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A new concept in profi ling!
Inserts with a 25° corner angle to expand 
machining possibilities!!

Y-Pro series

This angle reduction contributes 
to reducing customer costs

(Patent Pending)

Suitable for a wide range of machining applications

Suitable for various "V" grooving 
applications

"V" grooving

Allows drastic productivity 
and capability improvements

Face profi ling

Enlarged clearance expands the 
interference avoidance area.

Spherical profi ling

Negative Positive

Allows a range of 
undercut forms to 
be machined

External 
undercutting

Positive

Allows undercutting of 
small diameters.

Internal 
undercutting and 
profi ling

Positive

Positive

Negative Positive

Comparison of undercutting capability
Reduced tool interference Corner angle 35° / VBMT typeY Pro series / YWMT type

Improves the capability of 
small diameter machining!

Corner R ap (mm) øD (mm)Corner R ap (mm) øD (mm)

The new Y-Pro series expands the machining range of 
Taper cutting, undercutting and "V" grooving applications.

øD (min)
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25°

Compared to the 35°positive insert, 
the 25° insert can work with smaller 
bore diameters.

Internal profi ling
Positive

� YNMG type – Extremely capable and 
fl exible insert

YNMG inserts are applicable for existing 
external and internal toolholders.  
The Y-Pro series improves the application range for under 
cutting, V-grooving and taper machining.

For details and compatibility with toolholders, see 
"Instructions for use." When using competitor toolholders, 
the applicability should be checked in advance.

Same 
toolholder for 
both inserts

Negative

Corner radius rε 0.4 mm  6.1 mm
Corner radius rε 0.8 mm  4.7 mm

� YWMT type - for a variety of machining 
processes
External toolholders
Vastly reduced tool interference in facing and 
undercutting.

Internal toolholders
By using the specialized "Stream Jet Bar" series 
of boring toolholders, excellent chip evacuation is 
guaranteed with its internal coolant supply.

Cut away portion

Chip pocket

Tapered portion

Oil hole

Positive

Conventional
VNMG 35° type

YNMG
25° type
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25°25°

7°

7°
5°

5°

25°25°

25°25°

25°25°

Inclination

Stable insert seating
Suffi cient boss face is formed along 
the insert outline.
→Improved seating stability

The side rake angle is increased in 
the direction of the arrow.
→When profi ling, chips are curled 

and broken.
→When undercutting, chips are 

evacuated smoothly.

High and broad 
chipbreaker
High and broad chipbreaker wall 
are formed near the corner point.
→Well controlled chips.

Dimple structure
Dimples are formed near the corner 
point.
→This reduces the contact area 

between the chips and the rake 
face, reducing thermal cracks.

Negative insert

Hemispherical protrusion 
and chipbreaker wall
A hemispherical protrusion and high 
wall have been introduced.
→The hemispherical protrusion  

improves chip control.
→When high feed and large 

depth machining, the chips are 
controlled by the rear wall.

Inclination
The side rake angle is increased in 
the direction of the arrow.
→When profi ling, chips are curled 

and broken.
→When undercutting, chips are 

evacuated smoothly.

High and broad 
chipbreaker

5° relief angle

High and broad chipbreaker wall 
is formed near the corner point.
→Well controlled chips.

Enlarged insert 
seating face

Dimple structure

Rhombic shape with 
25° corner angle

Dimples are formed near the corner 
point.
→This reduces the contact area 

between the chips and the rake 
face, reducing thermal cracks.

An expanded interference 
avoidance area allows 
undercutting, taper cutting 
and spherical profi ling.

Positive insert

Hemispherical protrusion 
and chipbreaker wall

7° relief angle

A hemispherical protrusion and high 
wall have been introduced.
→The hemispherical protrusion  

improves chip control.
→When high feed and large 

depth machining, the chips are 
controlled by the rear wall.

Reduced interference

Double
relief
angle

For fi nishing

For medium cutting

For fi nishing

For medium cutting

ZM  chipbreaker

ZF  chipbreaker

ZM  chipbreaker

ZFchipbreaker
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Negative insert

�Cutting conditions for taper cutting

�Applicability with toolholders

�Amount of offset when using on existing 
toolholder

Instruction for use

External turning
Depth of cut: ap = 1.0 mm
Feed: f = 0.2 mm/rev

When changing from VNMG160408 to
YNMG160408 → Offset is not necessary.

