
TurnLine

Ideal grade for small-part machining

Tungaloy Report No. 436-G
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A C C E L E R A T E D  M A C H I N I N G



TurnLine

- Excellent sharpness and high adhesion strength 

 offer incredible wear resistance. 

- The line-up of the toolholders is greatly expanded. 

w w w . t u n g a l o y . c o m
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0.1 mm 1 µm

PVD grade exclusively designed for precise-part machining

“High adhesion strength and sharp cutting edge”  
➡ Amazing tool life with excellent sharpness!

Newly developed coating layer
No peeling-off even on sharp cutting edges

Competitor
Peeling-off

■ Comparison in scratch test
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1.5 times 1.5 times 
higher higher 

strengthstrength

Compressive residual stress on layer
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LowLow
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(Image)

(Pictures show the peeling-off 
at the highest load.)

Hardness of 
layer

Sharpness

Drastically improved 
adhesion strength

Hard coating layer 
on the sharp cutting edge
Innovative coating with both hardness 
and sharpness

Latest coating technology is 
effectively applied.
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A CC E L E R A T E D  M A C H I N I N G

Carbon steel
(S45C / C45)

Cutting performance

High adhesion strength provides 
excellent wear resistance. 

Machining time (min)

Fl
an
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w
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r 

w
id

th
V

B
 (m

m
)

External continuous cutting
Workpiece material: S45C / C45 
 (180HB)
Cutting speed: Vc = 150 m/min
Depth of cut: ap = 0.5 mm
Feed: f = 0.05 mm/rev
Coolant: Oil
Machine: Automatic lathe

Competitor A

Competitor B

Application range 

C
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High 

speed

Medium 

speed

Low 

speed

Application Continuous
Light-

interrupted
Interrupted
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JS

JTS

JRP

JSS

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JRP DXGU070301MFRE-JRP ＜0.1 6.35 3.18 2.7

23
º

DXGU070301MFLE-JRP ＜0.1 6.35 3.18 2.7

DXGU070302MFRE-JRP ＜0.2 6.35 3.18 2.7

DXGU070302MFLE-JRP ＜0.2 6.35 3.18 2.7

JS DXGU070301MFR-JS ＜0.1 6.35 3.18 2.7

10
º

DXGU070301MFL-JS ＜0.1 6.35 3.18 2.7

DXGU070302MFR-JS ＜0.2 6.35 3.18 2.7

DXGU070302MFL-JS ＜0.2 6.35 3.18 2.7

DXGU070304MFR-JS ＜0.4 6.35 3.18 2.7

DXGU070304MFL-JS ＜0.4 6.35 3.18 2.7

JTS DXGU070301MFR-JTS ＜0.1 6.35 3.18 2.7

10
º

0.1

DXGU070301MFL-JTS ＜0.1 6.35 3.18 2.7

DXGU070302MFR-JTS ＜0.2 6.35 3.18 2.7

DXGU070302MFL-JTS ＜0.2 6.35 3.18 2.7

JSS DXGU070301MFR-JSS ＜0.1 6.35 3.18 2.7

30
º

DXGU070301MFL-JSS ＜0.1 6.35 3.18 2.7

DXGU070302MFR-JSS ＜0.2 6.35 3.18 2.7

DXGU070302MFL-JSS ＜0.2 6.35 3.18 2.7

RE

IC

S

D1

3

2.5

2

1.5

1

0.5

0 0.05 0.1 0.15 0.2 0.25

DX

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

Feed: f  (mm/rev)
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e

External toolholders → P.26 -    Internal toolholders → P.50 -Reference pages :

Rhombic, 55°

with hole

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

Insert POSITIVE TYPE/DOUBLE-SIDED

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Coated Dimension (mm)

Chipbreaker Designation
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JS

JRP

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JRP VXGU09T201MFRE-JRP ＜0.1 5.56 2.47 2.5

23
º

VXGU09T201MFLE-JRP ＜0.1 5.56 2.47 2.5

VXGU09T202MFRE-JRP ＜0.2 5.56 2.47 2.5

VXGU09T202MFLE-JRP ＜0.2 5.56 2.47 2.5

JS VXGU09T201MFR-JS ＜0.1 5.56 2.47 2.5

10
º

VXGU09T201MFL-JS ＜0.1 5.56 2.47 2.5

VXGU09T202MFR-JS ＜0.2 5.56 2.47 2.5

VXGU09T202MFL-JS ＜0.2 5.56 2.47 2.5

VXGU09T204MFR-JS ＜0.4 5.56 2.47 2.5

VXGU09T204MFL-JS ＜0.4 5.56 2.47 2.5

IC

S

D
1

RE

3

2.5

2

1.5

1

0.5

0 0.05 0.1 0.15 0.2 0.25

VX

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

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

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

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

Insert POSITIVE TYPE/DOUBLE-SIDED

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 35°

with hole

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials
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External toolholders → P.29 -  Reference pages :
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P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JS WXGU040301MFR-JS ＜0.1 6.35 3.18 2.7

10
º

WXGU040301MFL-JS ＜0.1 6.35 3.18 2.7

WXGU040302MFR-JS ＜0.2 6.35 3.18 2.7

WXGU040302MFL-JS ＜0.2 6.35 3.18 2.7

WXGU040304MFR-JS ＜0.4 6.35 3.18 2.7

WXGU040304MFL-JS ＜0.4 6.35 3.18 2.7

JTS WXGU040301MFR-JTS ＜0.1 6.35 3.18 2.7

10
º

0.1

WXGU040301MFL-JTS ＜0.1 6.35 3.18 2.7

WXGU040302MFR-JTS ＜0.2 6.35 3.18 2.7

WXGU040302MFL-JTS ＜0.2 6.35 3.18 2.7

JSS WXGU040301MFR-JSS ＜0.1 6.35 3.18 2.7

30
º

WXGU040301MFL-JSS ＜0.1 6.35 3.18 2.7

WXGU040302MFR-JSS ＜0.2 6.35 3.18 2.7

WXGU040302MFL-JSS ＜0.2 6.35 3.18 2.7

IC

D1

RE S

JS

JTS

JSS

3

2.5

2

1.5

1

0.5

0 0.05 0.1 0.15 0.2 0.25

WX

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

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE/DOUBLE-SIDED

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Trigon, 80°

with hole

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n
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h

ip
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o
n

tr
o

l 
ra

n
g

e

External toolholders → P.32 -    Internal toolholders → P.52Reference pages :

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

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials
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P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

01 CCGT060202F-01 ＜0.2 6.35 2.38 2.8

10
º

CCGT060204F-01 ＜0.4 6.35 2.38 2.8

CCGT09T302F-01 ＜0.29.525 3.97 4.4

CCGT09T304F-01 ＜0.49.525 3.97 4.4

W08 CCGT03X100FL-W08 0.03 3.57 1.39 1.9

14
º

0.1

CCGT03X100FR-W08 0.03 3.57 1.39 1.9

CCGT03X101FL-W08 0.1 3.57 1.39 1.9

CCGT03X101FR-W08 0.1 3.57 1.39 1.9

CCGT03X102FL-W08 0.2 3.57 1.39 1.9

CCGT03X102FR-W08 0.2 3.57 1.39 1.9

CCGT03X104FL-W08 0.4 3.57 1.39 1.9

CCGT03X104FR-W08 0.4 3.57 1.39 1.9

CCGT04T100FL-W08 0.03 4.37 1.79 2.2

CCGT04T100FR-W08 0.03 4.37 1.79 2.2

CCGT04T101FL-W08 0.1 4.37 1.79 2.2

CCGT04T101FR-W08 0.1 4.37 1.79 2.2

CCGT04T102FL-W08 0.2 4.37 1.79 2.2

CCGT04T102FR-W08 0.2 4.37 1.79 2.2

CCGT04T104FL-W08 0.4 4.37 1.79 2.2

CCGT04T104FR-W08 0.4 4.37 1.79 2.2

IC

S

7°

D
1

RE

W**

01

3

2.5

2

1.5

1

0.5

0 0.1 0.2 0.3 0.4 0.5

CC

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

: Line up
: New product

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 80°
with hole
Positive 7°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

P
re

ci
si

on
 fi

ni
sh

in
g

(S
ha

rp
 e

dg
e)

Fi
ni
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in

g 
(S

ha
rp

 e
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e)
C

h
ip

 c
o

n
tr

o
l 
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n
g

e

External toolholders → P.35 -    Internal toolholders → P.53Reference pages :

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

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JS CCGT03X101F-JS ＜0.1 3.57 1.39 1.9

10
º

CCGT03X102F-JS ＜0.2 3.57 1.39 1.9

CCGT03X104F-JS ＜0.4 3.57 1.39 1.9

CCGT04T101F-JS ＜0.1 4.37 1.79 2.2

CCGT04T102F-JS ＜0.2 4.37 1.79 2.2

CCGT04T104F-JS ＜0.4 4.37 1.79 2.2

JS CCGT060200FN-JS 0.03 6.35 2.38 2.8

10
º

CCGT060201FN-JS ＜0.1 6.35 2.38 2.8

CCGT060202FN-JS ＜0.2 6.35 2.38 2.8

CCGT060204FN-JS ＜0.4 6.35 2.38 2.8

CCGT09T300FN-JS 0.03 9.525 3.97 4.4

CCGT09T301FN-JS ＜0.1 9.525 3.97 4.4

CCGT09T302FN-JS ＜0.29.525 3.97 4.4

CCGT09T304FN-JS ＜0.49.525 3.97 4.4

J10 CCGT060200FR-J10 0.03 6.35 2.38 2.8

30
º

CCGT060200FL-J10 0.03 6.35 2.38 2.8

CCGT060201FR-J10 0.1 6.35 2.38 2.8

CCGT060201FL-J10 0.1 6.35 2.38 2.8

CCGT060202FR-J10 0.2 6.35 2.38 2.8

CCGT060202FL-J10 0.2 6.35 2.38 2.8

CCGT09T300FR-J10 0.03 9.525 3.97 4.4

CCGT09T300FL-J10 0.03 9.525 3.97 4.4

CCGT09T301FR-J10 0.1 9.525 3.97 4.4

CCGT09T301FL-J10 0.1 9.525 3.97 4.4

CCGT09T302FR-J10 0.2 9.525 3.97 4.4

CCGT09T302FL-J10 0.2 9.525 3.97 4.4

CCGT09T304FR-J10 0.4 9.525 3.97 4.4

IC

S

7°

D
1

RE

J**

JS

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

CC

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

External toolholders → P.35 -    Internal toolholders → P.53Reference pages :

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 80°
with hole
Positive 7°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

* Chip control range with typical R0.1
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 : Line up*Corner radius (RE) with a sign of inequality (<) means minus tolerance.



11

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

01 DCGT070202F-01 ＜0.2 6.35 2.38 2.8

10
º

DCGT070204F-01 ＜0.4 6.35 2.38 2.8

DCGT11T302F-01 ＜0.29.525 3.97 4.4

DCGT11T304F-01 ＜0.49.525 3.97 4.4

JS DCGT070200FN-JS 0.03 6.35 2.38 2.8

10
º

DCGT070201FN-JS ＜0.1 6.35 2.38 2.8

DCGT070202FN-JS ＜0.2 6.35 2.38 2.8

DCGT11T300FN-JS 0.03 9.525 3.97 4.4

DCGT11T301FN-JS ＜0.1 9.525 3.97 4.4

DCGT11T302FN-JS ＜0.29.525 3.97 4.4

DCGT11T304FN-JS ＜0.49.525 3.97 4.4

JPP DCET0702008MFR-JPP ＜0.08 6.35 2.38 2.8

10
º

DCET0702008MFL-JPP ＜0.08 6.35 2.38 2.8

DCET070201MFR-JPP ＜0.1 6.35 2.38 2.8

DCET070201MFL-JPP ＜0.1 6.35 2.38 2.8

DCET0702018MFR-JPP ＜0.18 6.35 2.38 2.8

DCET0702018MFL-JPP ＜0.18 6.35 2.38 2.8

DCET070202MFR-JPP ＜0.2 6.35 2.38 2.8

DCET070202MFL-JPP ＜0.2 6.35 2.38 2.8

DCET11T3008MFR-JPP ＜0.08 9.525 3.97 4.4

DCET11T3008MFL-JPP ＜0.08 9.525 3.97 4.4

DCET11T301MFR-JPP ＜0.1 9.525 3.97 4.4

DCET11T301MFL-JPP ＜0.1 9.525 3.97 4.4

DCET11T3018MFR-JPP ＜0.18 9.525 3.97 4.4

DCET11T3018MFL-JPP ＜0.18 9.525 3.97 4.4

DCET11T302MFR-JPP ＜0.29.525 3.97 4.4

DCET11T302MFL-JPP ＜0.29.525 3.97 4.4

IC

S

D
1

RE

7°

JPP・JRP・
JSP 

JS

01

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

DC

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

: Line up
: New product

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 55°
with hole
Positive 7°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

P
re

ci
si

on
 fi

ni
sh

in
g

(S
ha

rp
 e

dg
e)

Fo
r e

xt
er

na
l t

ur
ni

ng
 

on
 s

m
al

l l
at
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s 

(S
ha

rp
 e

dg
e)

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

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

* Chip control range with typical R0.1

External toolholders → P.37 -  Reference pages :
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P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JRP DCET0702008MFR-JRP ＜0.08 6.35 2.38 2.8

