Grooving

@ External Grooving G2~G46

Summary of External Grooving G2
KGBA / KGBAS G9
KGB / KGBS will be switched to KGBA / KGBAS G10
KGBF-F / KGBFS / S-KGBF / KGBF-JCT G14
KTGF-F / KTGF G18
S-KTGF Sleeve Holder G19
KTG will be switched to KGBA G20
KGD (Integral Type / Coolant-through Holders) G25
KGD (Integral Type for Automatic Lathe) G28
KGD-S (0° Separate Type) G29
KGDS-S (90° Separate Type) G30
KGM (For automatic lathe) G40
KGM-T GM
KGMM / KGMS G42
KGMU G43
KGH / KGHS G44
KGA G45
KGMW (For Aluminum Wheel) G46
7
Internal Grooving G47~G69
Summary of Internal Grooving G47
EZG EZ Bars G49
VNG System Tip-Bars G51
PSG-S will be switched to EZG Tip-Bars G52
SIGE-EH / SIGE-WH / SIGE-WH-90 G55
GIV / GIV-E / GIV-W G60
KIGBA G62
KITG will be switched to KIGBA G63
KGDI G65
KIGH G66
KIGM-8 / KIGMU-8 G67
KGIA G68
KIGM-V Applicable Inserts G69
Face Grooving G70~G106
Summary of Face Grooving G70
EZFG G74
VNFG System Tip-Bars G76
PSFG-S will be switched to EZFG Tip-Bars G77
TWFG / TWFGT Twin-Bars G78
KGDF (0° Separate Type) G84
KGDF-Z (Integral Type) G88
KGDF (90° Separate Type) G89
GFVS-AA /GFVT-AA G94
GFV G96
GFVS/GFVT G98
KFMS G102
KFMS-8 G104
KFTB-S G105
GIFV (Boring Bar Type) G106
Technical Information G107~G114
Recommended Cutting Conditions G107
Guide for Grooving G112

Alternative Toolholder Reference Table for Grooving Toolholder
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Summary of External Grooving -

B KGD Grooving (External Grooving & Turning) (G21 ~ G35)

!

- Integral Type

Type KGD
Edge Width (mm) 20~8.0 T(Integral Type)
Max. Grooving Depth (mm) 6~30
See Page G25 T

- Integral Type (Coolant-through Holders)

Type KGD-JCT
Edge Width (mm) 3.0~50
Max. Grooving Depth (mm) 6~25 For Automatic Lathe
See Page G26

- Integral Type for Automatic Lathe

Type KGD
Edge Width (mm) 20~40 (Separate Type)
Max. Grooving Depth (mm) 10~ 21
See Page G28
g - Separate Type - Separate Type
3 Type * KGDS-S Type * KGD-S
o Edge Width (mm) 3.0 Edge Width (mm) 2.0~50
Max. Grooving Depth (mm) 10 Max. Grooving Depth (mm) 10~25
Eyterma See Page G30 See Page G29
* The separate type toolholders can accept all * The separate type toolholders can accept all
Internal the blades if their hand is matching. the blades if their hand is matching.
Face e N
Low Cutting Force Low Feed General purpose High Feed Copying
GS GL GM PH CM

G2



M External Grooving (G6 ~ G20, G44, G45)
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Type KGBAS KGBA KGBS KGB KTG

@
Edge Width (mm) 0.33~438 0.33~438 0.33~438 0.33~4.8 0.75~45 % F
Max. Grooving Depth (mm) 0.8~50 0.8~50 0.8~5.0 0.8~50 20~50 “
See Page G9 G9 G10 G10 o
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Ground Chipbreaker  Ground Chipbreaker GM Chipbreaker MY Chipbreaker Ground Chipbreaker =
Full-R
\ u - 5_!
General (Square) | Full-R (Round) | GM Chipbreaker | MY Chipbreaker h 4 § J
TG *These shallow groove types of the previous system will be switched to the system on the left. §
Edge Shape KGBS —— KGBAS
KGB o
KTG I KGBA = K
«
@ Deep Grooving (Grooving Depth : ~25mm) g
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Type KGHS KGH KGA _
Edge Width (mm) 40~80 4.0~120 3.0~5.0 2 T
Max. Grooving Depth (mm) 13 13~17 20~25 *
See Page G44 G44 G45

&

Ground Chipbreaker Molded Chipbreaker Molded Chipbreaker
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Summary of External Grooving

/

B KGM Grooving (External Grooving & Turning) (36 ~ G43)

Type KGMM KGMS
Edge Width (mm) 3.0~50 3.0~50
Max. Grooving Depth (mm) 4.8 4.8
See Page G42 G42

Grooving

External

Internal

Face

G4

Molded Chipbreaker

Molded Chipbreaker
Full-R

& 7 F

Ground Chipbreaker

KGMU

3.0~5.0

35~45

Type KGM KGM KGM-T
Edge Width (mm) 15~40 3.0~80 20~6.0
Max. Grooving Depth (mm) 10~ 16 9~25 17 ~30
See Page G40 G40 G4

G43

o 7

/

Molded Chipbreaker Molded Chipbreaker
Full-R

i

&

vd

Ground Chipbreaker

Deep Grooving / Cut-off

7

Molded Chipbreaker
Full-R




M External Grooving of Precision Parts (G14 - G16, G18, G19, G28, G40) Z
For Automatic Lathe g A
Type KGD Type KGM =
Edge Width (mm) 20~40 Edge Width (mm) 15~4.0 gg B
Max. Grooving Depth (mm) 10~ 21 Max. Grooving Depth (mm) 10~ 16 Z3e
See Page G28 See Page G40 &

Molded Chipbreaker Ground Chipbreaker
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Type KGBF-F
Edge Width (mm) 0.25~3.0
Max. Grooving Depth (mm) 0.6~3.0 g’
See Page G14 2
Type KGBFS KGBF-JCT S-KGBF a
Edge Width (mm) 0.25~3.0 0.25~3.0 0.25~3.0
Max. Grooving Depth (mm) 0.6~30 0.6~3.0 06~3.0 1% H
See Page G15 G16 Gi4 =3
s 1\
E
. £
° :
Ground Chipbreaker GL Chipbreaker g K
& J g
g
_____ 1 M For Aluminum Wheel External Grooving 3 L
= T (External / Facing / Copying) (G46) &
N :
= M
«
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Type KTGF-F \ KTGF S-KTGF -g
Edge Width (mm) 0.33~25 0.33~25 s P
Max. Grooving Depth (mm) 0.8~25 08~25 §
See Page G18 G19 7
g
Type KGMW S 8 R
Edge Width (mm) 6.0~8.0 §.§-
Max. Grooving Depth (mm) 25 S
See Page G46 _
_ i
Ground Chipbreaker ! Pegge =
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Grooving Inserts s