Depth of cut: 1.0 mm
Feed: f  = 0.2 mm/rev

50° taper cutting

When changing from VNMG160404 to
YNMG160404 → Refer to the following 
drawings.

When taper cutting, the chip thickness will be increased about 
1.5 times. Therefore the feed should be reduced to 70% of the 
recommended guidelines.

Pay attention to the shape of insert pocket.
The YNMG type insert can be mounted on toolholders where the 
walls of the insert pocket are undercut on the both sides as shown 
on the left.
The inserts with rε = 0.4 mm corner radius cannot be mounted on 
the toolholders as shown on the right where undercutting is carried 
out only for the one side. Tungaloy toolholder Competitor’s toolholder (example)

rε = 0.4 mm → Feed: f < 0.13 mm/rev
rε = 0.8 mm → Feed: f < 0.2 mm/rev

Positive insert

�Guidelines for machining area

�Guideline for machinable area

Y Pro toolholder for external cutting

Dedicated external toolholders for Y Pro inserts
Dedicated internal toolholders for Y Pro 
inserts

Y Pro toolholder for internal cutting

*Interferences except insert nose are same as VNMG type.

*Standard corner radius rε = 0.8 mm *Standard corner radius rε = 0.4 mm

Machinable depth
rε = 0.4 → 4.3 mm

rε = 0.8 → 3.0 mm

Machinable depth
10 mm

Machinable depth
10 mm

Machinable depth
5 mm

Machinable depth
10 mm

Machinable depth
5 mm

Machinable depth
3 mm

Machinable depth
rε = 0.4 → 5.5 mm

rε = 0.8 → 4.1 mm

Machinable depth
rε = 0.4 → 2.8 mm

rε = 0.8 → 1.9 mm

Machinable depth
rε = 0.4 → 4.3 mm

rε = 0.8 → 3.0 mm

■ When setting 25° YNMG type
■ When setting 35° VNMG type

(Neutral)

(Neutral)

t = 0.2 mm t = 0.3 mm
Chip thickness Chip thickness

OK

Style J Style V Style Q
Style U

Style VStyle J Style I Style Q Style H Style Q



6

 

YNMG160404-ZF YNMG160408-ZF

YWMT16T302-ZF YWMT16T304-ZF
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Areas surrounded by a thick red line identify the 
preferable machining range for optimal chip control.

Recommended cutting conditions by insert

Negative insert

Positive insert

Work material: Carbon steel, Cutting speed: Vc = 200 m/min, Coolant: Water soluble type

Work material: Carbon steel, Cutting speed: Vc = 200 m/min, Coolant: Dry cutting

Chip control

Feed: f (mm/rev)

Feed: f (mm/rev)

Feed: f (mm/rev)

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

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

Feed: f (mm/rev)

Feed: f (mm/rev)
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ZF chipbreaker

ZF chipbreaker

ZM chipbreaker

ZM chipbreaker

Breakage
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220 (150 ~ 300) 180 (120 ~ 250) 150 (100 ~ 180)

250 (150 ~ 300) 200 (80 ~ 250) 150 (80 ~ 200)

AVUN R/L

ø32, ø40

➔P. 9

SYQB R/L
ø12, ø16

ø12, ø16
➔P. 11

SYUB R/L
ø16

ø12, ø16
➔P. 12

AVJN R/L

➔P. 8

AVQN R/L

➔P. 8

AVVN N

➔P. 9

SYJB R/L

➔P. 10

SYQB R/L

➔P. 10

SYHB R/L

➔P. 11

SYIB N

➔P. 11

0 10 20 30 40 50

ø40 ø50

ø20

ø20

ø20

ø24.5

ø17

ø17

ø21.5

ø21.5

Y Pro Series Product Range

Steel

Steel

Carbide

Steel

Carbide

   Shank dia. Min. bore diameter (mm)
 Toolholder type Shank 
   øDs

Profi ling

Insert: YNMG1604

Undercutting

Insert: YWMT11T2

Spherical surface and 
taper cutting
Insert: YWMT11T2

N
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at
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e 
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ke
P

os
iti

ve
 r

ak
e

Toolholder type Toolholder type

Profi ling

Insert: YNMG1604

Profi ling

Insert: YNMG1604

Profi ling

Insert: YNMG1604

N
eg

at
iv

e 
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ke

P
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ve

 r
ak

e

Spherical surface and taper 
cutting
Insert: YWMT16T3

Undercutting

Insert: YWMT16T3

Retracting

Insert: YWMT16T3

"V" grooving

Insert: YWMT16T3

   Cutting speed: Vc (m/min)