10
º

DCET0702008MFL-JRP ＜0.08 6.35 2.38 2.8

DCET070201MFR-JRP ＜0.1 6.35 2.38 2.8

DCET070201MFL-JRP ＜0.1 6.35 2.38 2.8

DCET0702018MFR-JRP ＜0.18 6.35 2.38 2.8

DCET0702018MFL-JRP ＜0.18 6.35 2.38 2.8

DCET070202MFR-JRP ＜0.2 6.35 2.38 2.8

DCET070202MFL-JRP ＜0.2 6.35 2.38 2.8

DCET11T3008MFR-JRP ＜0.08 9.525 3.97 4.4

DCET11T3008MFL-JRP ＜0.08 9.525 3.97 4.4

DCET11T301MFR-JRP ＜0.1 9.525 3.97 4.4

DCET11T301MFL-JRP ＜0.1 9.525 3.97 4.4

DCET11T3018MFR-JRP ＜0.18 9.525 3.97 4.4

DCET11T3018MFL-JRP ＜0.18 9.525 3.97 4.4

DCET11T302MFR-JRP ＜0.2 9.525 3.97 4.4

DCET11T302MFL-JRP ＜0.2 9.525 3.97 4.4

JSP DCET0702008MFN-JSP ＜0.08 6.35 2.38 2.8

10
º

DCET070201MFN-JSP ＜0.1 6.35 2.38 2.8

DCET0702018MFN-JSP ＜0.18 6.35 2.38 2.8

DCET070202MFN-JSP ＜0.2 6.35 2.38 2.8

DCET11T3008MFN-JSP ＜0.08 9.525 3.97 4.4

DCET11T301MFN-JSP ＜0.1 9.525 3.97 4.4

DCET11T3018MFN-JSP ＜0.18 9.525 3.97 4.4

DCET11T302MFN-JSP ＜0.29.525 3.97 4.4

IC

S

D
1

RE

7°

JPP・JRP・
JSP 

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

DC

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

External toolholders → P.37 -  Reference pages :

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

* Chip control range with typical R0.1

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

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 55°
with hole
Positive 7°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)
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P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

J10 DCGT070200FR-J10 0.03 6.35 2.38 2.8

30
º

DCGT070200FL-J10 0.03 6.35 2.38 2.8

DCGT070201FR-J10 0.1 6.35 2.38 2.8

DCGT070201FL-J10 0.1 6.35 2.38 2.8

DCGT070202FR-J10 0.2 6.35 2.38 2.8

DCGT070202FL-J10 0.2 6.35 2.38 2.8

DCGT070204FR-J10 0.4 6.35 2.38 2.8

DCGT070204FL-J10 0.4 6.35 2.38 2.8

DCGT11T300FR-J10 0.03 9.525 3.97 4.4

DCGT11T300FL-J10 0.03 9.525 3.97 4.4

DCGT11T301FR-J10 0.1 9.525 3.97 4.4

DCGT11T301FL-J10 0.1 9.525 3.97 4.4

DCGT11T302FR-J10 0.2 9.525 3.97 4.4

DCGT11T302FL-J10 0.2 9.525 3.97 4.4

IC

S

D
1

RE

7°

J**

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

DC

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

External toolholders → P.37 -  Reference pages :

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 55°
with hole
Positive 7°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

 : Line up

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e



14 SH725

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

W08 EPGT03X100FL-W08 0.03 3.57 1.39 1.9

14
º

0.1

EPGT03X100FR-W08 0.03 3.57 1.39 1.9

EPGT03X101FL-W08 0.1 3.57 1.39 1.9

EPGT03X101FR-W08 0.1 3.57 1.39 1.9

EPGT03X102FL-W08 0.2 3.57 1.39 1.9

EPGT03X102FR-W08 0.2 3.57 1.39 1.9

EPGT03X104FL-W08 0.4 3.57 1.39 1.9

EPGT03X104FR-W08 0.4 3.57 1.39 1.9

EPGT040100FL-W08 0.03 3.97 1.59 2.3

EPGT040100FR-W08 0.03 3.97 1.59 2.3

EPGT040101FL-W08 0.1 3.97 1.59 2.3

EPGT040101FR-W08 0.1 3.97 1.59 2.3

EPGT040102FL-W08 0.2 3.97 1.59 2.3

EPGT040102FR-W08 0.2 3.97 1.59 2.3

EPGT040104FL-W08 0.4 3.97 1.59 2.3

EPGT040104FR-W08 0.4 3.97 1.59 2.3

JS EPGT03X101F-JS ＜0.1 3.57 1.39 1.9

10
º

EPGT03X102F-JS ＜0.2 3.57 1.39 1.9

EPGT03X104F-JS ＜0.4 3.57 1.39 1.9

EPGT040101F-JS ＜0.1 3.97 1.59 2.3

EPGT040102F-JS ＜0.2 3.97 1.59 2.3

EPGT040104F-JS ＜0.4 3.97 1.59 2.3

J08 EPGT040100FL-J08 0.03 3.97 1.59 2.3

15
º

EPGT040102FL-J08 0.2 3.97 1.59 2.3

EPGT040104FL-J08 0.4 3.97 1.59 2.3

S

IC

D
1

RE

11
°

W**

J**

JS

2.5

2

1.5

1

0.5

0
0.05 0.1 0.15 0.2 0.25 0.3

EP

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Rhombic, 75°
with hole
Positive 11°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Fi
ni

sh
in

g 
(S

ha
rp

 e
dg

e)
Fo

r i
nt

er
na

l t
ur

ni
ng

 
on

 s
m

al
l la

th
es

 (S
ha

rp
 e

dg
e)

Fi
ni

sh
in

g 
(S

ha
rp

 e
dg

e)

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

* Chip control range with typical R0.1

Internal toolholders → P.53 -Reference pages :



15

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

01 TCGT110202F-01 ＜0.2 6.35 2.38 2.8

10
º

TCGT110204F-01 ＜0.4 6.35 2.38 2.8

JS TCGT110200FN-JS 0.03 6.35 2.38 2.8

10
º

TCGT110201FN-JS ＜0.1 6.35 2.38 2.8

TCGT110202FN-JS ＜0.2 6.35 2.38 2.8

TCGT110204FN-JS ＜0.4 6.35 2.38 2.8

J08 TCGT080200FR-J08 0.03 4.76 2.38 2.3

30
º

TCGT080200FL-J08 0.03 4.76 2.38 2.3

TCGT080201FR-J08 0.1 4.76 2.38 2.3

TCGT080201FL-J08 0.1 4.76 2.38 2.3

TCGT080202FR-J08 0.2 4.76 2.38 2.3

TCGT080202FL-J08 0.2 4.76 2.38 2.3

TCGT080204FR-J08 0.4 4.76 2.38 2.3

J10 TCGT110200FR-J10 0.03 6.35 2.38 2.8

30
º

TCGT110200FL-J10 0.03 6.35 2.38 2.8

TCGT110201FR-J10 0.1 6.35 2.38 2.8

TCGT110201FL-J10 0.1 6.35 2.38 2.8

TCGT110202FR-J10 0.2 6.35 2.38 2.8

TCGT110202FL-J10 0.2 6.35 2.38 2.8

TCGT110204FR-J10 0.4 6.35 2.38 2.8

TCGT110300FR-J10 0.03 6.35 3.18 2.8

TCGT110300FL-J10 0.03 6.35 3.18 2.8

TCGT110301FR-J10 0.1 6.35 3.18 2.8

TCGT110301FL-J10 0.1 6.35 3.18 2.8

TCGT110302FR-J10 0.2 6.35 3.18 2.8

TCGT110302FL-J10 0.2 6.35 3.18 2.8

IC

S

D
1

RE

7°

JS

01

J**

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

TC

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

: Line up
: New product

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Triangular, 60°
with hole
Positive 7°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

P
re

ci
si

on
 fi

ni
sh

in
g

(S
ha

rp
 e

dg
e)

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

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

* Chip control range with typical R0.1

External toolholders → P.42  Reference pages :



16 SH725

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

W08 TPGT070100FL-W08 0.03 4.37 1.59 2.58

14
º

0.1

TPGT070100FR-W08 0.03 4.37 1.59 2.58

TPGT070101FL-W08 0.1 4.37 1.59 2.58

TPGT070101FR-W08 0.1 4.37 1.59 2.58

TPGT070102FL-W08 0.2 4.37 1.59 2.58

TPGT070102FR-W08 0.2 4.37 1.59 2.58

TPGT070104FL-W08 0.4 4.37 1.59 2.58

TPGT070104FR-W08 0.4 4.37 1.59 2.58

JS TPGT070101F-JS ＜0.1 4.37 1.59 2.58

10
º

TPGT070102F-JS ＜0.2 4.37 1.59 2.58

TPGT070104F-JS ＜0.4 4.37 1.59 2.58

IC

S

D
1

RE

11
°

W**
JS

2.5

2

1.5

1

0.5

0
0.05 0.1 0.15 0.2 0.25 0.3

TP

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

* Chip control range with typical R0.1

Internal toolholders → P.55Reference pages :

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

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Triangular, 60°
with hole
Positive 11°

Fi
ni

sh
in

g 
(S

ha
rp

 e
dg

e)
Fo

r 
in

te
rn

al
 tu

rn
in

g 
on

 s
m

al
l l

at
he

s 
 

(S
ha

rp
 e

d
ge

)
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P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

W08 WBGT030100FL-W08 0.03 3.97 1.59 2.3

15
º

WBGT030100FR-W08 0.03 3.97 1.59 2.3

WBGT030101FL-W08 0.1 3.97 1.59 2.3

WBGT030101FR-W08 0.1 3.97 1.59 2.3

WBGT030102FL-W08 0.2 3.97 1.59 2.3

WBGT030102FR-W08 0.2 3.97 1.59 2.3

WBGT030104FL-W08 0.4 3.97 1.59 2.3

WBGT030104FR-W08 0.4 3.97 1.59 2.3

JS WBGT030101FL-JS ＜0.1 3.97 1.59 2.3

10
º

WBGT030101FR-JS ＜0.1 3.97 1.59 2.3

WBGT030102FL-JS ＜0.2 3.97 1.59 2.3

WBGT030102FR-JS ＜0.2 3.97 1.59 2.3

WBGT030104FL-JS ＜0.4 3.97 1.59 2.3

WBGT030104FR-JS ＜0.4 3.97 1.59 2.3

S

5°

D
1

RE

IC

W**
JS

2.5

2

1.5

1

0.5

0
0.05 0.1 0.15 0.2 0.25 0.3

WB

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Trigon, 80°
with hole
Positive 5°

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Fi
ni

sh
in

g 
(S

ha
rp

 e
dg

e)
Fo

r i
nt

er
na

l t
ur

ni
ng

 
on

 s
m

al
l l

at
he

s 
(S

ha
rp

 e
dg

e)
C

h
ip

 c
o

n
tr

o
l 
ra

n
g

e

* Chip control range with typical R0.1

Internal toolholders → P.55Reference pages :

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



18 SH725

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JS VBGT110300FN-JS 0.03 6.35 3.18 2.8

10
º

VBGT110301FN-JS ＜0.1 6.35 3.18 2.8

VBGT110302FN-JS ＜0.2 6.35 3.18 2.8

VBGT110304FN-JS ＜0.4 6.35 3.18 2.8

J10 VBGT110300FR-J10 0.03 6.35 3.18 2.8

30
º

VBGT110300FL-J10 0.03 6.35 3.18 2.8

VBGT110301FR-J10 0.1 6.35 3.18 2.8

VBGT110301FL-J10 0.1 6.35 3.18 2.8

VBGT110302FR-J10 0.2 6.35 3.18 2.8

VBGT110302FL-J10 0.2 6.35 3.18 2.8

VBGT110304FR-J10 0.4 6.35 3.18 2.8

VBGT110304FL-J10 0.4 6.35 3.18 2.8

S

5°

RE

D
1

IC

J**

JS

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

VB

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Rhombic, 35°
with hole
Positive 5°

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)

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

External toolholders → P.43 -  Reference pages :

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

* Chip control range with typical R0.1

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials



19

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JPP VPET0802008MFR-JPP ＜0.08 4.76 2.38 2.3

10
º

VPET0802008MFL-JPP ＜0.08 4.76 2.38 2.3

VPET080201MFR-JPP ＜0.1 4.76 2.38 2.3

VPET080201MFL-JPP ＜0.1 4.76 2.38 2.3

VPET0802018MFR-JPP ＜0.18 4.76 2.38 2.3

VPET0802018MFL-JPP ＜0.18 4.76 2.38 2.3

VPET080202MFR-JPP ＜0.2 4.76 2.38 2.3

VPET080202MFL-JPP ＜0.2 4.76 2.38 2.3

VPET1103008MFR-JPP ＜0.08 6.35 3.18 2.8

VPET1103008MFL-JPP ＜0.08 6.35 3.18 2.8

VPET110301MFR-JPP ＜0.1 6.35 3.18 2.8

VPET110301MFL-JPP ＜0.1 6.35 3.18 2.8

VPET1103018MFR-JPP ＜0.18 6.35 3.18 2.8

VPET1103018MFL-JPP ＜0.18 6.35 3.18 2.8

VPET110302MFR-JPP ＜0.2 6.35 3.18 2.8

VPET110302MFL-JPP ＜0.2 6.35 3.18 2.8

JRP VPET0802008MFR-JRP ＜0.08 4.76 2.38 2.3

10
º

VPET0802008MFL-JRP ＜0.08 4.76 2.38 2.3

VPET080201MFR-JRP ＜0.1 4.76 2.38 2.3

VPET080201MFL-JRP ＜0.1 4.76 2.38 2.3

VPET0802018MFR-JRP ＜0.18 4.76 2.38 2.3

VPET0802018MFL-JRP ＜0.18 4.76 2.38 2.3

VPET080202MFR-JRP ＜0.2 4.76 2.38 2.3

VPET080202MFL-JRP ＜0.2 4.76 2.38 2.3

VPET1103008MFR-JRP ＜0.08 6.35 3.18 2.8

VPET1103008MFL-JRP ＜0.08 6.35 3.18 2.8

VPET110301MFR-JRP ＜0.1 6.35 3.18 2.8

VPET110301MFL-JRP ＜0.1 6.35 3.18 2.8

VPET1103018MFR-JRP ＜0.18 6.35 3.18 2.8

VPET1103018MFL-JRP ＜0.18 6.35 3.18 2.8

VPET110302MFR-JRP ＜0.2 6.35 3.18 2.8

VPET110302MFL-JRP ＜0.2 6.35 3.18 2.8

S

11
°

RE

D
1

IC

VP

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

Chip control range → P.20    External toolholders → P.46Reference pages :