D
. Appllcable Inserts P | Carbon sieel/Aloy seel| @ e[| ® 2
M |Stainless Steel o [l ol O Classification of usage %
(mm)| K [Cast Iron [ ) O | @ :Contuous-Litt emupion! st Choke| 5
De ptio D N |Non-ferrous Metals o @:Conlinuous~Ught\nlenuptiomanChoice |9
GBA32_ 9.525 3.18 4.4 S | Titanium Alloys @ | ®:Continuous/ 1st Choice %
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) o @) O (O:Continuous / 2nd Choice §
GBA43"/.480 12.70 5.00 5.5 Hard maerils (40HRC-) <%
Dimension (mm) MEC(mAT Cermet Lé/%gg "ég% PVD Coated Carbide |Carbide ; ﬁ
(o]
Insert Description PV7040[TC40N| TN9O [PR1625|PR1215[PR1115|PRO05|PR930|KW10 %%?Alg%t:;as &
CW |CDX| RE Q
Handed Insert shows Right-hand RIL|R|L|R|LIR|L|R|LIR|L|RIL|R|L[R|L $
GBA327. 033-005*1 [0.33] 0.8 LJICIC )
) 1.0 [ e
050-005*2 | 0.50 12 Y X )
075-005 |0.75 005 @@ o 0000000 0000
095-005 | 0.95 : 0 0000 000 e
100-005 |1.00 [ J( ) 000000000 0000
110005 |1.10] 2.0 00
120-005 |1.20 0000 |
125-020 |[1.25 0] 00000000 | 0000
130-020 [1.30 000 [
140-020 |1.40| 2.5 000000 O KGBAR/LL./..16
20 ') @ @®| KGBAS'/...16
145020 1145 ¢ D000 0 KIGBAY...16 (Internal)
2.0 o0 o0 ()
150-020 |1.50 oooo00e o0
160020 |1.60| 2.5 | 0.2 eele 1
170020 [1.70 0000
2.0 o0 [ J[ )
o 175-020 |1.75 OO )
= 200-020 |2.00 [0 000000000000 00
8 225-020 |2.25| 25 00
(D] 250-020 |2.50 e 000 e L JC JC L)
300-020 |3.00 000000
- = GBA43%. 125-010 1.25| 2.0 0.1 0006 ]
External 125-020 ' ' 0000000000 0 O000OC
o, OW00 140020 [140[35 | LIC IO (@l )
Interna = 15020 | 14520 o000 LI G9
B t oo ] ee G10
Face S . & 150010 [ 0.1 0006
150-020 ) 0000000000 0000 e e KGBA.215
170020 | 1.70 ONEEO0 KGBAS#..2215 | G62
175020 [1.75 0.2 0 /000006 |06 e e e e kcaas..22 (ntermnalin
185020 |1.85| 3.5 0000 000 1000eee
195-020 [1.95 @llef )
200-010 200 0.1 [ [ J@)e)
200-020 ' 0000000000 000OC0OCS
225020 |2.25 0.2 o0 eoe
230-020 |2.30 o000 0000 0000eee
250-010 5.0 | 0.1 [ ]ee) *1
o50-030 | 25040 000000 0O *2
5.0 . ......OD..O...r
4.0 ] 2
265-030 |2.65 5.0 0.3 s lsls oo T Y ) e :1
4.0 ] 2
280-030 |2.80 o Y @) i ) »
300-010 ~ oA L)@l
00030 |30 40 000000 0@ *2
5.0 [ JC 0 Jelell il *1
325030 |3.25 0.3 ] e *2
330030 |3.30 2 se6o , =
L) eliel Jimil J ) *1
350-010 350 0.1 0O
350-030 ) 0.3 9000 00100000 e
400010 |, 1o [0 oo KGBA....22-35
400000 | | 00000 00eee 00 ee e e KBAS.22%
430-040 | 4.30 04 0 L) (i @ (@ @ KIGBA%...22 (Intemnal)
450-040 | 4.50 : oo ) (i 000e
480-040 | 4.80 00e 0] 00
- CDX shows available grooving depth.] Recommended Cutting Conditions @ G107
*1. The edge width tolerance of GBA32%. 033-005 : 0.33:5%
*2. The edge width tolerance of GBA32%. 050-005 : 0.50:5”
YApplicable Toolholders
1:KGBA"....22-25T5, KGBAS'...22-25T5, KIGBA':...22
2:KGBA"....22-25T5, KGBAS'%:...22-25T5, KGBA"....22-25 KGBAS'...22-25, KIGBA'...22
S T T ) : Std. Item
i luzerdzaie il by ! 8 : Check Availability
G6 8 o J(_’ El_e(ze_b_oz(e_:s ______ ) []: Deleted from the next catalog