 Grades Low carbon steels and alloy steels Medium carbon steels and alloy steels High carbon steels and alloy steels  
  （< 180HB） （< 240HB） （< 300HB）

Standard cutting conditions

Cutting speed by grade and work material

T9125
Coated carbide

GT730
Coated cermet

Internal turning

External turning
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bf

L
L

hh

hh

bf

L
L

10
º

0.2

7º

rεR L h b L1 L2 h1 f f1

AVQNR/L2020K16-A ● ● 20 20 125 35 20 25 -
0.8 YNMG1604

AVQNR/L2525M16-A ● ● 25 25 150 35 25 32 -

rεR L h b L1 L2 h1 f f1

AVJNR/L2020K16-A ● ● 20 20 125 43 20 25 -
0.8 YNMG1604

AVJNR/L2525M16-A ● ● 25 25 150 46 25 32 -

f - ap
ød s ød1 rε T9125 T9025 GT730

YNMG160404-ZF
9.525 4.76 3.81

0.4 ● ▲ ●

  * YNMG160408-ZF 0.8 ● ▲ ●

YNMG160404-ZM
9.525 4.76 3.81

0.4 ● ▲ ●

   * YNMG160408-ZM 0.8 ● ▲ ●

AVQN R/L

AVJN R/L

rε  = 0.8

rε  = 0.8

rε  = 0.4

rε  = 0.4

0 0.1 0.2 0.3 0.4 0.5

5

4

3

2

1

0 0.1 0.2 0.3 0.4 0.5

5

4

3

2

1

ZF

ZM

f (mm/rev)

ap
 (m

m
)

f (mm/rev)

ap
 (m

m
)

  Chipbreaker symbol   Dimensions (mm)   Stocked grades

 Application Shape and section  Cat. No. (Metric) I.C. dia. Thickness Hole dia. Corner  Coated carbide Coated  
        

radius   cermet

 Stock Dimensions (mm) Std. corner  Toolholder Cat. No.     radius Applicable insert

 Stock Dimensions (mm) Std. corner  Toolholder Cat. No.     radius Applicable insert

Finishing

to

medium

cutting

Note: Chipbreaker sections shown above that are marked (*) Cat. Numbers.

Right hand (R) shown.

Note: For machinable
area, refer to P. 5.

Right hand (R) shown.

Partially enlarged view of 
20 size toolholder

Note: For machinable
area, refer to P. 5.

Cutting edge style Q

Cutting edge style J

External & profi ling

External & profi ling

A type (Negative rake, Double clamping system)

A type (Negative rake, Double clamping system)

Insert  25° Rhombic, Negative

Toolholder

 � : Stocked items
 ▲ : Will be replaced by new products
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hh

b

f

L
L

D

D

f
L

L

θ

f

h

rεh b L1 L2 h1 f f1

AVVNN2020K16-A ● 20 20 125 46 20 10 -
0.8 YNMG1604

AVVNN2525M16-A ● 25 25 150 46 25 12.5 -

øDm rεR L øDs f L1 L2 h f2 α θ

A32S-AVUNR/L16-D400 ● ● 40 32 22 250 50 30 6 -10˚
-6˚ 0.8 YNMG1604

A40T-AVUNR/L16-D500 ● ● 50 40 27 300 55 37 7 -8˚

AVJNR/L

YNMG1604 ACP3L ACS-5W ASV322 CSTB-3.5 BP-7 SP-2.5 T-15F 3.0 
AVVNN

AVQNR/L

AVUNR/L

A-AVUN R/L

AVVN N

Cutting edge style V

Cutting edge style U Right hand (R) shown.

●Replacement parts

Note: For machinable
area, refer to P. 5.