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Rhombic, 35°
with hole
Positive 11°

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)

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



20 SH725

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

JSP VPET0802008MFN-JSP ＜0.08 4.76 2.38 2.3

10
º

VPET080201MFN-JSP ＜0.1 4.76 2.38 2.3

VPET0802018MFN-JSP ＜0.18 4.76 2.38 2.3

VPET080202MFN-JSP ＜0.2 4.76 2.38 2.3

VPET1103008MFN-JSP ＜0.08 6.35 3.18 2.8

VPET110301MFN-JSP ＜0.1 6.35 3.18 2.8

VPET1103018MFN-JSP ＜0.18 6.35 3.18 2.8

VPET110302MFN-JSP ＜0.2 6.35 3.18 2.8

S

11
°

RE

D
1

IC

JPP・JRP・
JSP 

0.7

0.6

0.5

0.4

0.3

0.2

0.1

0 0.03 0.06 0.09 0.12 0.15 0.18

VP

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Rhombic, 35°
with hole
Positive 11°

Fo
r 

ex
te

rn
al

 tu
rn

in
g 

on
 s

m
al

l l
at

he
s 

(S
ha

rp
 e

dg
e)

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

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

External toolholders → P.46  Reference pages :

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

* Chip control range with typical R0.1
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P

W

01

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

01 TNGG160402F-01 0.2 9.525 4.76 3.81

12
º

TNGG160404F-01 0.4 9.525 4.76 3.81

TNGG160408F-01 0.8 9.525 4.76 3.81

W TNGG160402FR-W 0.2 9.525 4.76 3.81

14
º

TNGG160402FL-W 0.2 9.525 4.76 3.81

TNGG160404FR-W 0.4 9.525 4.76 3.81

TNGG160404FL-W 0.4 9.525 4.76 3.81

TNGG160408FR-W 0.8 9.525 4.76 3.81

TNGG160408FL-W 0.8 9.525 4.76 3.81

P TNGG160402FR-P 0.2 9.525 4.76 3.81

30
º

TNGG160402FL-P 0.2 9.525 4.76 3.81

TNGG160404FR-P 0.4 9.525 4.76 3.81

TNGG160404FL-P 0.4 9.525 4.76 3.81

TNGG160408FR-P 0.8 9.525 4.76 3.81

TNGG160408FL-P 0.8 9.525 4.76 3.81

IC

S

D
1

RE

4

3.5

3

2.5

2

1.5

1

0.5

0 0.1 0.2 0.3 0.4 0.5 0.6

TN

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

Feed: f  (mm/rev)

D
ep

th
 o

f c
ut

: a
p

 (
m

m
)

M
ed

iu
m

 c
ut

tin
g

 (S
ha

rp
 e

dg
e)

P
re

ci
si

on
 fi

ni
sh

in
g

(S
ha

rp
 e

dg
e)

Insert NEGATIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Triangular, 60°

with hole

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

 : Line up

C
h

ip
 c

o
n

tr
o

l 
ra

n
g

e

External toolholders → P.47 -  Reference pages :
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P

M

K

N

S

H

P

M

K

N

S

H

CL

CL

S
H

7
2

5

RE IC S D1

- JTBR3000F 0.03 9.5 3.18 4.4

JTBL3000F 0.03 9.5 3.18 4.4

JTBR3005F 0.05 9.5 3.18 4.4

JTBL3005F 0.05 9.5 3.18 4.4

JTBR3010F 0.10 9.5 3.18 4.4

JTBL3010F 0.10 9.5 3.18 4.4

JTBR3015F 0.15 9.5 3.18 4.4

JTBL3015F 0.15 9.5 3.18 4.4

CL

CL

S
H

7
2

5

RE IC S D1

- J10ER005BF 0.05 6.35 3.18 3.0

J10EL005BF 0.05 6.35 3.18 3.0

J10ER010BF 0.10 6.35 3.18 3.0

J10EL010BF 0.10 6.35 3.18 3.0

J10EL015BF 0.15 6.35 3.18 3.0

J10ER015BF 0.15 6.35 3.18 3.0

IC

S

D
1

RE

IC

S

D
1

RE

JTB

J10E

Insert POSITIVE TYPE

C : Continuous cutting
L : Light interrupted cutting
H : Heavy interrupted cutting

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Back turning 
Insert

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

B
ac

k 
tu

rn
in

g

Coated Dimension (mm)

Chipbreaker Designation

A
p

p
li
c

a
ti

o
n

Back turning 
Insert

Steel

Stainless

Cast iron

Non-ferrous

Superalloys

Hard materials

B
ac

k 
tu

rn
in

g

 : Line up

External toolholders → P.48 -  Reference pages :
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CD
X

IC S

CW

IC S CW+0.05
0 CDXSH725

R L

JVGR/L033F 7.94 3.18 0.33 0.8 0.7

JVGR/L050F 7.94 3.18 0.5 1.2 1.1

JVGR/L075F 7.94 3.18 0.75 2 1.9

JVGR/L095F 7.94 3.18 0.95 2 1.9

JVGR/L100F 7.94 3.18 1 6 5.5

JVGR/L125F 7.94 3.18 1.25 5.5 5

JVGR/L150F 7.94 3.18 1.5 6 5.5

JVGR/L200F 7.94 3.18 2 6 5.5

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

Grooving toolholders → P.56  Reference pages :

JVG (handed insert  with sharp edge)

Inserts for  grooving

 : Line up

Coated

Designation
Max.

groove
depth

Right hand (R) shown.
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CW+0.05
0 RE IC S CDXSH725

R L

JTGR/L3033F 0.33 0.03 9.525 3.18 0.8 0.7 

JTGR/L3033F-005  0.33 0.05 9.525 3.18 0.8 0.7

JTGR/L3050F 0.5 0.03 9.525 3.18 1.2 1.1

JTGR/L3050F-005  0.5 0.05 9.525 3.18 1.2 1.1

JTGR/L3065F 0.65 0.03 9.525 3.18 2 1.9

JTGR/L3065F-010  0.65 0.1 9.525 3.18 2 1.9

JTGR/L3075F 0.75 0.03 9.525 3.18 2 1.9

JTGR/L3075F-010  0.75 0.1 9.525 3.18 2 1.9

JTGR/L3080F 0.8 0.03 9.525 3.18 2 1.9

JTGR/L3080F-010 0.8 0.1 9.525 3.18 2 1.9

JTGR/L3085F 0.85 0.03 9.525 3.18 2 1.9

JTGR/L3095F 0.95 0.03 9.525 3.18 2 1.9

JTGR/L3095F-010 0.95 0.1 9.525 3.18 2 1.9

JTGR/L3100F 1 0.05 9.525 3.18 2.2 2.1

JTGR/L3100F-010  1 0.1 9.525 3.18 2.2 2.1

JTGR/L3110F 1.1 0.05 9.525 3.18 2.2 2.1

JTGR/L3120F 1.2 0.05 9.525 3.18 2.2 2.1

JTGR/L3120F-010  1.2 0.1 9.525 3.18 2.2 2.1

JTGR/L3125F 1.25 0.05 9.525 3.18 2.2 2.1

JTGR/L3125F-010  1.25 0.1 9.525 3.18 2.2 2.1

JTGR/L3130F 1.3 0.05 9.525 3.18 2.2 2.1

JTGR/L3140F 1.4 0.05 9.525 3.18 2.2 2.1

JTGR/L3140F-010  1.4 0.1 9.525 3.18 2.2 2.1

JTGR/L3145F 1.45 0.05 9.525 3.18 2.2 2.1

JTGR/L3145F-010  1.45 0.1 9.525 3.18 2.2 2.1

JTGR/L3150F 1.5 0.05 9.525 3.18 2.2 2.1

JTGR/L3150F-010  1.5 0.1 9.525 3.18 2.2 2.1

JTGR/L3175F 1.75 0.05 9.525 3.18 2.2 2.1

JTGR/L3175F-010  1.75 0.1 9.525 3.18 2.2 2.1

JTGR/L3180F 1.8 0.05 9.525 3.18 2.2 2.1

JTGR/L3200F 2 0.05 9.525 3.18 2.7 2.6

JTGR/L3200F-010  2 0.1 9.525 3.18 2.7 2.6

JTGR/L3225F 2.25 0.05 9.525 3.18 2.7 2.6

JTGR/L3250F 2.5 0.05 9.525 3.18 2.7 2.6

JTGR/L3250F-010  2.5 0.1 9.525 3.18 2.7 2.6

JTGR/L3300F 3 0.05 9.525 3.18 2.7 2.6

JTGR/L3300F-010 3 0.1 9.525 3.18 2.7 2.6

2°

CW

C
D

X
SIC

RE

JTG (sharp edge)

Inserts for  grooving

 : Line up

Designation

Coated Max.
groove
depth

Right hand (R) shown.

Grooving toolholders → P.56 -  Reference pages :
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RE PNA IC S PDXSH725

R L

JTTR/L3005F-55 0.05 55° 9.525 3.18 0.6

JTTR/L3005F 0.05 60° 9.525 3.18 0.9

JTTR/L3010F 0.1 60° 9.525 3.18 0.9

IC PDX
S

PNA
RE

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

 : Line up

Right hand (R) shown.

Threading toolholders → P.58  Reference pages :

JTT (sharp edge)

Inserts for  threading

Machinable pitch range: 0.5 to 1 mm.

Designation

Coated
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30
°

93°

LF
LH

B
HH
F

W
F

H B LF LH HF WF RE**

JSDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DXGU0703**L/R... 0.9

JSDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DXGU0703**L/R... 0.9

JSDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DXGU0703**L/R... 0.9

JSDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DXGU0703**L/R... 0.9

JSDJ2XR/L2020H07 20 20 100 18 20 0 0.2 DXGU0703**L/R... 0.9

JSDJ2XR/L... SR34-514 T-7F

JSDJ2XR/L

JSDJXR/L... SR34-514 T-7F

30
°

93°

LF
LH

B
HH
F

W
F

H B LF LH HF WF RE**

JSDJXR/L2020K07 20 20 125 27 20 25 0.4 DXGU0703**L/R... 0.9

JSDJXR/L2525M07 25 25 150 27 25 32 0.4 DXGU0703**L/R... 0.9

JSDJXR/L

External  toolholders

Cutting edge style J2

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Designation Clamping screw Wrench

Designation Insert Torque*

Screw-on toolholder wi thout of fset  wi th 93° approach angle,  for  DXGU inserts

Right hand (R) shown.

Without offset

SPARE PARTS

Cutting edge style J

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Designation Clamping screw Wrench

Designation Insert Torque*

Screw-on toolholder wi thout of fset  wi th 93° approach angle,  for  DXGU inserts

Right hand (R) shown.

SPARE PARTS
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A CC E L E R A T E D  M A C H I N I N G

JPDJ2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

30
°

93°

LF
LH

B
HH
F

W
F

H B LF LH HF WF RE**

JPDJ2XR/L1010X07 10 10 120 14 10 0 0.2 DXGU0703**L/R... 0.9

JPDJ2XR/L1212F07 12 12 85 14 12 0 0.2 DXGU0703**L/R... 0.9

JPDJ2XR/L1212X07 12 12 120 14 12 0 0.2 DXGU0703**L/R... 0.9

JPDJ2XR/L1616X07 16 16 120 18 16 0 0.2 DXGU0703**L/R... 0.9

JPDJ2XR/L
30
°

93°

H
B

LF
L2

H
F

HBKL

O
A
W

W
F

LH

JSDJXR**-F15 SR34-514 T-7F

JSDJXR-F

H B LF L2 HBKL LH HF WF OAW RE**

JSDJXR1016X07-F15 10 16 120 12 27 14 10 15 26 0.2 DXGU0703**L... 0.9

JSDJXR1216F07-F15 12 16 85 12 27 14 12 15 26 0.2 DXGU0703**L... 0.9

JSDJXR1216X07-F15 12 16 120 12 27 14 12 15 26 0.2 DXGU0703**L... 0.9

JSDJXR1620X07-F15 16 20 120 12 27 14 16 15 26 0.2 DXGU0703**L... 0.9

w w w . t u n g a l o y . c o m

Cutting edge style J2

Designation Insert Torque*

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Designation Lever Pin Clamping screw Wrench

Lever lock type toolholder wi thout of fset  wi th 93° approach angle,  for  DXGU inserts

Right hand (R) shown.

Without offset

SPARE PARTS

Cutting edge style J

Designation Clamping screw Wrench

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L)

Designation Insert Torque*

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

Right hand (R) shown.

