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Unique surface treatment provides a smooth insert surface which prevents chip 
adhesion and improves chip  ̄ow!

 e!"#$%"gra&e"
for"grey"an&"&uctile"
cast"iron"turning
Excellent cutting performance with 
dramatically increased wear and 
impact resistance.
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NEW!

 e!"#$%"coate&"gra&e"
for"steel"turning
!ro"ides a high le"el of relia#ility
with excellent fracture resistance$

 e!"chip'rea(ers"
for"steel"an&"stainless"
steel")achining
%ower cutting force& less chatter and 
excellent chip control$



NEW!

NEW!

+,-./"!ith"&i)ple"for""
high"spee&")achining"
of"cast"iron
New inserts decrease the machining 
cost$

 e!"coate&"#0 "gra&es
Excellent results for all types of hardened 
steel turning$



NEW!

NEW!

'() 'oolholders for external and internal turning "
12cellent"perfor)ance"!ith"
higher"in&e2ing"accuracy"
an&"cla)ping"rigi&ity3

'() 'oolholders for internal turning

4ighly"rigi&"internal"
toolhol&ers"!ith"e2cellent"
chip"e5acuation
*tream +et ,ar -ini
for small diameter 
machining 
applications$

 e!"groo5ing"an&"
parting"off"tools
-ultifunctional system 
for di"erse 
groo"ing needs$
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NEW!

NEW!

New Grades
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"ore new #un$a%o& $rades havin$ an unique surface t reatment which provides 
a smooth insert surface to prevent chip adhesion and improve chip  ̄ow!

/ace milling cutter "
6he"'est"solution"for"
steel"an&"cast"iron")illing3
0 ("aila#le with octagonal or s1uare inserts 

and different cutter #odies for each type of 
insert

0 2 clamping systems
0 Extremely "ersatile series
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NEW!

NEW!

/ace milling cutter "
7entagonal"insert8"&ou'le"
si&e&8"-."cutting"e&ges3
0 3igh producti"ity 
0 3igh feed rate
0 Excellent sharpness

*houlder milling cutter 

4igh"pro&ucti5ity"!ith"
tangential"insert3
0 4 cutting edges per insert
0 3igh feed rate and large depth of cut
0 Excellent sharpness and high strength
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NEW!

NEW!
5adial milling cutter "
Serrate&"cutting"e&ge3
0 5educes chatter in long o"erhang 

applications
0 *errated and round inserts 6 t in the 

same poc7et

*1uare shoulder milling cutter

4ighly"pro&ucti5e"
s)all"&ia)eter"cutter
0 *houlder milling cutter 
  with small inserts 
0 3igh density to 
  maximi8e feed



TU N G A L O Y

NEW!

NEW!

T U N G A L O Y

9ndexa#le endmills

1n&)illing"inno5ation3
'he most effecti"e tooling with hundreds of
com#inations$ 
No need to reset the tools in the machine 
after changing the cutting heads$

6he"ne2t"generation"of"
super"high"fee&"cutters
3ighly producti"e milling tools for mid0 to  
small range machines$



T U N G A L O Y

NEW!

6!iste&"coolant"holes
3igher producti"ity due to 
superior chip e"acuation$

%ia)eter"range9  
!12"# $ !#%"0 &&
'() * 2+ ,+ %+ #

N'2%3(45' % +,-.*

#his unique surface treatment provides 
a smooth insert surface which prevents 
chip adhesion and improves chip  ̄ow!

67%type
68%type

6W%type



NEW!

NEW!

 o"setup"ti)e"for"in&e2ing
5e"olutionary clamping ena#les
impro"ed producti"ity rate$

:ni;ue"poc(et"<"cla)ping
'a7es ad"antage of the cutting forces
to pro"ide a most producti"e and
pro6 ta#le solution$

12pan&a'le"&ia)eter"&rill
'he drill:s diameter can #e changed #y 
using a system of shim plates.

%ia)eter"range9
!#% $ !-0 &&
;nly 6 "e drill #odies are needed to 
co"er the entire diameter range$



NEW!

'ooling *ystem

:ni;ue"function"an&"!i&e"
5ariation
'ung3old tooling system has a large "ariety of holders& 
collet chuc7s& endmill holders and face mill ar#ors which 
can #e applied to any 7ind of machining application.
<ni1ue function holders are a"aila#le for "arious 
diameters of indexa#le drills& etc.



./3456 78549

=. )emented tungsten car#ide& coated car#ide& 
cermet& ceramic& polycrystalline compact >hard 
materials? are hard and #rittle. 'herefore& caution 
must #e used during cutting operation. @uring 
the cutting operation& tools may #e #ro7en due to 
thermal shoc7& excessi"e tool wear or mishandling 
which may cause serious inAury to the operator.

2. @uring operation of the machine& a machine guard& 
safety glasses& glo"es etc. should always #e used to 
pre"ent inAury due to hot Bying chips& fragmented 
cutting tools& #ro7en wor7 pieces& etc.

C. *ome cutting tools may ha"e sharp edges. *afety 
glo"es should always #e used when handling these 
products.

4. @uring the cutting operation& high temperature 
spar7s may #e generated #y #ro7en tools or chips 
and could cause a 6re. !recautions must #e ta7en 
during machine placement and while using water0
insolu#le cutting Buid.

D. Fhen grinding car#ide cutting tool materials& 
ade1uate "entilation& respiratory protection mas7 
and eye protection should #e used to protect the 
operator from grinding dust inAury.

H. )onsult the -aterial *afety @ata *heet >-*@*? for 
details on potentially ha8ardous properties and 
su#stances associated with grinding car#ide. 
>-*@* sheets are a"aila#le upon re1uest.?

I. 'ungaloy suggests the implementation of well 
esta#lished safety practices during the use of all 
cutting tool products. 'ungaloy recommends 
compliance with industry safety standards in all 
sectors of the wor7 en"ironment.
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'he +apan )emented )ar#ide 'ool -anufacturers: (ssociation& in cooperation with 'he +apan *mall )utting 
'ools (ssociation& has enacted uni6ed 1uantity sym#ols of cutting conditions and tool speci6cations for users: 
con"enience. 

:;</=5>56 96&?8@9 83 A<55>=B A8=C>5>8=9 D
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d  I=54G=/@ 5JG4/C>=B 588@9d  EF54G=/@ 5JG4/C>=B 588@9
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*ym#ol K <nit

<ni6ed sym#ols for cutting conditions and tool dimensions

'urning

 )utting speed /eed @epth of cut )utting edge width For7 diameter

 !ower consumption *peci6c cutting force 'heoretical surface roughness  )orner radius Num#er of re"olutions

 )utting speed /eed speed /eed per tooth /eed Num#er of teeth

 (xial depth of cut 5adial depth of cut !ic7 feed !ower consumption *peci6c cutting force

 )hip remo"al rate Num#er of re"olutions

 )utting speed /eed speed /eed 'ool diameter !ower consumption

 'or1ue 'hrust force *peci6c cutting force @rilling depth Num#er of re"olutions

-illing

@rilling
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