Note: For machinable
area, refer to P. 5.

  Dimensions (mm) Std. corner  Toolholder Cat. No.    Stock radius Applicable insert

 Stock Min. bore Dimensions (mm) Std. corner 
 Toolholder Cat. No.  dia. radius

 Applicable insert

    Clamp  Shim  Spring  Recommended

 Toolholder Cat. No. Applicable insert Clamp  Shim  Spring  Wrench torque

    screw  screw  pin  (N·m)

Internal & profi ling

External & profi ling

A type (Negative rake, Double clamping system)

A type (Negative rake, Double clamping system)

(External)

(External)

(External)

(Internal)

 � : Stocked items
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L
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h h
bf

LL

f - ap
ød s ød1 rε T9125 T9025 GT730

YWMT11T202-ZF
4.679 2.78 2.3

0.2 ● ▲ ●

YWMT11T204-ZF 0.4 ● ▲ ●

YWMT16T302-ZF
7.018 3.97 2.86

0.2 ● ▲ ●

  * YWMT16T304-ZF 0.4 ● ▲ ●

YWMT16T308-ZF 0.8 ● ▲ ●

YWMT11T204-ZM 4.679 2.78 2.3 0.4 ● ▲ ●

  * YWMT16T304-ZM
7.018 3.97 2.86

0.4 ● ▲ ●

YWMT16T308-ZM 0.8 ● ▲ ●

rεR L h b L1 L2 h1 f

SYJBR/L2020K16 ● ● 20 20 125 35 20 25
0.8 YWMT16T3 CSTB-2.5L080 T-8F

SYJBR/L2525M16 ● ● 25 25 150 40 25 32

rεR L h b L1 L2 h1 f

SYQBR/L2020K16 ● ● 20 20 125 35 20 27
0.8 YWMT16T3 CSTB-2.5L080 T-8F

SYQBR/L2525M16 ● ● 25 25 150 35 25 32

ap
 (m

m
)

ap
 (m

m
)

SYJB R/L

SYQB R/L

rε  = 0.2
rε = 0.8

rε  = 0.8

rε = 0.4

rε  = 0.4

  Chipbreaker symbol   Dimensions (mm)   Stocked grades

 Application Shape and section  Cat. No. I.C. dia. Thickness Hole dia. Corner  Coated carbide Coated  
        

radius   cermet

Finishing

to

medium

cutting

ZF

ZM

  Stock Dimensions (mm) Std. corner  Replacement parts
 Toolholder Cat. No.   

radius
 Applicable insert 

Clamping screw
 

Wrench

  Stock Dimensions (mm) Std. corner  Replacement parts
 Toolholder Cat. No.   

radius
 Applicable insert 

Clamping screw
 

Wrench

Note: Chipbreaker sections shown above that are marked (*) Cat. Numbers.

Cutting edge style J Right hand (R) shown.

Cutting edge style Q Right hand (R) shown.

f (mm/rev)

f (mm/rev)

External, spherical surface cutting & taper cutting

External & undercutting

S type (Positive rake, Screw-on system)

S type (Positive rake, Screw-on system)

Insert  25° Rhombic, Positive

Toolholder

 � : Stocked items
 ▲ : Will be replaced by new products
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hD

f

LL

D

f

h h
bf

L
L

h h
b

f

L
L

øDm rεR L øDs f L1 L2 h f2 θ α

A12M-SYQBR/L11-D170 ● ● 17 12 10.5 150 24 11 4.5
-5°

-10°
0.4 YWMT11T2 CSTB-2L T-6F 0.5

A16Q-SYQBR/L11-D215 ● ● 21.5 16 13 180 30 15 5 -8°

øDm rεR L øDs f L1 L2 h f2 θ α

E12Q-SYQBR/L11-D170 ● ● 17 12 10.5 180 27 11 4.5
-5°

-10°
0.4 YWMT11T2 CSTB-2L T-6F 0.5

E16R-SYQBR/L11-D215 ● ● 21.5 16 13 200 32 15 5 -8°

rεR L h b L1 L2 h1 f

SYHBR/L2020K16 ● ● 20 20 125 35 20 27
0.8 YWMT16T3 CSTB-2.5L080 T-8F

SYHBR/L2525M16 ● ● 25 25 150 40 25 32

rεR L h b L1 L2 h1 f

SYIBN2020K16 ● ● 20 20 125 32 20 10
0.8 YWMT16T3 CSTB-2.5L080 T-8F

SYIBN2525M16 ● ● 25 25 150 40 25 12.5

SYHB R/L

SYIB N

SYQB R/L

  Stock Dimensions (mm) Std. corner  Replacement parts
 Toolholder Cat. No.   