SPARE PARTS
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H B LF LH HF W OAW RE**

JSDJ2XR/L1212F07-CHP 12 12 85 19 12 0 18.5 0.2 DXGU0703**L/R... 0.9 1

JSDJ2XR1212X07-CHP 12 12 120 19 12 0 18.5 0.2 DXGU0703**L... 0.9 2

JSDJ2XR1616X07-CHP 16 16 120 19 16 0 18.5 0.2 DXGU0703**L... 0.9 2

5/16”-24UNF

30°
93°

O
A
W

LF
LH

B
HH
F

W
F

5/16”-24UNF

LF
LH

O
A
W

H
F

H
BW

F
JSDJ2XR**07-CHP SR34-514 S-CU-CHP T-7F

JSDJ2XR/L-CHP

20

3.
8

25

DC
ON
M
S

B

H
93°

LF

W
B W
F

JS-SDUXL

DCONMS WF LF H B WB RE**

JS14H-SDUXL07 14 6 100 13 13 6.75 0.2 DXGU0703**L... 0.9

JS159F-SDUXL07 15.875 6 85 15 15 7.687 0.2 DXGU0703**L... 0.9

JS16F-SDUXL07 16 6 85 15 15 7.75 0.2 DXGU0703**L... 0.9

JS19G-SDUXL07 19.05 6 90 18 18 9.275 0.2 DXGU0703**L... 0.9

JS19X-SDUXL07 19.05 6 120 18 18 9.275 0.2 DXGU0703**L... 0.9

JS20G-SDUXL07 20 6 90 19 19 9.75 0.2 DXGU0703**L... 0.9

JS20X-SDUXL07 20 6 120 19 19 9.75 0.2 DXGU0703**L... 0.9

JS22X-SDUXL07 22 10 120 21 21 10.75 0.2 DXGU0703**L... 0.9

JS25H-SDUXL07 25 10 100 24 24 12.25 0.2 DXGU0703**L... 0.9

JS254X-SDUXL07 25.4 10 120 24 24 12.45 0.2 DXGU0703**L... 0.9

JS**-SDUXL07 SR34-514 T-7F

Designation Clamping screw Coolant unit Wrench

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

Note: Use the right-hand tool holder (R) for the left-hand insert (L). Use the left-hand tool holder (L) for the right-hand insert (R).

Cutting edge style J2 Fig. 1 Fig. 2

Designation Insert Torque* Fig.

Screw-on toolholder wi thout of fset  wi th 93° approach angle,  for  DXGU inserts,  wi th channels for  h igh 
pressure coolant

Without offset

Right hand (R) shown.

SPARE PARTS

Cutting edge style U

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

Note: Use the left-hand toolholder (L) for the left-hand insert (L)

Designation Insert Torque*

Designation Clamping screw Wrench

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

Left hand (L) shown.

SPARE PARTS

JSDJ2XR/L-CHP: Parts for coolant hose → P.59 -Reference pages :
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A CC E L E R A T E D  M A C H I N I N G

93°

50
°

LFLH

B
HH
F

W
F

JSVJ2XR/L... SR34-508 T-7F

JSVJXR/L... SR34-508 T-7F

93°

50
°

LF
LH

B
HH
F

W
F

H B LF LH HF WF RE**

JSVJ2XR/L1010X09 10 10 120 17 10 0 0.2 VXGU09T2**L/R... 0.9

JSVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGU09T2**L/R... 0.9

JSVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGU09T2**L/R... 0.9

JSVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGU09T2**L/R... 0.9

JSVJ2XR/L2020H09 20 20 100 19 20 0 0.2 VXGU09T2**L/R... 0.9

H B LF LH HF WF RE**

JSVJXR/L2020K09 20 20 125 35 20 25 0.4 VXGU09T2**L/R... 0.9

JSVJXR/L2525M09 25 25 150 35 25 32 0.4 VXGU09T2**L/R... 0.9

JSVJ2XR/L

JSVJXR/L

w w w . t u n g a l o y . c o m

Designation Insert Torque*

Designation Insert Torque*

Designation Clamping screw Wrench

Designation Clamping screw Wrench

Cutting edge style J2

Cutting edge style J

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Screw-on toolholder wi thout of fset  wi th 93° approach angle,  for  VXGU inserts

Screw-on toolholder wi thout of fset  wi th 93° approach angle,  for  VXGU inserts

Without offset

Right hand (R) shown.

Right hand (R) shown.

SPARE PARTS

SPARE PARTS
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93°

50
°

LF
LH

B
HH
F

W
F

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

HBKL

L293°
50°

LF
LH

B
HH
F

O
A
W

W
F

JPVJ2XR/L

H B LF LH HF WF RE**

JPVJ2XR/L1010X09 10 10 120 19 10 0 0.2 VXGU09T2**L/R... 0.9

JPVJ2XR/L1212F09 12 12 85 19 12 0 0.2 VXGU09T2**L/R... 0.9

JPVJ2XR/L1212X09 12 12 120 19 12 0 0.2 VXGU09T2**L/R... 0.9

JPVJ2XR/L1616X09 16 16 120 19 16 0 0.2 VXGU09T2**L/R... 0.9

JSVJXR**-F15 SR34-508 T-7F

JSVJXR-F

H B LF L2 HBKL LH HF WF OAW RE**

JSVJXR1016X09-F15 10 16 120 12 27 19 10 15 26 0.2 VXGU09T2**L... 0.9

JSVJXR1216F09-F15 12 16 85 12 27 19 12 15 26 0.2 VXGU09T2**L... 0.9

JSVJXR1216X09-F15 12 16 120 12 27 19 12 15 26 0.2 VXGU09T2**L... 0.9

JSVJXR1620X09-F15 16 20 120 12 27 19 16 15 26 0.2 VXGU09T2**L... 0.9

Designation Insert Torque*

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Designation Lever Pin Clamping screw Wrench

Cutting edge style J2

Cutting edge style J

Designation Clamping screw Wrench

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L)

Designation Insert Torque*

Lever lock type toolholder wi thout of fset  wi th 93° approach angle,  for  VXGU inserts

Screw-on stepped-head toolholder wi th 93° approach angle,  for  VXGU inserts

Without offset

Right hand (R) shown.

Right hand (R) shown.

SPARE PARTS

SPARE PARTS
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A CC E L E R A T E D  M A C H I N I N G

JSVJ2XR**F09-CHP SR34-508 S-CU-CHP T-7F

5/16”-24UNF

50°

93°
O
A
W

LF
LH

B
HH
F

W
F

5/16”-24UNF

LH
LF

O
AWW
F

HF H
B

JSVJ2XR/L-CHP

H B LF LH HF WF OAW RE**

JSVJ2XR/L1212F09-CHP 12 12 85 20 12 0 13.5 0.2 VXGU09T2**L/R... 0.9 1

JSVJ2XR1212X09-CHP 12 12 120 19.5 12 0 13.4 0.2 VXGU09T2**L... 0.9 2

JSVJ2XR1616X09-CHP 16 16 120 19.5 16 0 16 0.2 VXGU09T2**L... 0.9 2

20

7.
5

25
LF

W
F

W
B

B

H DC
ON
M
S

93°

JS-SVUXL

DCONMS WF LF H B WB RE**

JS159F-SVUXL09 15.875 10 85 15 15 7.7 0.2 VXGU09T2**L... 0.9

JS16F-SVUXL09 16 10 85 15 15 7.7 0.2 VXGU09T2**L... 0.9

JS19G-SVUXL09 19.05 10 90 18 18 9.2 0.2 VXGU09T2**L... 0.9

JS19X-SVUXL09 19.05 10 120 18 18 9.2 0.2 VXGU09T2**L... 0.9

JS20G-SVUXL09 20 10 90 19 19 9.7 0.2 VXGU09T2**L... 0.9

JS20X-SVUXL09 20 10 120 19 19 9.7 0.2 VXGU09T2**L... 0.9

JS22X-SVUXL09 22 10 120 21 21 10.7 0.2 VXGU09T2**L... 0.9

JS25H-SVUXL09 25 10 100 24 24 12.2 0.2 VXGU09T2**L... 0.9

JS254X-SVUXL09 25.4 10 120 24 24 12.4 0.2 VXGU09T2**L... 0.9

JS**-SVUXL09 SR34-508 T-7F

w w w . t u n g a l o y . c o m

Cutting edge style J2

Designation Clamping screw Coolant unit Wrench

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Fig. 1 Fig. 2

Designation Insert Torque* Fig.

Screw-on toolholder wi thout of fset  wi th 93° approach angle,  for  VXGU inserts,  wi th coolant nozz le for  h igh 
pressure

Without offset

Right hand (R) shown.

SPARE PARTS

Cutting edge style U

Designation Insert Torque*

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

Note: Use the left-hand toolholder (L) for the left-hand insert (L)

Designation Clamping screw Wrench

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

Left hand (L) shown.

SPARE PARTS

JSVJ2XR/L-CHP: Parts for coolant hose → P.59 -Reference pages :
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H B LF LH HF WF RE**

JSWLXR/L2020K04 20 20 125 15 20 25 0.4 WXGU0403**L/R... 0.9

JSWLXR/L2525M04 25 25 150 19 25 32 0.4 WXGU0403**L/R... 0.9

95°

95°

LF
LH

B
HH
F

W
F

H B LF LH HF WF RE**

JSWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGU0403**L/R... 0.9

JSWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGU0403**L/R... 0.9

JSWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGU0403**L/R... 0.9

JSWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGU0403**L/R... 0.9

JSWL2XR/L2020H04 20 20 100 13 20 0 0.2 WXGU0403**L/R... 0.9

95°

95°

LF
LH

B
HH
F

W
F

JSWL2XR/L... SR34-514 T-7F

JSWL2XR/L

JSWLXR/L... SR34-514 T-7F

JSWLXR/L

Screw-on toolholder wi thout of fset  wi th 95° approach angle,  for  WXGU inserts

Screw-on toolholder wi thout of fset  wi th 95° approach angle,  for  WXGU inserts

Cutting edge style L2

Cutting edge style L

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Right hand (R) shown.

Right hand (R) shown.

Without offset

SPARE PARTS

SPARE PARTS

Designation Clamping screw Wrench

Designation Clamping screw Wrench

Designation Insert Torque*

Designation Insert Torque*
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JSWLXR**-F15 SR34-514 T-7F

95°

95°

H
B

LF

L2

H
F

HBKL

O
A
W

W
F

LH

JPWL2XR/L... SLLV-2 SL-PI-2 SR10400611 HW2.0/5RED

95°

95°

LF
LH

B
HH
F

W
F

H B LF L2 HBKL LH HF WF OAW RE**

JSWLXR1016X04-F15 10 16 120 12 27 11 10 15 26 0.2 WXGU0403**L... 0.9

JSWLXR1216F04-F15 12 16 85 12 27 11 12 15 26 0.2 WXGU0403**L... 0.9

JSWLXR1216X04-F15 12 16 120 12 27 11 12 15 26 0.2 WXGU0403**L... 0.9

JSWLXR1620X04-F15 16 20 120 12 27 11 16 15 26 0.2 WXGU0403**L... 0.9

H B LF LH HF WF RE**

JPWL2XR/L1010X04 10 10 120 11 10 0 0.2 WXGU0403**L/R... 0.9

JPWL2XR/L1212F04 12 12 85 11 12 0 0.2 WXGU0403**L/R... 0.9

JPWL2XR/L1212X04 12 12 120 11 12 0 0.2 WXGU0403**L/R... 0.9

JPWL2XR/L1616X04 16 16 120 13 16 0 0.2 WXGU0403**L/R... 0.9

JPWL2XR/L

JSWLXR-F

w w w . t u n g a l o y . c o m

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Designation Lever Pin Clamping screw Wrench

Cutting edge style L2

Designation Insert Torque*

Cutting edge style L

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L)

Designation Clamping screw Wrench

Designation Insert Torque*

SPARE PARTS

SPARE PARTS

Lever lock type toolholder wi thout of fset  wi th 95° approach angle,  for  WXGU inserts

Screw-on stepped-head toolholder wi th 95° approach angle,  for  WXGU inserts

Right hand (R) shown.

Right hand (R) shown.

Without offset
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JSWL2XR**04-CHP SR34-514 S-CU-CHP T-7F

O
A
W

5/16”-24UNF

95°

95°

LF
LH

B
HH
F

W
F

5/16”-24UNF

LF
LH

O
AW

H
F

W
F

B
H

JSWL2XR/L-CHP

H B LF LH HF WF OAW RE**

JSWL2XR/L1212F04-CHP 12 12 85 18 12 0 16.5 0.2 WXGU0403**L/R... 0.9 1

JSWL2XR1212X04-CHP 12 12 120 18.5 12 0 16.5 0.2 WXGU0403**L... 0.9 2

JSWL2XR1616X04-CHP 16 16 120 18.5 16 0 16.5 0.2 WXGU0403**L... 0.9 2

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

Note: Use the right-hand toolholder (R) for the left-hand insert (L). Use the left-hand toolholder (L) for the right-hand insert (R)

Cutting edge style L2

Designation Clamping screw Coolant unit Wrench

Designation Insert Torque* Fig.

Fig. 1 Fig. 2

Screw-on toolholder wi thout of fset  wi th 95° approach angle,  for  WXGU inserts,  wi th channels for  h igh 
pressure coolant

Right hand (R) shown.

Without offset

SPARE PARTS

JSWL2XR/L-CHP: Parts for coolant hose → P.59 -Reference pages :
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A CC E L E R A T E D  M A C H I N I N G

JTCL2CR/L

JSCL2CR/L

LF
LH

B
H

W
F

H
F

95°

95°

H B LF LH HF WF RE**

JTCL2CL0810K06 8 10 125 12 8 10 0.4 CC**0602... 0.9

JTCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC**0602... 0.9

JTCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC**09T3... 1.2

JTCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC**09T3... 1.2

JTCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC**09T3... 1.2

JTCL2CR1616M09 16 16 150 16 16 16 0.8 CC**09T3... 1.2

H B LF LH HF WF RE**

JSCL2CR/L1010X06 10 10 120 12 10 10 0.2 CC**0602... 1.2

JSCL2CR/L1212F06 12 12 85 12 12 12 0.2 CC**0602... 1.2

JSCL2CR/L1212X06 12 12 120 12 12 12 0.2 CC**0602... 1.2

JSCL2CR/L1212F09 12 12 85 16 12 12 0.2 CC**09T3... 1.2

JSCL2CR/L1212X09 12 12 120 16 12 12 0.2 CC**09T3... 1.2

JSCL2CR/L1616X09 16 16 120 16 16 16 0.2 CC**09T3... 1.2

JTCL2CR/L**06 JCP-2 JDS-3525 P-2F

JTCL2CR/L**09 JCP-3 JDS-5040 P-2.5F

B

LF
LH

H
F

W
F

H

95°

95°

JSCL2CR/L**06 CSTB-2.5 T-8F

JSCL2CR/L**09 CSTB-4SD T-8F

w w w . t u n g a l o y . c o m

Cutting edge style L2

Back c lamp toolholder wi thout of fset  wi th 95° approach angle for  posi t ive 80° rhombic inserts

Right hand (R) shown.