.A licable Inserts P |Catonsteet/Aloyseel | @ O © © © © 7 £
(] @
M |Stainless Steel d L d © | Classification of usage 3 5 A
(mm) | K [Cast Iron @ :Continvous-Light nteruption 15t Choice % §
De ptio D N | Non-ferrous Metals (2 -Continuous-Light Interrption / 2nd Choice |9 @
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys @:Continuous / 1st Choice % g_‘
GBA43_ 12.70 4.76 55 H Hard materials (~40HRC) [ ) O O (O:Continuous / 2nd Choice % %% B
GBA43%.480 12.70 5.00 5.5 Hard materials (40HRC-) g §‘°
Dimension (mm) Cermet ME&Q,&(?AT MEGACOAT |PVD Coated Carbide % 8
_— Applicable ) 2>
© o)
Insert Description e TN620 | TN6020 | PR1625 [ PR1215 | PR1115 | PR930 Toolholders % g C
Handed Insert shows Right-hand R L R L R L R L R L R L % >
GBA327. 050-005F* | 0.50 | 1.0 [ BK ) m
075-005F [0.75 005 9@ | ® X
095-005F | 0.95 ®reTe ¢ D
100-005F | 1.00 [ 3K ) KGBA%....1 2
125020F | 1.25 | 2.0 (3K e
KGBASY...16
145-020F | 1.45 (2K ) . =2
150-020F | 1.50 0.2 o o KIGBA'...16 (Internal) %_;g E
175-020F | 1.75 N 3K ) B
200020F [ 2.00] , Q) EE
250-020F [2.50| < [ 2K
GBA43%. 125-020F | 1.25 20 ® O .
cw 0025 145-020F | 145 ~ [ BK J o) F
-~ RIS 150-020F | 1.50 ) KGBA'....22-15 2
GC\BIEE 175-020F | 1.75 02 @@ KGBAS'...22-15
4 ) “ 185-020F [ 1.85] 3.5 [ 3K KIGBA':...22 (Internal)
sh ‘E' sl 200-020F | 2.00 ® o ()
arp £dge 230-020F | 2.30 [ 3K ) 8
250-030F | 2.50 ® | o =
265-030F | 2.65 [ 3K ) KGBA¥....22-25T5 @
280-030F |2.80] 4.0 03 [ 3K KGBASY...22-25T5
gggggg: g.gg ’ : : KIGBA':...22 (Internal) o H
350-030F | 3.50 CAK) S
400-040F | 4.00 o o KGBA....22-35
430-00F [4.30] 5.0 |\, [ @ KGBASY:...22-35 »
ggggg: j.gg : : KIGBAY...22 (Internal) g?o 3 J
- . ]
- GBA43. 140-010GM | 1.40 il e Q0 Ey
150-020GM | 1.50 [ 3K ® 06/0 o A X
75020GM [ 1.75 | , 3K ® e ﬁggﬁéﬁ,“_‘fg;ﬁs G62
185-0206M [1.85| °° | 02 [ @ | @ o e § (Intgmal)| £
o cwE002s ¥ KIGBA%...22 (Internal) = K
e[ e Q( 200-020GM | 2.00 [ ® 06/ © 5
el «Q
oo Ch‘pbreak; A Eet 230-020GM | 2.30 ) oe
(@ Hi ! 250-030GM | 2.50 (3K o 06/0 o KGBAY....22-25T5
GM Chipbreaker || 4 265-030GM | 2.65 [ B} [ B KGBAS'..22-25T5 g
e S
sl 300-030GM | 3.00 03 @ @ e oj/0 o 5 5L
— 330-030GM[3.30| 50| | @ | @ ) KIGBA'...22 (Internal) .
N y KGBAT....22-35 S
'?f' 350-030GM | 3.50 [ BN J [ BN J KGBAsLL/R...22-35 ®
400-040GM  4.00 4@ ® | Bl i g KIGBA'...22 (Internal) =
GBA43T. 175-020MY [1.75 o e @ 0|00 ®[® kseat. 205 = M
185-020MY [1.85| . | o o ® 0[O/ @ KGBAS!....22-15 @
200-020MY [2.00] > | * K e @O/ Oee "
230:0200Y | 2.30 ° o ® O[] ® @ OBAK.22(ntermal =
4.0 (B *2 33
Rgcw:zj | 250-030MY | 2.50 o e ol e e :1 22N
‘ -~ 4.0 o0 2 =g
Molded Chipbreaker 4@ E’[ét 265-030MY | 2.65 50 "SK BESRENER ) :1 =
) 4.0 o o 2 @
MY Chipbreaker sl 300-030MY | 3.00 50 0.3 'S XEOREORE 3K ) :1 g .
] 4.0 o 2 o
a 8‘ 330-030MY | 3.30 50 3K BEe) ° *1 %
: -030MY | 3.50 KGBA'L...22-35 _
e S 50 - A ® 0|0 LI® ®  cons) 2035 e
g 4.00 04 e o ® 0 O[] ® @ KGBAk.22(nterna) SSR
58

[- CDX shows available grooving depth. | Recommended Cutting Conditions @ G107
* The edge width tolerance of GBA32L050-005F : 0.50 3*
*Applicable Toolholders

1:KGBA"....22-25T5, KGBASY; ...22-25T5, KIGBA'%...22 g T
2:KGBA"....22-25T5, KGBASY ...22-25T5, KGBA"....22-25, KGBAS' ...22-25, KIGBA'...22 X
@ Rake Angle (a) after Installment a Insert Description @ Rake Angle (a) after Installment a Insert Description
of GBA-GM insert 10° GBA437.150-020GM of GBA-MY insert GBA437.175-020MY
GBA43%.175-020GM 15° 1
15° 1 GBA43%.350-030MY
GBA43%.265-030GM 14° GBA43%.400-040MY
GBA43%.300-030GM aindicates the rake angle at the center of the edge width, after installing insert.
12° 1
GBA43%.400-040GM

@ : Std. ltem a indicates the rake angle at the center of the edge width, after installing insert. | t di
O : Check Availability : n150e s arebso in
[[]: Deleted from the next catalog D X G7



Grooving

External

Internal

Face

Grooving Inserts

. Applicable Inserts P [Catbon sl /Aloysteel | @ | O R B EC) @) )
B N [9)
M | Stainless Steel [ L. O Classification of usage %
(mm)| K [Cast Iron (") © | @ :Coninuous-Light nemuption 15t Choce s
Descriptio » N |Non-ferrous Metals @ (O Conous-Lit empion i Chaice | 12
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys (") @:Continuous / 1st Choice %
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) ®| O O (O:Continuous / 2nd Choice %—
GBA43%.480 12.70 5.00 5.5 Hard materials (40HRC-) £
MEGA S
Dimension (mm)| &7 Cermet | GoAT|HASH PVD Costed Carbide | i =
. Applicable 1
Insert Description PV7040[TN620| TN9O [PR1625|PR1215 [PR1115| PR905| PRI30[KW10 To%?hlolders &
CW |CDX| RE 9
Handed Insert shows Right-hand RILIR|L|R|L|IR|L|RIL|RIL|RILIR|L[R|L n
GBA32R 200-100R |2.00 1.00 o |@® KGBAR...16
25 KGBASL...16
300-150R |3.00 1.50 o O KIGBAL...16 (Internal)
~ GBA437.  100-050R |1.00] 2.0 [0.50| @@ 000006 ©® ®|® ® KGBAY...22-15
< 1500758 [1.50| ,  |0.75/@/@ 000006 0 ©ee e kKiBAsk.215
O 200-100R [2.00] 7 [1.00| @@ 000000 000 e e e KGBA...22ntkma)
g 250-125R |2.50| , o |1.25 { J() 00 o000 G9
300-150R [3.00| " |1.50 000000 00000 G10
Full-R KGBAY....22-35
RF : Sharp Edge 400-200R [4.00| 5.0 |2.00 () (] © ®|® @ KGBAS':...22-35
Full-R (Round) KIGBA':...22 (Internal) |(G62
& PBMI 00050RF[ .00 2.0 10.50 (0] KGBAY....22-15 (erma)
150-075RF | 1.50 35 0.75 (0 KGBAS'...22-15
200-100RF|2.00| ~ |1.00 o0 KIGBA':...22 (Internal)
L] 250-125RF | 2.50 4.0 1.25 () *2
300-150RF | 3.00| "~ |1.50 ([
KGBAT....22-35
400-200RF|4.00| 5.0 |2.00 ( J KGBAS"...22-35
KIGBA'/...22 (Internal)