radius
 Applicable insert 

Clamping screw
 

Wrench

  Stock Dimensions (mm) Std. corner  Replacement parts
 Toolholder Cat. No.   

radius
 Applicable insert 

Clamping screw
 

Wrench

  Stock Min. Dimensions (mm) Std.   Replacement parts
 Toolholder Cat. No.  bore

  
corner

 Applicable insert Clamping Wrench Recommended  
   

dia.

  
radius

    
torque

       
screw

  （N・m）

  Stock Min. Dimensions (mm) Std.   Replacement parts
 Toolholder Cat. No.  bore

  
corner

 Applicable insert Clamping Wrench Recommended  
   

dia.

  
radius

    
torque

       
screw

  （N・m）

Steel shank

Cutting edge style Q
Right hand (R) shown.

Cutting edge style H

Cutting edge style I

Right hand (R) shown.

External & retracting

External & "V" grooving

Internal & undercutting

S type (Positive rake, Screw-on system)

S type (Positive rake, Screw-on system)

S type (Positive rake, Screw-on system)

Carbide shank

 � : Stocked items
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hD

f

L

L

D

f

øDm rεR L øDs f L1 L2 h f2 θ α

A16Q-SYUBR/L11-D200 ● ● 20 16 15.5 180 35 15 8 0° -8° 0.4 YWMT11T2 CSTB-2L T-6F 0.5

øDm rεR L øDs f L1 L2 h f2 θ α

E12Q-SYUBR/L11-D200 ● ● 20 12 13.5 180 27 11 7.5
0° -8° 0.4 YWMT11T2 CSTB-2L T-6F 0.5

E16R-SYUBR/L11-D245 ● ● 24.5 16 16 200 32 15 8

SYUB R/L

YNMG160404-ZF YWMT16T308-ZF

GT730 T9125

AVVNN2525M16-A SYIBN2525M16

250 140

0.5 1.5

0.1 ~ 0.2 0.1 ~ 0.2

SCr420SCM415

34°

R0.5

32°

  Stock Min. Dimensions (mm) Std.   Replacement parts
 Toolholder Cat. No.  bore

  
corner

 Applicable insert Clamping Wrench Recommended  
   

dia.

  
radius

    
torque

       
screw

  （N・m）

  Stock Min. Dimensions (mm) Std.   Replacement parts
 Toolholder Cat. No.  bore

  
corner

 Applicable insert Clamping Wrench Recommended  
   

dia.

  
radius

    
torque

       
screw

  （N・m）

Two fi nishing holders were integrated 
into ONE Y-Pro tool. Chip control was 
also improved.

Chip control was enhanced and tool 
life improved by 150%
Total manufacturing cost reduction of 
50%!

Steel shank

Cutting edge style U
Right hand (R) shown.

Internal, profi ling & taper cutting S type (Positive rake, Screw-on system)

Carbide shank

Practical Examples

3 
~

 4
 m

m

ø6
0 

m
m

Finishing Finishing

Roughing

ø2
4 

m
m

12 mm

ø3
8 

m
m

C
ut

ti
ng

 
co

nd
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C
ur
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nt

Name of workpiece
Insert
Grade

Toolholder

Workpiece material

 Cutting speed: Vc (m/min)

 Depth of cut:  ap (mm)

 Feed:  f (mm/rev)

 Coolant

 Insert

 Toolholder

Results

Water soluble

Competitor's special insert

Competitor's special holder

Water soluble

Special grooving insert for roughing, 
VBMT insert for fi nishing

Special toolholder for roughing, 
Left and right hand toolholders for fi nishing

Pulley (“V” grooving) Machine part (“V” grooving)

 � : Stocked items
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YWMT16T304-ZF YWMT11T204-ZF