Without offset

Designation Insert Torque*

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

SPARE PARTS

Designation Clamp Clamping screw Wrench

Cutting edge style L2

Screw-on toolholder wi thout of fset  wi th 95° approach angle for  posi t ive 80° rhombic inserts

Right hand (R) shown.

Without offset

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
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JSCLCR/L

JSCLCR-F

H B LF LH HF WF RE**

JSCLCR/L0808H06 8 8 100 12 8 10 0.4 CC**0602... 1.2

JSCLCR/L1010H06 10 10 100 12 10 12 0.4 CC**0602... 1.2

JSCLCR/L1212H09 12 12 100 16 12 16 0.8 CC**09T3... 1.2

JSCLCR/L1616H09 16 16 100 16 16 20 0.8 CC**09T3... 1.2

JSCLCR/L**H06 CSTB-2.5 T-8F

JSCLCR/L**H09 CSTB-4SD T-8F

JSCLCR**F15 CSTB-4SD T-8F

H
F H

B

LF

W
F

LH

95°

95°

LF
HBKL

LH

W
F

O
A
W

H
F

B
H

95°

95°
L2

H B LF L2 HBKL LH HF WF OAW RE**

JSCLCR1216F09-F15 12 16 85 12 27 12.5 12 15 28 0.2 CC**09T3... 1.2

JSCLCR1216X09-F15 12 16 120 12 27 12.5 12 15 28 0.2 CC**09T3... 1.2

JSCLCR1620X09-F15 16 20 120 12 27 12.5 16 15 28 0.2 CC**09T3... 1.2

Cutting edge style L

Screw-on toolholder wi th 95° approach angle for  posi t ive 80° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style L

Screw-on stepped-head toolholder wi th 95° approach angle for  posi t ive 80° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
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A CC E L E R A T E D  M A C H I N I N G

LF
LH

B
HH
F

W
F

HB
KW

30°
93°

JTDJ2CR/L1212F11

JTDJ2CR/L1212X11

JSCGCR/L

JTDJ2CR/L

H B LF LH HF WF RE**

JSCGCR/L1212H06 12 12 100 12 12 16 0.4 CC**0602... 1.2

JSCGCR/L1616H09 16 16 100 16 16 20 0.8 CC**09T3... 1.2

JSCGCR/L1212H06 CSTB-2.5 T-8F

JSCGCR/L1616H09 CSTB-4SD T-8F

JTDJ2CR/L**07 JCP-2 JDS-3525 P-2F

JTDJ2CR/L**11 JCP-3 JDS-5040 P-2.5F

H B LF LH HF WF HBKW RE**

JTDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC**0702... 0.9

JTDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC**0702... 0.9

JTDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC**0702... 0.9

JTDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC**11T3... 1.2

JTDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC**11T3... 1.2

JTDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC**11T3... 1.2

W
F

LF
LH

B

H
F H

91°

w w w . t u n g a l o y . c o m

Cutting edge style G

Screw-on toolholder wi th 91° approach angle for  posi t ive 80° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style J2

Back c lamp toolholder wi thout of fset  wi th 93° approach angle for  posi t ive 55° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamp Clamping screw Wrench

Without offset
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JSDJ2CR/L

JSDJCR-F

JSDJ2CR/L**07 CSTB-2.5 T-8F

JSDJ2CR/L**11 CSTB-4SD T-8F

JSDJCR**07-F15 CSTB-2.5 T-8F

JSDJCR**11-F15 CSTB-4SD T-8F

B
HH
F

LF
LH

W
F

30°

HB
KW

93°

JSDJ2CR/L1010X11

JSDJ2CR/L1212F11

JSDJ2CR/L1212X11

H B LF LH HF WF HBKW RE**

JSDJ2CR/L0808F07 8 8 85 14 8 8 - 0.2 DC**0702... 1.2

JSDJ2CR/L1010X07 10 10 120 14 10 10 - 0.2 DC**0702... 1.2

JSDJ2CR/L1010X11 10 10 120 20 10 10 4 0.2 DC**11T3... 1.2

JSDJ2CR/L1212F07 12 12 85 14 12 12 - 0.2 DC**0702... 1.2

JSDJ2CR/L1212F11 12 12 85 20 12 12 2 0.2 DC**11T3... 1.2

JSDJ2CR/L1212X07 12 12 120 14 12 12 - 0.2 DC**0702... 1.2

JSDJ2CR/L1212X11 12 12 120 20 12 12 2 0.2 DC**11T3... 1.2

JSDJ2CR/L1616X11 16 16 120 20 16 16 - 0.2 DC**11T3... 1.2

LF
HBKL

LH
L2

W
F

O
A
W

H
F

B
H

93°

H B LF L2 HBKL LH HF WF OAW RE**

JSDJCR1016X07-F15 10 16 120 12.5 27 14 10 15 26 0.2 DC**0702... 1.2

JSDJCR1216F07-F15 12 16 85 12.5 27 14 12 15 26 0.2 DC**0702... 1.2

JSDJCR1216X07-F15 12 16 120 12.5 27 14 12 15 26 0.2 DC**0702... 1.2

JSDJCR1216F11-F15 12 16 85 12.5 27 20 12 15 28 0.2 DC**11T3... 1.2

JSDJCR1216X11-F15 12 16 120 12.5 27 20 12 15 28 0.2 DC**11T3... 1.2

JSDJCR1620X11-F15 16 20 120 12.5 27 20 16 15 28 0.2 DC**11T3... 1.2

Cutting edge style J2

Screw-on toolholder wi thout of fset  wi th 93° approach angle for  posi t ive 55° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Without offset

Cutting edge style J

Screw-on stepped-head toolholder wi th 93° approach angle for  posi t ive 55° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
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A CC E L E R A T E D  M A C H I N I N G

30°

93°
H
F

H
F

LH
LF

LH
LF

5/16”-24UNF

B B

H H

O
A
W

W
F

O
A
W

W
F

5/16”-24UNF

JSDJ2CR/L-CHP

H B LF LH HF WF OAW RE**

JSDJ2CR/L1212F07-CHP 12 12 85 18 12 0 18 0.2 DC**0702... 0.9 1

JSDJ2CR/L1212F11-CHP 12 12 85 19 12 0 20.5 0.2 DC**11T3... 0.9 1

JSDJ2CR1212X11-CHP 12 12 120 19 12 0 20.5 0.2 DC**11T3... 1.2 2

JSDJ2CR1616X11-CHP 16 16 120 19 16 0 20.5 0.2 DC**11T3... 1.2 2

JSDJ2CR/L1212F07-CHP CSTB-2.5 S-CU-CHP T-8F - - - -

JSDJ2CR/L1212F11-CHP CSTB-4SD S-CU-CHP T-8F - - - -

JSDJ2CR**11-CHP CSTB-4SD S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

JSDJCR/L

H B LF LH HF WF RE**

JSDJCR/L0808H07 8 8 100 14 8 10 0.4 DC**0702... 1.2

JSDJCR/L1010H11 10 10 100 18 10 12 0.8 DC**11T3... 1.2

JSDJCR/L1212H07 12 12 100 14 12 16 0.4 DC**0702... 1.2

JSDJCR/L1212H11 12 12 100 18 12 16 0.8 DC**11T3... 1.2

JSDJCR/L1616H11 16 16 100 18 16 20 0.8 DC**11T3... 1.2

JSDJC**H07 CSTB-2.5 T-8F

JSDJC**H11 CSTB-4SD T-8F

W
F B

HH
F

LF
LH

30°
93°

w w w . t u n g a l o y . c o m

Fig. 1 Fig. 2Cutting edge style J2

Screw-on toolholder wi thout of fset  wi th 93° approach angle for  posi t ive 55° rhombic inserts,  
wi th channels for  h igh pressure coolant

Right hand (R) shown.

Designation Insert Torque* Fig.

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

SPARE PARTS

Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench

Without offset

Cutting edge style J

Screw-on toolholder wi th 93° approach angle for  posi t ive 55° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

JSDJ2CR/L-CHP: Parts for coolant hose → P.59 -Reference pages :
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OAL
LF

W
F

H
F

B
H

62.5°

LF

LH

W
F

B

H
F

H

62.5°

JSDNCN

JSDN3CR/L

H B LF LH HF WF RE**

JSDNCN1010X07 10 10 120 15 10 5 0.2 DC**0702... 1.2

JSDNCN1010X11 10 10 120 21 10 5 0.2 DC**11T3... 1.2

JSDNCN1212F07 12 12 85 15 12 6 0.2 DC**0702... 1.2

JSDNCN1212X07 12 12 120 15 12 6 0.2 DC**0702... 1.2

JSDNCN1212F11 12 12 85 21 12 6 0.2 DC**11T3... 1.2

JSDNCN1212X11 12 12 120 21 12 6 0.2 DC**11T3... 1.2

JSDNCN1616X11 16 16 120 21 16 8 0.2 DC**11T3... 1.2

JSDNCN**07 CSTB-2.5 T-8F

JSDNCN**11 CSTB-4SD T-8F

JSDN3CR1212H07 CSTB-2.5 T-8F

JSDN3CR1616H11 CSTB-4SD T-8F

H B OAL LF HF WF RE**

JSDN3CR1212H07 12 12 105 100 12 18 0.4 DC**0702... 1.2

JSDN3CR1616H11 16 16 107 100 16 25 0.8 DC**11T3... 1.2

Cutting edge style N

Screw-on toolholder wi th 62.5° approach angle for  posi t ive 55° rhombic inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style N3

Screw-on toolholder wi th 62.5° approach angle (N3-sty le )  for  posi t ive 55° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
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A CC E L E R A T E D  M A C H I N I N G

91°

H
F

B

LF
LH

W
F

H

JSDFCR/L

JS-SDUCL

H B LF LH HF WF RE**

JSDFCR/L1212H07 12 12 100 8 12 16 0.4 DC**0702... 1.2

JSDFCR/L1616H11 16 16 100 10.5 16 22 0.8 DC**11T3... 1.2

JSDFCR/L1212H07 CSTB-2.5 T-8F

JSDFCR/L1616H11 CSTB-4SD T-8F

JS**K-SDUCL07 CSTB-2.5 T-8F

JS**K-SDUCL11 CSTB-4SD T-8F

DCONMS WF LF H B WB RE**

JS19K-SDUCL07 19.05 6 125 18 18 11.5 0.4 DC**0702... 1.2

JS20K-SDUCL07 20 6 125 19 19 11.5 0.4 DC**0702... 1.2

JS22K-SDUCL07 22 6 125 21 21 11.5 0.4 DC**0702... 1.2

JS19K-SDUCL11 19.05 10 125 18 18 11.5 0.8 DC**11T3... 1.2

JS20K-SDUCL11 20 10 125 19 19 11.5 0.8 DC**11T3... 1.2

JS22K-SDUCL11 22 11 125 21 21 11.5 0.8 DC**11T3... 1.2

JS25K-SDUCL11 25.4 12 125 24 24 12.7 0.8 DC**11T3... 1.2

W
B

W
F

SDUCL07 SDUCL11

W
B

W
F

5

60.0

LF
25
20

H

DC
ON
MS

93° B

H

w w w . t u n g a l o y . c o m

Cutting edge style F

Screw-on toolholder for  fac ing with 91° approach angle for  posi t ive 55° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style U

Screw-on toolholder wi th 93° approach angle for  posi t ive 55° rhombic inserts

Left hand (L) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
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H
F

H
BW
F

LF
LH

91°

JTTACL0810K08 JCP-1 JDS-3525 P-2F

JTTACR/L**M11 JCP-2 JDS-3525 P-2F

LF
LH

B
H

W
F

H
F91°

JSTACR/L**K08 CSTB-2L T-6F

JSTACR/L**11 CSTB-2.5 T-8F

JTTACR/L

JSTACR/L

H B LF LH HF WF RE**

JTTACL0810K08 8 10 125 10 8 10 0.2 TC**0802... 0.9

JTTACR/L1212M11 12 12 150 12 12 12 0.4 TC**1102... 0.9

JTTACR/L1616M11 16 16 150 12 16 16 0.4 TC**1102... 0.9

H B LF LH HF WF RE**

JSTACR/L0808K08 8 8 125 10 8 8 0.2 TC**0802... 0.6

JSTACR/L1010K08 10 10 125 10 10 10 0.2 TC**0802... 0.6

JSTACR/L1212K11 12 12 125 12 12 12 0.4 TC**1102... 1.2

JSTACR/L1616H11 16 16 100 12 16 16 0.4 TC**1102... 1.2

Cutting edge style A

Back c lamp toolholder wi thout of fset  wi th 91° approach angle for  posi t ive 60° t r iangle inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamp Clamping screw Wrench

Cutting edge style A

Screw-on toolholder wi thout of fset  wi th 91° approach angle for  posi t ive 60° t r iangle inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Without offset

Without offset

Right hand (R) shown.
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H
F H

W
F B

LFLH
50°

93°

JSVJ2BR/L... CSTB-2.5 T-8F

JSVJBR/L... CSTB-2.5 T-8F

JSVJ2BR/L

JSVJBR/L

H B LF LH HF WF RE**

JSVJ2BR/L1010X11 10 10 120 21 10 10 0.2 VB**1103... 1.2

JSVJ2BR/L1212F11 12 12 85 21 12 12 0.2 VB**1103... 1.2

JSVJ2BR/L1212X11 12 12 120 21 12 12 0.2 VB**1103... 1.2

JSVJ2BR/L1616X11 16 16 120 21 16 16 0.2 VB**1103... 1.2

H B LF LH HF WF RE**

JSVJBR/L1010H11 10 10 100 20 10 12 0.4 VB**1103... 1.2

JSVJBR/L1212H11 12 12 100 22 12 16 0.4 VB**1103... 1.2

JSVJBR/L1616H11 16 16 100 22 16 20 0.4 VB**1103... 1.2

H
F

LF
LH

H
BW
F

50°
93°

w w w . t u n g a l o y . c o m

Cutting edge style J2

Screw-on toolholder wi thout of fset  wi th 93° approach angle for  posi t ive 35° rhombic inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style J