‘ - CDX shows available grooving depth.‘
*Applicable Toolholders

Recommended Cutting Conditions @ G107

2:KGBA"....22-25T5, KGBAS'...22-25T5, KGBA"....22-25, KGBAS %...22-25, KIGBA'k...22

B Applicable Inserts P |catbon seel Aloy stee o
M | Stainless Steel Classification of usage | o
(mm) | K |Cast Iron @ :Continuouss-Liht Intemupton 15t Choice %
De ptio D N |Non-ferrous Metals [ ) (2 Continuous-Light nterupion /2nd Choie |9
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys () @:Continuous / 1st Choice %
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) (O:Continuous / 2nd Choice %
GBA437.480 12.70 5.00 5.5 Herd materials (40HRC-) O [ J 3
Dimension (mm) CBN PCD <
i (o))
Insert Description KBN510 | KBN525 | KPDOO1 | KPDO10 -,'%%m'g%tgfs &
CW [CDX| RE g
Handed Insert shows Right-hand R L R L R L R L 2]
GBA32R  125-010 1.25 [ ] KGBAR...16
2.0 | 01 KGBASL...16
150-010 1.50 ( ] [ ] KIGBAL...16 (Internal)
R =|
GBA43%  125-010 125 2.0 0.1 (L JK
125-020 02 @[] @ | @ KGBAT... 22-15 G9
Lasslad™
EIT [P 0.1 ® ® ® O (s 25 |G10
150-020 3.5 2/ ® ® ® @ KIGBA%...22 (Internal)
200010 500 0.1 ® & o o G62
T-edge VT 200-020 ' 2 @ ®@ @ © (Intemal
250010 050 0.1 @ & o o
250-020 ' 4002 @ @ @ @ *2
300-010 3.00 ' 0.1 e & o o
300-020 ' 02 @ @ @ | @

\ - CDX shows available grooving depth.\
YApplicable Toolholders

Recommended Cutting Conditions ® G107

2:KGBA"....22-25T5, KGBAS'...22-25T5, KGBA"....22-25, KGBAS %...22-25, KIGBA'...22
GBA inserts applicable for KGBA / KGBAS toolholders and KGB / KGBS toolholders.

@ Rake Angle (a) after Installment of GBA insert

GBA327.000-0O00 | GBA43LOOO-OO0 | GBA43LOOO-OOCR (Full-R)
a Insert Grades a Insert Grades a Insert Grades Full-R Description
TNG20,TN90,PV'7040,PR930 | O° KBN510, KBN525 00| TN620,TNGOPV7O4OPRIS0D | oonp senn
10° PRINS,PRI2I5,PRI0S TN620,TC40N,TN9O,PV7040 AU
KPD001,KPD010 o 4 s TN620,TN90,PV7040,PRI30
' 10° | PR930,PR1115,PR1215,PRI05 PR1115.PR1215 PR905 200R
KPD001, KPD010 140 ' ’
20° KW10 20° KW10 KW10 050R~200R
- For GM Chipbreaker and MY Chipbreaker, See page G7.
o S @ : Std. Item

CBN & PCD Inserts are

. |
Inserts are sold in |
sold in 1 piece boxes |

I
8 10 piece boxes

O : Check Availability
[]: Deleted from the next catalog



Lever Lock

External Shallow Grooving Toolholders -

B KGBA z
@
DX @ Alternative Toolholder Reference Table o A
QD
Q
[—— o KGBA <= (KGB) | @
2ol o KGBA. ..2215 | KGB" ...22-15 | &
LH LF KGBAT. ..2225 | KGB': ..22-25 | 53 B
L 4
RBRGY KGBA. ..22-35 | KGB". ...22:35 | ©
£ T
‘ KGB. ...22-25

! KGBA'. ...22-25T5

s00L 40 3 NED
(¢

Right-hand Insert for Right-hand Toolholder, (vl grooving depth hes a i)
® Right-hand shown Left-hand Insert for Left-hand Toolholder.
- Short shank type is not available for KGB / KGBS.
m
x
B KGBAS : D
QO
2 @ Alternative Toolholder Reference Table -
I ¢
g(f)
) @ KGBAS &= (KGBS) g3 E
; >=
50
! | ] 18 |, KGBAST. ..2215 | KGBSY. ..22:15 | 3%
—“ | KGBASY ...22-25 KGBS". ...22-25
i @
. ‘ i KGBASY. ..2235 | KGBS% ..22.35 | S F
— 20 «
R -
Left-hand Insert for Right-hand Toolholder, KGBAS. ...22-25T5 KGBS /‘L 22 25
e Right-hand shown Right-hand Insert for Left-hand Toolholder. (Avaatle grooving deph s i) %7
o
<
@ Toolholder Dimensions =
Spare Parts
Stock Dimension (mm) Clamp Set | Wrench o H
. Applicable Inserts S
Description & G6 - G8
RiL| H HF B LF LH WF | CDX =
g J
KGBA®L 2020K-16 ®® 20 20 20 125 25 =3
5525M-16 oo o5 o5 150 24 30 2.5 | LGBA-167.S GBA32%. type «@
2020K22-15 @ e 20 20 20 [ 125 [ 55| 25 | 44
2525M22-15 @® 25 | 25 | 25 | 150 ~ 1 30 : 2 K
2020K22-25 @ e 20 20 20 [ 125 [ 55| 25 [ 45 3
2525M22-25 ®® 25 25 25 150 ' 30 |
2020K22-25T5 ®® 20 20 20 125 255 25 FT-15
2525M22-25T5 ®® 25 25 25 150 ) 30 5.5 LGBA-22%.S GBA43% type 8
2020K22-35 ®® 20 20 20 125 255 25 . a L
2525M22-35 ® e 25 25 25 150 ) 30 g'
2020H22-15" [ ] 4.0 2
2020H22-25" [) 20 20 20 100 | 25.5 | 25 4.5
2020H22-35° [ 5.5 =z
KGBASY. 2020K-16 ®® 20 20 20 125 25 =
SooN10 oo > | 52 | 52 | 1| 2 | 50 | 25 |LeBAEYS GBA32Ys type s M
2020K22-15 ®® 20 20 20 125 o5 27 4.0
2525M22-15 ®® 25 25 25 150 32 . -
2020K22-25 ®® 20 20 20 125 o5 27 45 FT15 § g‘ N
2525M22-25 ® e 25 25 25 150 32 | oL L S
2020K2225T5  |@|® 20 | 20 | 20 | 125 | o5 | 27 LGBA-22%S GBA43' type Sz
2525M22-25T5 ® e 25 25 25 150 32 55
2020K22-35 ® e 20 20 20 125 o5 27 :
2525M22-35 @@ 25 25 25 150 32

- CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert.‘ * mark indicates short shank type
- Clamp Set : KGBA....LGBA-OCORS for Right-hand Toolholder and LGBA-OCLS for Left-hand Toolholder.
KGBAS...LGBA-OCLS for Right-hand Toolholder and LGBA-OCORS for Left-hand Toolholder.
- See Page G7 and G8 for Applicable Insert & Rake Angle (a) after Installment of Insert.

slied aledg ”!
o

M External Grooving Toolholders KGBA Short Shank types are available

For NC lathe and HSK tooling, KGBAR2020K-OO(Overall length 125mm) short shank type KGBAR2020H22-OO (Overall length 100mm) is available.
No longer required for the users to cut the shank portion.

uolnew.ou|
[eoluyos)
=)

xepu|
-

@ : Std. ltem
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Grooving

External

Internal

Face

G10

External Shallow Grooving Toolholders [for GBA Insert]/

Top Clamp

B KGB (will be switched to KGBA @ G9)

® Right-hand shown

LF \

Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

B KGBS (will be switched to KGBAS @ G9)