GT730 GT730

SYJBR2525M16 A16Q-SYUBR11-D200

230 100
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0.1 - 0.25 0.2
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Chip control and surface fi nish 
are improved considerably when 
internal turning.
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Name of workpiece
Insert
Grade

Toolholder

Workpiece material

 Cutting speed: Vc (m/min)

 Depth of cut:  ap (mm)

 Feed:  f (mm/rev)

 Coolant

 Insert

 Toolholder

Results

Water soluble

 VBMT16 insert for fi nishing

General toolholder (J style cutting edge)

Water soluble

 VBMT16 insert for fi nishing

Standard internal toolholder

Machine part (external profi ling) Automotive part (internal turning)

Damage on edge is stable due to the 
improvement of chip evacuation in 
undercutting.
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r) 130% 
tool life !



Tungaloy Rus, LLC
36-G Kostukova str.
308012 Belgorod, Russia
Phone:+7 4722 58 57 57 Fax:+7 4722 58 57 83
http://www.tungaloy.co.jp/ru/

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

Tungaloy U.K. Ltd
Woodgate Business Park, Bartley Green 
Birmingham B32 3DE, UK
Phone:+44 121 244 3064 Fax: +44 121 270 9694  
http://www.tungaloy.co.jp/uk  salesinfo@tungaloyuk.co.uk

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
http://www.tungaloy.co.jp/tcts/

Tungaloy Cutting Tool (Thailand) Co.,Ltd.
11th Floor, Sorachai Bldg. 23/7, Soi Sukhumvit 63
Klongtonnue, Wattana, Bangkok 10110, Thailand
Phone: +66-2-714-3130 Fax: +66-2-714-3134
http://www.tungaloy.co.th/

Tungaloy Singapore (Pte.), Ltd.
50 Kallang Avenue #06-03 Noel Corporate Building
Singapore 339505
Phone:+65-6391-1833 Fax:+65-6299-4557
http://www.tungaloy.co.jp/tspl/

Tungaloy India Pvt. Ltd.
Unit#13, B wing, 8th Floor, Kamala Mills Compound 
Trade World, Lower Parel (West), Mumbai - 4000 13. India
Phone: +91-22-6124-8804 Fax: +91-22-6124-8899
http://www.tungaloy.co.jp/in/

Tungaloy Korea Co., Ltd
#1312, Byucksan Digital Valley 5-cha
60-73 Gasan-dong, Geumcheon-gu
153-788 Seoul, Korea
Phone:+82-2-6393-8930 Fax:+82-2-6393-8952
http://www.tungaloy.co.jp/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
http://www.tungaloy.co.jp/my/

Tungaloy Australia Pty Ltd
Unit 53, 9 Hoyle Avenue
Castle Hill NSW 2154, Australia
Phone:+612-8850-5377 Fax:+612-8850-6988
http://www.tungaloy.co.jp/au

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
http://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
http://www.tungaloyamerica.com

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

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
http://www.tungaloyamerica.com/

Tungaloy do Brasil Comércio de Ferramentas de 
Corte Ltda.
Rua dos Sabias N.104
13280-000 Vinhedo, São Paulo, Brazil
Phone:+55-19-38262757 Fax:+55-19-38262757
http://www.tungaloy.co.jp/br/

Tungaloy Germany GmbH
Elisabeth-Selbert-Str. 3
D-40764 Langenfeld, Germany
Phone: +49-2173-90420-0 Fax: +49-2173-90420-19
http://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
http://www.tungaloy-eu.com

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

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

Tungaloy Ibérica S.L.
C/La Pau, nº46
E-08243 Manresa (BCN), SPAIN
Phone:+34 93 1131360 Fax:+34 93 1131361
http://www.tungaloy.co.jp/es/

Tungaloy Scandinavia AB
S:t Lars Väg 42A
SE-22270 Lund, Sweden
Phone:+46-462119200 Fax:+46-462119207
http://www.tungaloy.co.jp/se/

Distributed by:

 Dec. 2010 (TJ)

ISO 9001 certifi ed ISO 14001 certifi ed
QC00J0056 EC97J1123
Tungaloy Corporation Tungaloy Group
  Japan site and Asian
  production site
18/10/1996 26/11/1997

Produced from Recycled paper