Screw-on toolholder wi th 93° approach angle for  posi t ive 35° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Without offset

Right hand (R) shown.
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50°

93°

H H

B B

LF
LH

LF
LH

H
F

H
F

5/16”-24UNF

O
A
W

W
F

O
A
W

W
F

5/16”-24UNF

50°

LF

B
H

LH

L2

H
F

HBKL

O
A
W

W
F

93°

JSVJBR**-F15 CSTB-2.5 T-8F

JSVJBR-F

H B LF L2 HBKL LH HF WF OAW RE**

JSVJBR1216F11-F15 12 16 85 12.6 27 21 12 15 26 0.2 VB**1103... 1.2

JSVJBR1216X11-F15 12 16 120 12.6 27 21 12 15 26 0.2 VB**1103... 1.2

JSVJBR1620X11-F15 16 20 120 12.6 27 21 16 15 26 0.2 VB**1103... 1.2

JSVJ2BR/L-CHP

H B LF LH HF WF OAW RE**

JSVJ2BR/L1212F11-CHP 12 12 85 23.6 12 0 14.7 0.2 VB**1103... 1.2 1

JSVJ2BR1212X11-CHP 12 12 120 23.6 12 0 14.7 0.2 VB**1103... 1.2 2

JSVJ2BR1616X11-CHP 16 16 120 23.6 16 0 16 0.2 VB**1103... 1.2 2

JSVJ2BR/L1212F11-CHP CSTB-2.5 S-CU-CHP T-8F - - - -

JSVJ2B**11-CHP CSTB-2.5 S-CU-CHP T-8F SR5/16UNFTL360 P-4 SSHM4-6-TB P-2

Fig. 1 Fig. 2

JSVJ2BR/L-CHP: Parts for coolant hose → P.59 -Reference pages :

Cutting edge style J

Screw-on stepped-head toolholder wi th 93° approach angle for  posi t ive 35° rhombic inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style J2

Screw-on toolholder wi thout of fset  wi th 93° approach angle for  posi t ive 35° rhombic inserts,  
wi th channels for  h igh pressure coolant

Right hand (R) shown.

Designation Insert Torque* Fig.

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

Without offset

Right hand (R) shown.

SPARE PARTS

Designation Clamping screw Coolant unit Wrench Coolant plug Wrench DirectJet plug Wrench
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A CC E L E R A T E D  M A C H I N I N G

LF
LH

B
H

W
F

H
F72.5°

W
F B

LFLH

H
F H

50°

91°

JSVABR/L... CSTB-2.5 T-8F

JSVNBN... CSTB-2.5 T-8F

JSVABR/L

JSVNBN

H B LF LH HF WF RE**

JSVABR/L1010K11 10 10 125 21 10 10 0.2 VB**1103... 1.2

JSVABL1212K11 12 12 125 21 12 12 0.2 VB**1103... 1.2

H B LF LH HF WF RE**

JSVNBN1010X11 10 10 120 22 10 5 0.2 VB**1103... 1.2

JSVNBN1212F11 12 12 85 22 12 6 0.2 VB**1103... 1.2

JSVNBN1212X11 12 12 120 22 12 6 0.2 VB**1103... 1.2

JSVNBN1616X11 16 16 120 22 16 8 0.2 VB**1103... 1.2

w w w . t u n g a l o y . c o m

Cutting edge style A

Screw-on toolholder wi thout of fset  wi th 91° approach angle for  posi t ive 35° rhombic inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style N

Screw-on toolholder wi th 72.5° approach angle for  posi t ive 35° rhombic inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Without offset

Right hand (R) shown.
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117.5°

W
F B

LF
LH

H
B
K
W

H
F H

W
F B

LF
LH

H
F H

45°

95°

JSVP2PR/L**08 CSTB-2L T-6F

JSVP2PR/L**11 CSTB-2.5 T-8F

JSVL2PR/L**08 CSTB-2L T-6F

JSVL2PR/L**11 CSTB-2.5 T-8F

JSVP2PR/L

JSVL2PR/L

H B LF LH HF WF RE**

JSVL2PR/L1010X08 10 10 120 16 10 10 0.2 VP**0802... 0.6

JSVL2PR/L1010K08 10 10 125 16 10 10 0.2 VP**0802... 0.6

JSVL2PR/L1212F08 12 12 85 16 12 12 0.2 VP**0802... 0.6

JSVL2PR/L1212F11 12 12 85 21 12 12 0.2 VP**1103... 1.2

JSVL2PR/L1212X08 12 12 120 16 12 12 0.2 VP**0802... 0.6

JSVL2PR/L1212X11 12 12 120 21 12 12 0.2 VP**1103... 1.2

JSVL2PR/L1212K08 12 12 125 16 12 12 0.2 VP**0802... 0.6

JSVL2PR/L1616X08 16 16 120 16 16 16 0.2 VP**0802... 0.6

JSVL2PL1616K08 16 16 125 16 16 16 0.2 VP**0802... 0.6

JSVL2PR/L1616X11 16 16 120 21 16 16 0.2 VP**1103... 1.2

H B LF LH HF WF HBKW RE**

JSVP2PR/L1010K08 10 10 125 16 10 10 4 0.2 VP**0802... 0.6

JSVP2PR/L1010K11 10 10 125 20 10 10 8 0.2 VP**1103... 1.2

JSVP2PR/L1212K08 12 12 125 16 12 12 2 0.2 VP**0802... 0.6

JSVP2PR/L1212K11 12 12 125 20 12 12 6 0.2 VP**1103... 1.2

JSVP2PR/L1616K08 16 16 125 16 16 16 2 0.2 VP**0802... 0.6

JSVP2PR/L1616K11 16 16 125 20 16 16 6 0.2 VP**1103... 1.2

Cutting edge style L2

Screw-on toolholder wi thout of fset  wi th 95° approach angle for  posi t ive 35° rhombic inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Cutting edge style P2

Screw-on toolholder wi thout of fset  wi th 117.5° approach angle for  posi t ive 35° rhombic inserts

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Without offset

Without offset

Right hand (R) shown.
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115°

LF
LH

W
F

H
F

B
H

95°

H
BW
F

LH
LF

H
F

91°

JTTANR/L... JCP-3N JDS-5040 P-2.5F

JTTLNR/L... JCP-3N JDS-5040 P-2.5F

JTTANR/L

JTTLNR/L

H B LF LH HF WF RE**

JTTANR/L1216K16 12 16 125 19.8 12 16 0.4 TN**1604... 1.2

JTTANR/L1616K16 16 16 125 19.8 16 16 0.4 TN**1604... 1.2

H B LF LH HF WF RE**

JTTLNR/L1216F16 12 16 85 17 12 16 0.4 TN**1604... 1

JTTLNR/L1216X16 12 16 120 17 12 16 0.4 TN**1604... 1

JTTLNR/L1616X16 16 16 120 17 16 16 0.4 TN**1604... 1

w w w . t u n g a l o y . c o m

Cutting edge style A

Back c lamp toolholder wi thout of fset  wi th 91º approach angle for  negat ive 60° t r iangular  inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamp Clamping screw Wrench

Without offset

Right hand (R) shown.

Cutting edge style L

Back c lamp toolholder wi thout of fset  wi th 95º approach angle for  negat ive 60° t r iangular  inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Clamp Clamping screw Wrench

Without offset

Right hand (R) shown.
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LF
LH

CDX

B
H

W
F

H
F

HB
HAPMX = 2.5 mm

A
P

M
X

 

LF

W
F

H
F

B
H

LH

45°

95°

PTL2NR/L

H B LF LH HF WF RE**

PTL2NR/L2020H16 20 20 100 22 20 20 0.4 TN**1604... 2

PTL2NR/L... LST317 D30 LCS3 P-2.5 LSP3 LCL3

JSTBR/L... CSTB-4SD T-8F

JSTBR/L

H B LF LH CDX HF WF HBH

JSTBR/L1010X3 10 10 120 15 5 10 6 5 JTBR/L3... 1.2

JSTBL1010K3 10 10 125 15 5 10 6 5 JTBR/L3... 1.2

JSTBR/L1212F3 12 12 85 15 5 12 8 3 JTBR/L3... 1.2

JSTBR/L1212X3 12 12 120 15 5 12 8 3 JTBR/L3... 1.2

JSTBR/L1616X3 16 16 120 15 5 16 12 - JTBR/L3... 1.2

Cutting edge style L2

Lever lock type toolholder wi thout of fset  wi th 95º approach angle for  negat ive 60° t r iangular  inserts

Designation Insert Torque*

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

SPARE PARTS

Designation Shim Clamping screw Lever Spring pin Wrench

Screw-on toolholder for  back turn ing

Right hand (R) shown.

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Without offset

Right hand (R) shown.
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W
B

25ø3
2

H

H

W
F

C
D

X

D
C

O
N

M
SLF

17

A
P

M
X

APMX = 2.5 mm

JS**-TBL3 CSTB-4S T-15F

JSEGR/L... CSTB-2.5 T-8F

JS-TBL3

JSEGR/L

DCONMS H LF CDX WF WB

JS19K-TBL3 19.05 18 125 4.5 6 11.5 JTBR3... 3

JS20K-TBL3 20 19 125 4.5 6 11.5 JTBR3... 3

JS22K-TBL3 22 21 125 4.5 6 11.5 JTBR3... 3

JS25K-TBL3 25.4 24 125 4.5 10 12.7 JTBR3... 3

H B LF CDX HF WF

JSEGR/L1010K10 10 10 125 3.3 10 7.5 J10ER/L... 1.2

JSEGR/L1212K10 12 12 125 3.3 12 9.5 J10ER/L... 1.2

JSEGR/L1616K10 16 16 125 3.3 16 13.5 J10ER/L... 1.2

APMX = 3 mm

LF

B

W
F

H
F H

CDX

A
P

M
X

w w w . t u n g a l o y . c o m

Screw-on toolholder for  back turn ing

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench

Screw-on toolholder for  back turn ing

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
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1  
2

2  1

A/E**-SDXXR/L... SR34-514 T-7F

A/E-SDXXR/L

15.5˚

LF

100°

H

W
F

f2 LHGAMF

GAMP

DMIN

D
C
O
N
M
S

DMIN DCONMS WF LF LH H f2 GAMP GAMF RE**

A10K-SDXXR/L07-D130 13 10 7.6 125 20 9 2.6 -14 -16 0.4 DXGU0703**L/R... 0.9

A12M-SDXXR/L07-D160 16 12 8.6 150 24 11 2.6 -14 -14 0.4 DXGU0703**L/R... 0.9

A16Q-SDXXR/L07-D200 20 16 10.6 180 32 15 2.6 -13 -13 0.4 DXGU0703**L/R... 0.9

A20R-SDXXR/L07-D240 24 20 12.6 200 36 18 2.6 -13 -12 0.4 DXGU0703**L/R... 0.9

E10M-SDXXR/L07-D130 13 10 7.6 150 25 9 2.6 -14 -16 0.4 DXGU0703**L/R... 0.9

E12Q-SDXXR/L07-D160 16 12 8.6 180 27 11 2.6 -14 -14 0.4 DXGU0703**L/R... 0.9

E16R-SDXXR/L07-D200 20 16 10.6 200 32 15 2.6 -13 -13 0.4 DXGU0703**L/R... 0.9

E20S-SDXXR/L07-D240 24 20 12.6 250 36 18 2.6 -13 -12 0.4 DXGU0703**L/R... 0.9

SDXXR··DXGU0703··L SWLXL·· DXGU0703··R

Use the right hand toolholder (R) for the left hand insert (L)
Use the left hand toolholder (L) for the right hand insert (R)

Left hand toolholder with right hand insert shownRight hand toolholder with left hand insert shown

Designation Material Insert Torque*

STEEL

STEEL

STEEL

STEEL

CARBIDE

CARBIDE

CARBIDE

CARBIDE

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

Note: Use the right hand toolholder (R) for the left hand insert (L). Use the left hand toolholder (L) for the right hand insert (R)

For 55° rhombic insert  wi th 4 edges

Cutting edge style X Right hand (R) shown.

SPARE PARTS
Designation Clamping screw Wrench

Internal  toolholders
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26˚
L3

H

93°

LF

W
F

f2

LH

GAMF

GAMP

DMIN

D
C
O
N
M
S

SDZXR·· SDZXL··DXGU0703··R DXGU0703··L

1  
2

2  1

A/E**-SDZXR/L... SR34-514 T-7F

A/E-SDZXR/L

DMIN DCOONMS WF LF LH L3 H f2 GAMP GAMF RE**

A12M-SDZXR/L07-D140 14 12 10.5 150 30 13 11 4.5 -10 -14 0.4 DXGU0703**R/L... 0.9

A16Q-SDZXR/L07-D160 16 16 12.5 180 35 13 15 4.5 -10 -12.5 0.4 DXGU0703**R/L... 0.9

A20R-SDZXR/L07-D200 20 20 14.5 200 40 13 18 4.5 -10 -10.5 0.4 DXGU0703**R/L... 0.9

E12Q-SDZXR/L07-D180 18 12 10.5 180 - 13 11 4.5 -11 -11 0.4 DXGU0703**R/L... 0.9

E16R-SDZXR/L07-D220 22 16 12.5 200 - 13 15 4.5 -11 -9 0.4 DXGU0703**R/L... 0.9

w w w . t u n g a l o y . c o m

Right hand toolholders (R) are used with right hand inserts (R) 
Left hand toolholders (L) are used with left hand inserts (L)

Left hand toolholder with left hand insert shownRight hand toolholder with right hand insert shown

STEEL

STEEL

STEEL

CARBIDE

CARBIDE

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

Note: Use the right hand toolholder (R) for the right hand insert (R). Use the left hand toolholder (L) for the left hand insert (L)

Designation Material Insert Torque*

For 55° rhombic insert  wi th 4 edges

Cutting edge style Z Right hand (R) shown.