® Right-hand shown

N
d

CDX

LF

Kl

L2

‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

: : Spare Parts
Stock Dimension (mm) Clamp Clamp Bolt Spring Wrench
e Applicable Inserts
Description @ G6-G8
R/IL|l H | HF | B LF | LH | WF |CDX \@' -
e
KGB"L 2020K-16 OlO] 20 | 20 | 20 | 125 25
2525M-16 |00 25 | 25 | 25 | 150 | 2% | 30 | 2P GBAS2. type
2020K22-15 (OO 20 | 20 | 20 | 125 255 25 40
2525M22-15 |O/O| 25 | 25 | 25 | 150 |“°°| 30 | ™ R g :
2020K22-25 (00 20 | 20 | 20 | 125 | 5| 25 | 45| o0 A | BHeX25 | SP-6 N st oo
2525M22-25 (OO 25 | 25 | 25 | 150 | <2 | 30 | ™ Lp
2020K22-35 (O|O] 20 | 20 | 20 | 125 25.5 25 55
2525M22-35 (OO 25 | 25 | 25 | 150 ) 30 )
KGBSF/L 2020K-16 OO} 20 | 20 | 20 | 125 25
2525M-16 OO 25 | 25 | 25 150 | 2° | 30 | 2° GBA32}: type
2020K22-15 [O[O] 20 [ 20 | 20 [ 125 | o | 27 | 44
2525M22-15 |O|O| 25 | 25 | 25 | 150 32 : L g 5
2020K22-25 (OO 20 | 20 | 20 [ 125 | o | 27 | , CGB'/ | BHOX25 SP-6 LW-4 GBA3Y typo
2525M22-25 |O|O| 25 | 25 | 25 | 150 32 | ™ " P
2020K22-35 (OO 20 | 20 | 20 | 125 o5 27 55
2525M22-35 | O/O| 25 | 25 | 25 | 150 32 | ¥

\- CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert. \

- Clamp : KGB%. ... CGBR for Right-hand Toolholder and CGBL for Left-hand Toolholder.
KGBS#. ... CGBL for Right-hand Toolholder and CGBR for Left-hand Toolholder.

KGB Toolholder

KGBA Toolholder

* KGB / KGBS toolholder will be switched to KGBA / KGBAS.

Better Chip flow.

O : Check Availability



Grooving Tools For Automatic Lathe < -

GBF

High Precision with Edge Width Tolerance of +0.02mm
High Efficiency MEGACOAT Coating Technology for Long Tool Life

S}Iasu| ajqexapu|
U sepelr) uasu|
w >

s00L 40 3 NED
(¢

Stable Chip Control with GL Chipbreaker

[eutaixg
O

GL Chipbreaker controls chips stable at both grooving and turning.
(Turning is not recommended for GBF32R075-005GL)

Buiuiyoepy
sled |[ews
m

N[l Stable Chip Control Chip Control Comparison (internal evaluation)
GL Chipbreaker Competitor A EO? F
3
«
Grooving @ ® w &
f =0.05 mm/rev g)
d=15mm ® @ o o é ©) ]
3
Turning o
- g £ H
f=0.04 mm/rev LS ) &
ap =0.2mm Talte Yy 4 3 =
: ]
. . " Cutting Conditions : Vc = 80 m/min, Edge Width 1 mm =
FOCNEY  Chips are short, curled and break evenly in low feed machining. Workpiece Material : SUS304 £ J
Prevents chip clogging. 3
=
Z K
¥ Good Surface Finish @
[2)
S
. . . - & L
GL Chipbreaker controls chips stable at high feed machining, g
Good surface finish of side wall ¢
. . . £
Surface Roughness Comparison (Interal evaluation) Chip Control Comparison (Internal evaluation) = M
«
10.0
@® e 0 e ® 0 g o
M GL Chipbreaker Chipbreaker @ 9 @ 4 s @ & g% N
8.0 W Competitor A .. s & @ - ® 2 g
c =
= ~N © 6
N " P Ay 4. b © -‘é’
T 60 Competitor A = M @ ° ]
@ f e 0 ©® o = o P
8 (Molded Chipbreaker) © % ® 5 3
_§, ® o ® e ©°© g o a"
2 40 =
© f=0.03 mm/rev f=0.04 mm/rev f=0.05 mm/rev % o
S <
£ 33 R
3 50 £8
: g8
0 g T
0.02 0.04 0.06 s

f (mm/rev)

Cutting Conditions : Vc = 80 m/min, d = 1.5 mm, f = 0.03~0.05 mm/rev, Edge Width 1 mm
Workpiece Material : SCM415

G11



For Automatic Lathe Great for High Pressure Coolant Grooving Toolholders KGBF-JCT/

Discharges coolant from the top of the insert. Provides excellent chip control and long tool life

Coolant Hole

Ample supply of coolant to the cutting edge
Prevents coolant siream spreading which slows the coolantflow | Cuting Area Distance |
(~10mm)

Direction of Supply
Sufficient coolant between the chipbreaker and the chips m
Stable chip curls and sufficient cooling of the insert /D

Excellent Chip Control

Chip Control Comparison (Internal evaluation)
KGBF-JCT provided much better chip control with reducing chip clogging

(o]

£

>

o

S

S

KGBF-JCT ¢ 9 0
®

External
Internal

Face

Competitor B .
Chip clogging Chip clogging Chip clogging
0.04 0.06 0.08 0.10
f (mm/rev)

Cutting Conditions : Vc = 100 m/min, d = 2.5 mm, GBF32R200-010 PR1535, KGBFR1625H-16FJCT
Workpiece Material : TAB6400 (Ti-6Al-4V) External coolant + Internal coolant (1.5MPa) External Grooving

Superior Cooling Action Improves Tool Life

Wear Resistance Comparison (internal evaluation)
KGBF-JCT Showed Superior Wear Resistance

0.20

Cutting edge condition

|
M KGBF-JCT | KGBF-JCT
M Competitor B

«.""

Fracture

0 15 30 45 60 75 90
Cutting Time (min)

Cutting Conditions : Vc = 150 m/min, d = 1.8 mm, f = 0.06 mm/rev, GBF32R100-005GL PR1535, KGBFR1625H-16FJCT
Workpiece Material : SUS304 External coolant + Internal coolant (1.5MPa) External Grooving

G12



For Automatic Lathe External Shallow Grooving Inserts >

. GBF I GBF-GL P | Carbon steel / Alloy steel O Classification of usage g
M | stainless Steel O [ J @ : Continuous-Light Interupton pas A
K | Castlron [ ) 15t Choice %
N | Non-ferrous Metals [ ' Continuous-Light nteruption @
(mm) S | Titanium Alloys () /2nd Choice =
Description IC S D1 Hard materials (~40HRC) @ : Continuous / 1st Choice %g B
GBF32_ 9525 | 3.8 4.4 H I ard materials (40HRC-) O Connious 204 Choe | 53
Insert Description S ME‘;:\(::T Miififj C:\:\tl)ie T D Sf\;[fﬂiggltem “8
Handed Insert shows Right-hand Cw | CDX RE R L R L R L Vel Toohoiers g C
GBF32%/. 025-000F 025 | 06 000 @ @ ®© @6 & o g
025-005 ) ) 005 @ © ®© © & o
030-000F | ., 000 ®© © ®© © & o o
030-005 ' g L 005 @ @@ O 0 e gD
033-000F - 0.33 : 000 @ @6 &6 6 o o D
033-005 1| 005 ® @ ®© ®© & o
043-000F = (.. | ,, [ 000 |[®@ @/® @ ® ® =2
043-005 2| T ]005 @ @ ®© 0 o S E
050-000F | 000 @O @O/ @@ @ @ 29
050-005 ' 005  ®© ®© © ®© & o “w
053-000F 053 | 12 000 @ @ @ &6 & o
053-005 | ' 005 ® © ®© ®©  ® © g F
065-000F 065 000 @ @ @6 & o o 2
065-005 ) 005 ®© ®© ®© ®© & o
075-000F | . 000 ®© © ®© © & o 5
075-005 ) 005 ® © ®© ®© @& o 3
080-000F | . 000 @ @/ ® @/ ®@ © 2
080-005 : 005 @O @O/ @@ @ @ a
095-000F 0.95 000 @ @ @ & o o
095-005 ) 05 ® ®© ®© ®© ® © o
100-000F | . o 000 @O @O/ @/ ®@ @ @ £ H
100-005 ) 005 ® © ®© ®© & o =
110-000F | . ., | ,, | 0.00 ® © 6 6 o ©o
110-005 ) : 005 @ @ ®© ®© ® O 3
120-000F | ., 000 @ @/ ®© ®© & o g J
120-005 ) 05 ® ®© ®© ®© & © 3
125-000F 000 @ © ®© @ @& o @
125-005 1.25 05 ® ®© ®© ®© ® ©
125-010 .l @ 0o/ @ & e e 2 K
130-000F 000 @ @ ® ©® & © 2
130-005 1.30 0.05 o &6 &6 6 & o KGBF®....16F
130-010 01 [0/ @@ (@ ® ® | o (corie | G14|
140-000F 000 @ @ &© &6 o o K.C;BFSR/ 16 G15 %
140-005 | 1.40 005 @@ @ 0@ @ 7 Gle| o L
140-010 o1 ®© @€ ®© @ @ o s
145-000F 000 ®© © ®© © & o
145-005 | 145 005 | @ ©/® ® e e =
145-010 27 0.1 ® 6 6 6 o o = M
150-000F ’ 000 @ ®© ®© ®© & © @
150-005 1.50 05 ® ®© ®© ®© ® ©
150-010 o1 @ @€ © & & o g
165-000F 0.0 | @@ ® ®© @ ® 2SN
165-005 | 1.65 0056 @ ®© ® © @& O )
165-010 0.1 ® 6 6 6 o o =3
170-000F 000 @ ®© ®© ®© & © @
170-005 | 1.70 0056 @ ®  ® ® ® © E
170-010 o1 @ @ e e e e v P
175-000F 000 @ @ &©6 &6 o o @
175-005 | 175 0056 @ @ ®@ ®  ® © -
175-010 ol @ e ®© e @ e 5g
200-000F 000 @/ ®© ®© ®© ® © 35 R
200-005 | 200 30 [ 005 [ @ @@ © @ | ® g8
200-010 0.1 ® @6 6 6 o o
225-005 005 005  ®© ©  ®© ®© @& o _
225-010 ' o1 | @ 06/ 0 e | e 2 T
250-005 250 0056 @ @/ @ &6 o o x
250-010 ) 0.1 ® 6 6 6 o o
300-005 3.00 05 ® ®© ®© ®© ® ©
300-010 ' 0.1 O @6 6 6 o o
GBF32R 075-005GL| 0.75 | 2.0 005 | @ o
095-005GL| 095 | 2.0 | 005 | @ [
100-005GL| 1.00 | 2.0 | 0.05 | @ [ ]
150-010GL | 150 | 2.7 | 0.10 | @ [ J
200-010GL| 2.00 | 30 | 0.10 | @ [
300-010GL| 3.00 | 3.0 010 | @ []
Max. Cutting Dia. : See Page G16 *1 Edge w?dth tolerance of GBF327/.033-000F/005 : 0.33 391 Recommended Cumng Conditions @ G17
*2 Edge width tolerance of GBF327/,043-000F/005 : 0.43 351
@ : Std. Item *3 Edge width tolerance of GBF327/.053-000F/005 : 0.53 5932 S

. I
Inserts are sold in |

i I
L 10 piece boxes ' G13



For Automatic Lathe External Shallow Grooving Toolholders [for GBF Insert] 9

. KGBF-F (without offset)

Clamp screw can also be operated from this side.

20

T

WF

@ Right-hand shown

CDX

LF

& LH

HF

Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

. . Spare Parts
Stock Dimension (mm) Ciamp Sorow Wrench
Description
R L H=HF HBH B=WF LF LH *CDX E)
KGBF?%. 1010JX-16F | @ | @ 10 4 10
g 1212JX-16F | @ | @ | 12 12
3 120 18.5 3 SB-4070TRW FT-8
15 1616JX-16F o (] 16 - 16
2020JX-16F | @ o 20 - 20
* CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert.
External
Internal
. S-KGBF (External Sleeve Holder)
Face

G14

LT

20'1\*. é |
g = / i
@Lﬂ:ﬂn: u
e | eft-hand shown ‘ Right-hand Insert for Left-hand Toolholder.
Note 1) CDX shows available grooving depth.
@ Toolholder Dimensions
. . Spare Parts
Stock Dimension (mm) Ciamp Sorow Wrench
Description
L | DCON LF WF DN HDD H E’
S16F-KGBFL16 o 16 85 15 15
S19G-KGBFL16 ( J 19.05 90 18 17
S19K-KGBFL16 [ J 120 6 57
S20G-KGBFL16 [ ) 90
S20K-KGBFL16 ° 20 20 19 18 SB-4070TRW FT-8
S22K-KGBFL16 o 22 21 20
S25.0H-KGBFL16 [ ) 25 100
1 24 2 2
S25K-KGBFL16 @ 25.4 120 0 3 3
@ : Std. Item



Screw Clamp

B KGBFS

sepelr) uasu|
>

A

SO
l e :

LH

WF

S}asu| 8jqexepy|
Buiung
os)