SPARE PARTS
Designation Clamping screw Wrench



52 SH725

W
F

LH LF

GAMP

GAMF

DMIN

D
C
O
N
M
S

H

95°

1  
2

SWLXR··WXGU0403··L

2  1

SWLXL·· WXGU0403··R

A/E**-SWLXR/L... SR34-514 T-7F

A/E-SWLXR/L

DMIN DCONMS WF LF LH H GAMP GAMF RE**

A10K-SWLXR/L04-D120 12 10 6 125 20 9 -10 -16 0.4 WXGU0403**L/R... 0.9

A12M-SWLXR/L04-D140 14 12 7 150 24 11 -10 -14 0.4 WXGU0403**L/R... 0.9

A16Q-SWLXR/L04-D180 18 16 9 180 32 15 -10 -11 0.4 WXGU0403**L/R... 0.9

A20R-SWLXR/L04-D220 22 20 11 200 36 18 -10 -10 0.4 WXGU0403**L/R... 0.9

E10M-SWLXR/L04-D120 12 10 6 150 25 9 -10 -16 0.4 WXGU0403**L/R... 0.9

E12Q-SWLXR/L04-D140 14 12 7 180 27 11 -10 -14 0.4 WXGU0403**L/R... 0.9

E16R-SWLXR/L04-D180 18 16 9 200 32 15 -10 -11 0.4 WXGU0403**L/R... 0.9

E20S-SWLXR/L04-D220 22 20 11 250 36 18 -10 -10 0.4 WXGU0403**L/R... 0.9

Use the right hand toolholder (R) for the left hand insert (L)
Use the left hand toolholder (L) for the right hand insert (R)

Left hand toolholder with right hand insert shownRight hand toolholder with left hand insert shown

Designation Material Insert Torque*

STEEL

STEEL

STEEL

STEEL

CARBIDE

CARBIDE

CARBIDE

CARBIDE

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

Note: Use the right hand toolholder (R) for the left hand insert (L). Use the left hand toolholder (L) for the right hand insert (R)

For t r igon insert  wi th 6 edges

Cutting edge style L Right hand (R) shown.

SPARE PARTS
Designation Clamping screw Wrench
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DMIN DCONMS WF LF LH H GAMP GAMF RE**

A04F-SCLCR/L03-D050 5 4 2.5 80 8 3.8 0 -15 0.2 CC**03X1... 0.6

A05F-SCLCR/L03-D060 6 5 3 80 9 4.8 0 -13 0.2 CC**03X1... 0.6

A06G-SCLCR/L04-D070 7 6 3.5 90 11 5.75 0 -13 0.2 CC**04T1... 0.6

A07G-SCLCR/L04-D080 8 7 4 90 12 6.75 0 -11 0.2 CC**04T1... 0.6

E04G-SCLCR/L03-D050 5 4 2.5 90 9 3.8 0 -15 0.2 CC**03X1... 0.6

E05G-SCLCR/L03-D060 6 5 3 90 10 4.8 0 -13 0.2 CC**03X1... 0.6

E06H-SCLCR/L04-D070 7 6 3.5 100 12 5.75 0 -13 0.2 CC**04T1... 0.6

E07H-SCLCR/L04-D080 8 7 4 100 14 6.75 0 -11 0.2 CC**04T1... 0.6

DMIN

95°

GAMF LFLH

D
C
O
N
M
S

H

GAMP

W
F

A**-SCLCR/L03-D... CSTA-1.6 T-6F

A**-SCLCR/L04-D... CSTB-2 T-6F

E**-SCLCR/L03-D... CSTA-1.6 T-6F

E**-SCLCR/L04-D... CSTB-2 T-6F

A/E-SCLCR/L

95°
DMIN

GAMF LF
LH

H

GAMP

W
F

f2

D
C
O
N
M
S

A**-SEZPR/L03-D... CSTA-1.6 T-6F

E**-SEZPR/L03-D... CSTA-1.6 T-6F

A/E-SEZPR/L

DMIN DCONMS WF LF LH H f2 GAMP GAMF RE**

A04F-SEZPR/L03-D055 5.5 4 3.2 80 4 3.8 1.2 0 -8 0.2 EP**03X1... 0.6

A05F-SEZPR/L03-D065 6.5 5 3.7 80 5 4.8 1.2 0 -6 0.2 EP**03X1... 0.6

E04G-SEZPR/L03-D055 5.5 4 3.2 90 5 3.8 1.2 0 -8 0.2 EP**03X1... 0.6

E05G-SEZPR/L03-D065 6.5 5 3.7 90 6 4.8 1.2 0 -6 0.2 EP**03X1... 0.6

w w w . t u n g a l o y . c o m

STEEL

STEEL

STEEL

STEEL

CARBIDE

CARBIDE

CARBIDE

CARBIDE

Insert Torque*Designation Material

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

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

toolholders (SCLCR** type).

Cutting edge style L

Designation Clamping screw Wrench

Screw-on bor ing bars,  for  posi t ive 80° rhombic inserts

Right hand (R) shown.

SPARE PARTS

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

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

toolholders (SEZPL ** type).

Cutting edge style Z

Designation Clamping screw Wrench

Screw-on bor ing bars,  for  posi t ive 75° rhombic inserts

Right hand (R) shown.

SPARE PARTS

Designation Material

STEEL

STEEL

CARBIDE

CARBIDE

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

A04F-SEXPR/L03-D045 4.5 4 2.3 80 8 3.8 0 -15 0.2 EP**03X1... 0.6

A04F-SEXPR/L03-D050 5 4 2.5 80 8 3.8 0 -13 0.2 EP**03X1... 0.6

A05F-SEXPR/L04-D055 5.5 5 2.75 80 9 4.8 0 -12 0.4 EP**0401... 0.6

A06G-SEXPR/L04-D070 7 6 3.6 90 11 5.75 0 -12 0.4 EP**0401... 0.6

A08H-SEXPR/L04-D055 5.5 8 2.75 100 16 7.5 0 -12 0.4 EP**0401... 0.6

A08H-SEXPR/L04-D070 7 8 3.6 100 20 7.5 0 -12 0.4 EP**0401... 0.6

E04G-SEXPR/L03-D045 4.5 4 2.3 90 9 3.8 0 -15 0.2 EP**03X1... 0.6

E04G-SEXPR/L03-D050 5 4 2.5 90 9 3.8 0 -13 0.2 EP**03X1... 0.6

E05G-SEXPR/L04-D055 5.5 5 2.75 90 10 4.8 0 -12 0.4 EP**0401... 0.6

E06H-SEXPR/L04-D070 7 6 3.6 100 12 5.75 0 -12 0.4 EP**0401... 0.6

E08K-SEXPR/L04-D055 5.5 8 2.75 125 28 7.5 0 -12 0.4 EP**0401... 0.6

E08K-SEXPR/L04-D070 7 8 3.6 125 40 7.5 0 -12 0.4 EP**0401... 0.6

A/E-SEXPR/L

A**-SEXPR/L03-D... CSTA-1.6 T-6F

A**-SEXPR/L04-D... CSTB-2 T-6F

E**-SEXPR/L03-D... CSTA-1.6 T-6F

E**-SEXPR/L04-D... CSTB-2 T-6F

GAMP

DMIN

GAMF

W
F

LF

H

LH

W
F

LF

100°

D
C
O
N
M
S

DC
ON
MS

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

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

toolholders (SEXPR** type).

STEEL

STEEL

STEEL

STEEL

STEEL

STEEL

CARBIDE

CARBIDE

CARBIDE

CARBIDE

CARBIDE

CARBIDE

Insert Torque*Designation Material

Cutting edge style X

Screw-on bor ing bars,  for  posi t ive 75° rhombic inserts

Right hand (R) shown.

Designation Clamping screw Wrench

SPARE PARTS

Straight shank 
style
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DMIN DCONMS WF LF LH H f2 GAMP GAMF RE**

A07G-STUPR/L07-D080 8 7 4 90 12 6.75 0.4 5 -10 0.4 TP**0701... 0.9

A08H-STUPR/L07-D080 8 8 4 100 19.5 7.5 0.5 5 -10 0.4 TP**0701... 0.9

E07H-STUPR/L07-D080 8 7 4 100 14 6.75 0.3 5 -10 0.4 TP**0701... 0.9

E08G-STUPR07-D080 8 8 4 90 44.5 7.5 0.5 5 -10 0.4 TP**0701... 0.9

E08K-STUPR/L07-D080 8 8 4 125 44.5 7.5 0.5 5 -10 0.4 TP**0701... 0.9

95°

DMIN

GAMF LFLH

H

GAMP

W
F

f2

D
C
O
N
M
S

A07/08-STUPR/L07/09-D... CSTB-2.2L038 T-7F

E07/08-STUPR/L07/09-D... CSTB-2.2L038 T-7F

A/E-STUPR/L

DMIN DCONMS WF LF LH H GAMP GAMF RE** 

A05F-SWUBR/L03-D060 6 5 3 80 9 4.8 0 -13 0.4 WB**0301... 0.6

A06G-SWUBR/L03-D070 7 6 3.5 90 11 5.75 0 -12 0.4 WB**0301... 0.6

A07G-SWUBR/L03-D080 8 7 4 90 12 6.75 0 -11 0.4 WB**0301... 0.6

A08H-SWUBR03-D060 6 8 3.1 100 18 7.5 0 -12 0.4 WB**0301... 0.6

A08H-SWUBR03-D070 7 8 3.6 100 20 7.5 0 -12 0.4 WB**0301... 0.6

E05G-SWUBR/L03-D060 6 5 3 90 10 4.8 0 -13 0.4 WB**0301... 0.6

E06H-SWUBR/L03-D070 7 6 3.5 100 12 5.75 0 -12 0.4 WB**0301... 0.6

E07H-SWUBR/L03-D080 8 7 4 100 14 6.75 0 -11 0.4 WB**0301... 0.6

E08K-SWUBR03-D060 6 8 3.1 125 30 7.5 0 -12 0.4 WB**0301... 0.6

E08K-SWUBR03-D070 7 8 3.6 125 40 7.5 0 -12 0.4 WB**0301... 0.6

A/E**-SWUBR/L... CSTB-2 T-6F

A/E-SWUBR/L

93°

DMIN

GAMF LF
LH

H

GAMP

W
F

LFW
F

D
C
O
N
M
S

DC
ON

MS

w w w . t u n g a l o y . c o m

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

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

toolholders (STUPR ** type).

Designation Material

STEEL

STEEL

CARBIDE

CARBIDE

CARBIDE

Cutting edge style U

Screw-on bor ing bars,  for  posi t ive t r iangle inserts

Right hand (R) shown.

Designation Clamping screw Wrench

SPARE PARTS

Insert Torque*

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

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

toolholders (SWUBR** type).

STEEL

STEEL

STEEL

STEEL

STEEL

CARBIDE

CARBIDE

CARBIDE

CARBIDE

CARBIDE

Insert Torque*Designation Material

Cutting edge style U

Designation Clamping screw Wrench

Screw-on bor ing bars,  for  posi t ive t r igon inserts

Right hand (R) shown.

SPARE PARTS

Straight shank 
style
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LF

LH

B
HH
F

HB
H

W
F

CW
N-

CW
X

LF

W
F

H
F

B
H

LH

CDX

35°C
W
N
-

C
W
X

JSVGR/L

JSTGR/L

JSVGR/L CSTB-3S T-9F (T-8L)

JSTGR/L... CSTB-4SD T-8F (T-8L)

CWN CWX CDX H B LF LH HF WF

JSVGR/L1010K-C 0.33 2 6.2 10 10 125 23 10 10 JVGR/L... 2.3

JSVGR/L1212K-C 0.33 2 6.2 12 12 125 23 12 12 JVGR/L... 2.3

JSVGR/L1616K 0.33 2 6.2 16 16 125 23 16 16 JVGR/L... 2.3

CWN CWX H B LF LH HF WF HBH

JSTGR/L1010X3 0.33 3 10 10 120 18.5 10 10 2 JTGR/L3... 1.2

JSTGR/L1212F3 0.33 3 12 12 85 18.5 12 12 - JTGR/L3... 1.2

JSTGR/L1212X3 0.33 3 12 12 120 18.5 12 12 - JTGR/L3... 1.2

JSTGR/L1616X3 0.33 3 16 16 120 18.5 16 16 - JTGR/L3... 1.2

JSTGL1616K3 0.33 3 16 16 125 18.5 16 16 - JTGR/L3... 1.2

Grooving

External  grooving toolholders

Designation Insert Torque*

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

SPARE PARTS

Designation Clamping screw Wrench
Wrench 1 

(Optional parts)

SPARE PARTS

Designation Clamping screw Wrench
Wrench 1 

(Optional parts)

Right hand (R) shown.

External  grooving toolholders

Designation Insert Torque*

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

Right hand (R) shown.