CDX

s00L 40 3 NED
(¢

|

i

i

I

|

|

i

HF

H

[euseixg
O

=
z®
A 28
=; E
® Right-hand shown Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.[ 3 %,
@ Toolholder Dimensions g F
3
) ) Spare Parts @
Stock Dimension (mm) Clamp Sorew py—
Description 9
@) S
R | L |H=HF| HBH | B LF | LH | WF | CDX" E’ £
@
KGBFS". 1010JX-16 ® o 10 4 10 15 o
I z H
=
1212JX-16 e o 12 2 12 120 14 16 3 SB-4070TRW FT-8
] =
1616JX-16 | ® | ® | 16 - 16 20 3y
=]
*1 CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert. 3
Please check cautions on G16 for the maximum workpiece diameter.
o
5 K
»
=3
o
g L
2]
=
L

uolnew.ou| 1A Buruang
jeoluyosy  SHEd areds 10} S|001
0 ) =2

xepu|
-

@ : Std. ltem
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For Automatic Lathe External Shallow Grooving Toolholders [for GBF Inser@

. KGBF-JCT (Coolant-through Holders)

MHD2

3-Rc1/8

MHD

Grooving

External

Internal

Face

G16

m
= =]
LF
I
I
HBL %‘
® Right-hand shown Right-hand Insert for Right-hand Toolholder.
@ Toolholder Dimensions
) ) Spare Parts
Stock RinSiERy (mm) Clamp Screw Wrench Plug
Description
R | L |H=HF|HBH| B | LF |HBL| LH | LN | WF |CDX|MHD MHD2 E/
KGBFR 1220H-16FJCT| @ 12 |15 20 |100| 20 | 20 | 28 | 12 3 | 35 -
SB-
1625H-16FJCT | @ 16 - 25 | 100 | - 20 |40 | 16 | 3 | 25 | 46 4070TRW FT-8 GP-1
2025H-16FJCT | @ 20| - |25 |100| - |20 |40 | 20| 3 | 25 | 46
*1 CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert.
Please see H14 and H15 for piping parts of coolant-through holders.
@ Cautions N
Machining at 3mm groove depth
Compatibility with GBF and GBA Ry
3
D GBF will fit KGBA / KGBAS toolholders N Iy Te———
Caution : The maximum groove depth for KGBA / KGBAS toolholders is 2.5 mm
B GBA inserts will also fit KGBF-F toolholders
Caution : The rake angle after installation in the toolholder is 11°
KGBF-F toolholder with GBF Insert Maximum Machining Diameter
3 mm groove depth is available on workpiece diameters up to 651mm Inteferes at over
2.7 mm groove depth is available on workpiece diameters up to g100mm, dameler51mm ,
2.5 mm or less groove depth is available on workpiece diameters up to 2200mm /
The workpiece will interfere with the holder at maximum cutting p
diameters or larger. _ :
@ : Std. ltem




Recommended Cutting Conditions e

4 Recommended Cutting Conditions (GBF) z
Recommended Insert Grades (Cuting Speed Ve: mimin) (1) f for Grooving (mm/rev) %5 A
Workpiece MEGACOAT |MEGACOATNANO| Carbide (2) f for Turning (mm/rev) Remak §
Material g § 0 (8) ap for Turning (mm) emars g_‘
E E (;5 GBF32f.025 - 053 | GBF327.065 - 095 | GBF32%.100 - 145 | GBF32%.150 - 300 %g B
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 %
Carbon Steel 80 ~*1 80 70 ?‘71 60 - (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 §
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2 2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 § c
Alloy Steel 80 ~*1 80 70 ?‘71 60 - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05 )
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 2
Stainless Steel 60 ?‘71 30 50 f1 20 - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05 § D
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2 Coolant =
* (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 =0
Cast Iron - - 60 ~ 100 (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 2 g
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2 g < E
* (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 g %
Aluminum Alloys - - 150 ~ 400 (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (8) MAX.0.2 o
* (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 %- F
Brass - - 150 ~ 300 (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05 @
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
% : 1st Recommendation v : 2nd Recommendation %)
o
g.
«
@ Recommended Cutting Conditions (GBF-000F [RE=0.00])
Recommended Insert Grades (Cuting Speed Ve: mimin) (1) f for Grooving (mm/rev) g H
Workpiece MEGACOAT |MEGACOATNANO|  Carbide (2) f for Turning (mm/rev) - =
Material 2 § Lo (3) ap for Turning (mm) BIEliE =
o o = GBF32%, GBF32%, GBF32%, GBF32%, é J
o o O 025 ~ 053 - 000F 065 ~ 095 - 000F 100 ~ 145 - 000F 150 ~ 200 - 000F o
(1) 0.005~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05 a
Carbon Steel 80 ~* 180 70 ?‘71 60 - (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2 o
(1) 0.005~0.025 (1) 0.01~0.03 (1) 0.01~0.04 (1) 0.01~0.04 % K
Alloy Steel 80 ~*1 80 70 757160 - (2) Not recom. (2) Not recom. (2) 0.01~0.03 (2) 0.01~0.03 @
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2 o
(1) 0.005~0.02 (1) 0.01~0.025 (1) 0.01~0.03 (1) 0.01~0.03 =X
Stainless Steel 60 ?*71 30 50 :k1 20 - (2) Not recom. (2) Not recom. (2) 0.01~0.025 (2) 0.01~0.025 ; L
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX. 0.2 o
(1) 0.005~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05 Coolant ¢
Cast Iron - - 60 :k1 00 (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04 =
(3) Not recom. (8) Not recom. (3) MAX. 0.2 (8) MAX. 0.2 % M
(1) 0.005~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05 ©«
Aluminum Alloys - - 15 Of 400 (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04 .
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (38) MAX. 0.2 £
* (1) 0.01~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05 § % N
Brass - - 150 ~ 300 (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04 z g
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (8) MAX.0.2 =
% : 1st Recommendation ¥y : 2nd Recommendation %’
° P
QO
@
4@ Recommended Cutting Conditions (GBF-GL) 5,
Recommended Insert Grades (Cuting Speed Ve mimin) (1) f for Grooving (mm/rev) % § R
Workpiece MEGACOAT |MEGACOAT NANO (2) f for Turning (mm/rev) %g
Material 2 3 (3) ap for Turning (mm) Remarks
] o -
E E GBF32R075 - 005GL | GBF32R095 - 100-005GL | GBF32R150 - 200-010GL | GBF32R300 - 010GL é T
(1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 (1) 0.04~0.1 x
Carbon Steel 80 ~*1 80 70 %1 60 (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (2) 0.04~0.08
(3) Not recom. (3) MAX. 0.2 (3) MAX. 0.3 (8) MAX. 0.5
(1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 (1) 0.04~0.09
Alloy Steel 80 - 180 20 f\\: 60 (2) Not recom. (2) 0.03~0.06 (2) 0.03-0.06 (2) 0.04-0.08 Coolant
(3) Not recom. (3) MAX. 0.2 (3) MAX. 0.3 (8) MAX. 0.5
(1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 (1) 0.04~0.09
Stainless Steel 60 ~*1 30 50 ;*1 20 (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (2) 0.04~0.08
(3) Not recom. (3) MAX. 0.2 (3) MAX.0.3 (3) MAX. 0.5

% : 1st Recommendation ¥y : 2nd Recommendation

G17



External Shallow Grooving Toolholders [for TGF Insert]/

. KTGF-F (without offset)

2-5) * *Clamp screw can also be operated from this side.