C-type
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A CC E L E R A T E D  M A C H I N I N G

H

LF

LH

H

DC
O
N
M
S

W
F

W
B

CWN-
CWX

JS-TGL3

JS**-TGL3 CSTB-4S T-15F

CWN CWX DCONMS WF LF LH H WB

JS19K-TGL3 0.33 3 19.05 6 125 20 18 11.5 JTGR3... 3.0

JS20K-TGL3 0.33 3 20 6 125 20 19 11.5 JTGR3... 3.0

JS22K-TGL3 0.33 3 22 6 125 20 21 11.5 JTGR3... 3.0

JS25K-TGL3 0.33 3 25.4 10 125 20 24 12.7 JTGR3... 3.0

w w w . t u n g a l o y . c o m

External  grooving toolholders

Designation Insert Torque*

• Left hand toolholders (TGL3) are used with right hand inserts (JTGR3).

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

Left hand (L) shown.

Designation Clamping screw Wrench

SPARE PARTS
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H

LF

H

90
°W
F

W
B

D
C
O
N
M
S

LF

LH

B
H

W
F

H
F

H
B
H

5˚

JSTTR/L

JS-TTL3

JSTTR/L... CSTB-4SD T-8F (T-8L)

H B LF LH HF WF HBH

JSTTR/L1010X3 10 10 120 18.5 10 9.5 2 JTTR/L3...

JSTTR/L1212F3 12 12 85 18.5 12 11.5 - JTTR/L3...

JSTTR/L1212X3 12 12 120 18.5 12 11.5 - JTTR/L3...

JSTTR/L1616X3 16 16 120 18.5 16 15.5 - JTTR/L3...

JS**-TTL3 CSTB-4S T-15F

DCONMS WF LF H WB

JS19K-TTL3 19.05 10 125 18 11.5 JTTR30...

JS20K-TTL3 20 10 125 19 11.5 JTTR30...

JS22K-TTL3 22 10 125 21 11.5 JTTR30...

JS25K-TTL3 25.4 10 125 24 12.7 JTTR30...

Threading

External  threading toolholders

Designation Insert

• Recommend clamping torque: 1.2 N.m

SPARE PARTS

Designation Clamping screw Wrench
Wrench 1 

(Optional parts)

Right hand (R) shown.

External  threading toolholders

Designation Insert

• Recommend clamping torque: 3.5 N.m

Left hand (L) shown.

Designation Clamping screw Wrench

SPARE PARTS



59

JSDJ2X... / JSWL2X... / JSVJ2X... / JSDJ2C... / JSVJ2B...

 

CHP-CONECTOR5/16-G1/8 - -

CHP-HOSE-G1/8-7/16-200BS(1) CHP-HOSE-5/16-7/16-200BS(1) CHP-HOSE-5/16-7/16-200BS(1)

CHP-HOSE-G1/8-7/16-250BS(1) - -

CHP-HOSE-G1/8-G1/8-200BB(2) - -

CHP-HOSE-G1/8-G1/8-250BB(2) - -

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

CHP-COPPER-SEAL1/8 CHP-COPPER-SEAL1/8 CHP-COPPER-SEAL1/8

 5/16”-24UNF

 5/16”-24UNF  5/16”-24UNF

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

The hose can be connected on the back side, front side, or back-end side.

TUBE CONNECTIONS FOR TungTurn-Jet

Back Front Back end

Connector

Hose

Hose

Hose

(1): The tube thread type on the machine side is 7/16” -20UNF, female thread. 

Therefore, use both Nipple (3) and Washer (3) to connect to the machine G1/8 femail thread. 

(2): The thread type on the machine side is G1/8” -28 BSPP, male thread.

≤ 16 mm

Designation

Shank size

Connection

Example of 
connection

Connector for toolholder

Connector for machine(3)

Washer for machine(3)

Hose
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CHP-CONECTOR5/16-G1/8 - -

CHP-HOSE-G1/8-7/16-200BS(1) - CHP-HOSE-5/16-7/16-200BS(1)

CHP-HOSE-G1/8-7/16-250BS(1) - -

CHP-HOSE-G1/8-G1/8-200BB(2) - -

CHP-HOSE-G1/8-G1/8-250BB(2) - -

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

CHP-COPPER-SEAL1/8 - CHP-COPPER-SEAL1/8

 5/16”-24UNF

 5/16”-24UNF

direct  jet
u n gT system

Designation

Back Front Back end

Shank size

Connection

Example of 
connection

Connector for toolholder

Connector for machine(3)

Washer for machine(3)

Hose

Connector

Hose

DirectTungJet

Hose

(1): The tube thread type on the machine side is 7/16” -20UNF, female thread.

Therefore, use both Nipple (3) and Washer (3) to connect to the machine G1/8 femail thread. 

(2): The thread type on the machine side is G1/8” -28 BSPP, male thread.

12 - 20 mm

Toolholders for Direct Tung Jet

TUBE CONNECTIONS FOR DirectTung-Jet
Requires external coolant subassembly
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CHP-NIPPLE-G1/8-7/16UNF øD ød W

CHP-COPPER-SEAL1/8 15 10 1

CHP-COPPER-SEAL5/16 11 8 1

CHP-COPPER-SEAL5/16-2.5 11 8 2.5

CHP-CONECTOR/5/16-G1/8

(Mpa)L Th Th1

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

w w w . t u n g a l o y . c o m

A CC E L E R A T E D  M A C H I N I N G

Designation
Designation

Designation

Dimensions (mm)

Connector

Connector for small lathe
with seal washer

Seal washer

Designation

Dimensions (mm)

Threading sizeLength Fig.

Max.
pressure

Fig. 1 Fig. 2

Connecting hose

PARTS FOR COOLANT HOSE
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JSEGR1212K10 SVLPR1212X-11FF

J10ER010BF VPET110301MFR-JRP

SH725 SH725

100 150

0.04 0.02

1.2 0.5
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0

35 mm
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Shaft Shaft 

SUM24L / Low-carbon free-cutting steel SCM415 / 18CrMo4

Back Turning

Wet

Insert in SH725 
grade maintains 
accuracy in 
machined 
dimensions and 
extends tool life  
by 2 times even in 
back turning due to 
excellent wear and 
chipping resistance. Competitor

Tool life 
200%
UP!

N
um

be
r 

of
 p

ic
es

 w
or

k 
(p

cs
 /

 c
or

ne
r)

External turning 

Wet

PRACTICAL EX AMPLES

CompetitorN
um

be
r 

of
 p

ic
es

 w
or

k 
(p

cs
 /

 c
or

ne
r)
Tool life 
130% 
UP!

SH725 extends tool 
life by 130% and 
reduces fl ank wear 
due to improved 
wear resistance.

Workpiece type

Toolholder

Insert

Grade

Workpiece material

Cutting speed : Vc(m/min)

Feed                : f (mm/rev)

Depth of cut    : ap (mm)

Machining

Coolant

Results



Check our site and our 
App to get more info!



Tungaloy Scandinavia AB
Bultgatan 38
442 40 Kungälv, Sweden
Phone: +46-462119200 
www.tungaloy.se

Tungaloy Rus, LLC
115432, Moscow, Andropov Avenue, 18, 
building 7, 11th fl oor (offi ce 3). Metro station 
“Technopark”. Business center «I-Land».
Phone: +7-499-683-01-80/81 
www.tungaloy.com/ru

Tungaloy Polska Sp. z o.o.
ul. Genewska 24 
03-963 Warszawa, Poland
Phone: +48-22-617-0890 
Fax: +48-22-617-0890
www.tungaloy.com/pl

Tungaloy U.K. Ltd
Gallan Park 
Watling Street
Cannock WS11 0XG, UK
Phone: +44 121 4000 231 
Fax: +44 121 270 9694  
www.tungaloy.com/uk  
salesinfo@tungaloyuk.co.uk

Tungaloy Hungary Kft
Erzsébet királyné útja 125 
H-1142 Budapest, Hungary 
Phone: +36 1 781-6846  
Fax: +36 1 781-6866
www.tungaloy.com/hu  
info@tungaloytools.hu

Tungaloy Turkey
Dudullu OSB 4. Cad No:4 
34776 Ümraniye Istanbul, TURKEY 
Phone: +90 216 540 04 67  
Fax: +90 216 540 04 87
www.tungaloy.com.tr  
info@tungaloy.com.tr

Tungaloy Benelux b.v.
Tjalk 70
NL-2411 NZ Bodegraven, Netherlands 
Phone: +31 172 630 420  
Fax: +31 172 630 429
www.tungaloy-benelux.com

Tungaloy Croatia
Ulica bana Josipa Jelačića 87, 
10430 Samobor
Phone: +385 1 3326 604  
Fax: +385 1 3327 683
www.tungaloy.hr 

Tungaloy Cutting Tool 
(Shanghai) Co.,Ltd.
Rm No 401 No.88 Zhabei 
Jiangchang No.3 Rd
Shanghai 200436, China
Phone: +86-21-3632-1880 
Fax: +86-21-3621-1918
www.tungaloy.com/cn

Tungaloy Cutting Tools 
Taiwan Co.,Ltd.
9F.No.293, Zhongyang Rd. 
Xinzhuang Dist.
New Taipei City 24251
Phone: +886-2-8521-9986 
Fax: +886-2-8521-8935
www.tungaloy.com/tw 

Tungaloy Cutting Tool 
(Thailand) Co.,Ltd.
Interlink tower 4th Fl. 
1858/5-7 Bangna-Trad Road 
km.5 Bangna, Bangna, Bangkok 10260
Thailand
Phone: +66-2-751-5711 
Fax: +66-2-751-5715
www.tungaloy.co.th

Tungaloy Singapore (Pte.), Ltd.
62 Ubi Road 1, #06-11 Oxley BizHub 2
Singapore 408734
Phone: +65-6391-1833 
Fax: +65-6299-4557
www.tungaloy.com/sg

 Tungaloy Vietnam
 LE04.38, Lexington Residence
 67 Mai Chi Tho St., Dist. 2, 
 Ho Chi Minh City, Vietnam
 Phone: +84-2837406660 
 www.tungaloy.com/sg

Tungaloy India Pvt. Ltd.
Indiabulls Finance Centre,
Unit # 902-A, 9th Floor,
Tower 1, Senapati Bapat Marg,
Elphinstone Road (West),
Mumbai -400013, India
Phone: +91-22-6124-8804 
Fax: +91-22-6124-8899
www.tungaloy.com/in

Tungaloy Korea Co., Ltd
#1312, Byucksan Digital Valley 5-cha
Beotkkot-ro 244, Geumcheon-gu
153-788 Seoul, Korea
Phone: +82-2-2621-6161 
Fax: +82-2-6393-8952
www.tungaloy.com/kr

Tungaloy Malaysia Sdn Bhd
50 K-2, Kelana Mall, Jalan SS6/14
Kelana Jaya, 47301 
Petaling Jaya, Selangor Darul Ehsan 
Malaysia
Phone: +603-7805-3222 
Fax: +603-7804-8563
www.tungaloy.com/my

Tungaloy Australia Pty Ltd
PO Box 2232, 68/1470 
Ferntree Gully Road, Knoxfi eld 
Victoria 3180, Australia
Phone: +61-3-9755-8147 
Fax: +61-3-9755-6070
www.tungaloy.com.au

PT. Tungaloy Indonesia
Kompleks Grand Wisata Block AA-10 No.3-5 
Cibitung 
Bekasi 17510, Indonesia
Phone: +62-21-8261-5808 
Fax: +62-21-8261-5809
www.tungaloy.com/id

Tungaloy Corporation (Head offi ce)
11-1 Yoshima-Kogyodanchi
Iwaki-city, Fukushima, 970-1144 Japan
Phone: +81-246-36-8501 
Fax: +81-246-36-8542
www.tungaloy.co.jp

Tungaloy America, Inc.
3726 N Ventura Drive
Arlington Heights,IL 60004, U.S.A.
Phone: +1-888-554-8394 
Fax: +1-888-554-8392
www.tungaloy.com/us

 Tungaloy Canada
 432 Elgin St. Unit 3
 Brantford, Ontario N3S 7P7, Canada
 Phone: +1-519-758-5779 
 Fax: +1-519-758-5791
 www.tungaloy.com/ca

Tungaloy de Mexico S.A.
C Los Arellano 113, 
Parque Industrial Siglo XXI
Aguascalientes, AGS, Mexico 20290
Phone: +52-449-929-5410 
Fax: +52-449-929-5411
www.tungaloy.com/mx

Tungaloy do Brasil Ltda.
Avd. Independencia N4158 Residencial Flora
13280-000 Vinhedo, São Paulo, Brasil
Phone: +55-19-38262757 
Fax: +55-19-38262757
www.tungaloy.com/br

Tungaloy Germany GmbH
An der Alten Ziegelei 1
D-40789 Monheim, Germany
Phone: +49-2173-90420-0 
Fax: +49-2173-90420-19
www.tungaloy.de

Tungaloy France S.A.S.
ZA Courtaboeuf - Le Rio
1 rue de la Terre de feu
F-91952 Courtaboeuf Cedex, France
Phone: +33-1-6486-4300 
Fax: +33-1-6907-7817
www.tungaloy.fr

Tungaloy Italia S.r.I.
Via E. Andolfato 10
I-20126 Milano, Italy
Phone: +39-02-252012-1 
Fax: +39-02-252012-65
www.tungaloy.it

Tungaloy Czech s.r.o.
Turanka 115
CZ-627 00 Brno, Czech Republic
Phone: +420-532 123 391 
Fax: +420-532 123 392
www.tungaloy.cz

Tungaloy Ibérica S.L.
C/Miquel Servet, 43B, Nau 7 
Pol. Ind. Bufalvent
ES-08243 Manresa (BCN), Spain
Phone: +34 93 113 1360 
Fax: +34 93 876 2798
www.tungaloy.es

Distributed by:

Jun. 2019 (TJ)Produced from Recycled paper

AS9100 Certified
78006
2015.11.04

ISO14001 Certified
EC97J1123
1997.11.26

w w w . t u n g a l o y . c o m
follow us at:
f a c e b o o k . c o m / t u n g a l o y j a p a n
t w i t t e r . c o m / t u n g a l o y j a p a n
www.youtube.com/tungaloycorporation
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