\j

i 1 i
= [ i
RaN=: , e% i Y
2, = H LE >
a
a Insert Grades :! N _
.| PR1115, PR1215 A i A
20 PR930, KW10 UI_V W \ H I‘
11° KPDOO01 AWAY / = K
6° TC40N A2
® Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
> (2.5)
A \ A
n 1 o
= ‘. N /
v I A
! 2 LF
Y LH
a Insert Grades ] ‘ L ;
A A
.| PR1115, PR1215 W
20° " PR30, KW10 e ® v o
11° KPDOO01 T
6° TC40N A g
® Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
@ Toolholder Dimensions
g Spare Parts
£ . .
8 Stock Dimension (mm) Clamp Soron] Wrendh
© Description
p @
R|L| H HBH HF | B |LF | LH|WF g
External
KTGF"1 1010JX-16F @@ 10 | 2 | 10 | 10 10
Internal 1212JX-16F (@@ 12 ) 12 | 12 | 120 |18.5| 12 SB-4070TRW| FT-8
1616JX-16F @ @ 16 16 | 16 16
Face KTGF". 1212F-16F 00 12 - 12 | 12 | 85 |18.5| 12 SB-4070TRW| FT-8
KTGF?. 1010F-16 @®® 10| 4 | 10| 10 | 80 12
1212H-16 o0 12 2 12 | 12 | 100 |18.5| 16
1616H-16 ®@® 16 16 | 16 | 100 20 SB-4070TRS | FT-10
2020K-16 ®@® 20 | - | 20| 20 |125 20 25
2525M-16 @0 25 25 | 25 | 150 32

@ KTGF-F / KTGF Selection Reference

Q : When is it recommended to use "Without Offset" of KTGF-F toolholders for external grooving?

A : When operating the automatic lathe, the toolholder come very close to the chuck.
In such cases, the "With Offset" toolholder sometimes interferes with the chuck due to the large gap between B
and WF dimensions as shown below.
It is necessary to use “Without Offset” in such cases.

Dimension WF

Dimension WF

No gap Dimension B Large gap ‘ Dimension B

\
KTGF-F (without offset) KTGF (with offset)

@ : Std. ltem
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Screw Clamp

. S-KTGF (Sleeve Holder)

2 E‘) A
E | g
a i g
| g
; =3 B
- LF a Insert Grades %“’
TT”’ . . o] PR1115, PR1215 .
o o8 : PR930, KW10 g
= Finm— ‘ 11° KPDO0O1 =
&l | 1 6 TC40N g c
& g
5 g
o Left-hand shown ’ Right-hand Insert for Left-hand Toolholder. m
Note 1) CDX shows available grooving depth. 5’ D
>
@ Toolholder Dimensions =
. . Spare Parts =2
Stock DIABAEER () Clamp Screw| Wrench nf_;% E
Description @) 28
L | DCON LF WF DN HDD H v % e
S12F-KTGFL16 ° 12 80 1.0 11 Y
S14H-KTGFL16 [ ] 14 100 13.0 13 @
S15F-KTGFL16 [ 15.875
S16F-KTGFL16 e 8 3 146 - 1 2
S19G-KTGFL16 (J 90 2
. . B-4070TR FT-1
S19K-KTGFL16 o % 120 176 17 [SBAUOTRS| P10 g
S20G-KTGFL16 [ ] 90
S20K-KTGFL16 o 120 186 18 2y
$25.0H-KTGFL16 o 25 100 3
S25K-KTGFL16 ® 54 120 10 236 87 2
o
. g J
M Applicable Inserts (HECHEC) s
m ) ® ™ Classification of usage @
[ @ : Continuous-Light ntemuption 1 Choice
(mm) “ [ @ | O: Continuous-Light nterupion/2nd Choic g K
T c s = () @ | @ Continuous/ 1st Choice 3
P y |Hard materials (~40HRC) ®@| O] O O Continuous / 2nd Choice
TGF32_ 9.525 3.18 4.6 Hard materials (40HRC~) »
Dimension (mm) (Cermet| MEGR| _ PVD o |Carbide| PCD g
Applicable SePaglor | L
Insert Description TC40N|PR1215/PR930|PR1115(KW10|KPD001 Applceble =3
CW |CDX| RE Toolholders | e | ©
Handed Insert shows Right-hand RIL|R RIL|R|L|[R|L|R|L
TGF327.033-005 | 033 0.8 | - e @ O |@ =M
050-005 [050] 1.2 | " @ |oleleeO e a
075-010 | 0.75 o 00000 OO0
095-010 | 0.95 [ ) 0000 e g
100-010 | 1.00 o (eeeeC @ 28 N
120-010 | 1.20 o0 o0 Cs
125-010 | 1.25| 2.0 o o000 @ El
140-010 | 1.40 0.1 Q0 o0 @
145-010 | 1.45 o eeee [ /|® KTGF'...16F | 18| & p
150-010 | 1.50 [ ) 00006 e KTGF"....16 G19 3
175-010 | 1.75 e 0000 O e S...KTGF/16 @
200-010 | 2.00 o5 o |0o0/00 O @ 5
250-010 (250 | o oeee O @ §"§ R
TGF32%.125-010 | 1.25 Y §.§-
2.0 o
] 150-010 | 1.50 0.1 ° _
] 3
§ 125~150 LE=1.7 |8 200-010 2.00| 25 o 2 T
T-edge 200 LE=1.9
[: CDX shows available grooving depth. | Recommended Cutting Conditions ® G108
®: 5. e T sssassadin [ GeN&roDinsisae |
O : Check Availability 1 ) i " . ]
[[]: Deleted from the next catalog ——— J(_) ‘_"f‘ie_b_°3‘?s ______ : - _sglii _m_1_[:|e_c_e_bf»_(e_s_ - _ll G1 9



Grooving

External

Internal

Face

External Shallow Grooving Toolholders [for TG Insert]/

Screw Clamp

B KTG (will be switched to KGBA @ G9)

® Right-hand shown

o)
(]
x

Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

e
e m
= e

(_)T LH LF

o

~‘~7

W .

@ Toolholder Dimensions

. . Spare Parts
Stock Dimension (mm) Clamp Screw i
Description @)
RIL| H |HF| B | LF | LH | WF |cDX = | T
= | E
KTGT. 2020K-16  |JJ| 20 | 20 | 20 125 25
2525M-16 |0 25 | 25 | 25 |150| 20 | 30 | 2° SB-4TR | - FT-15
2020K22-15 [CC] 20 | 20 | 20 [125] ,e | 25 |, ,
2525M22-15 |1/ 25 | 25 | 25 150 30 |+
2020K22-25 ||| 20 | 20 | 20 125 25
2525M22-25 |10 25 | 25 | 25 |150| 22 | 30 | 4° GS-50 LW-3
2020K22-35 |/ 20 |20 |20 [125| o | 25 | 55
2525M22-35 |10 25 | 25 | 25 150 30 | °

‘ - CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of insert. ‘

* GBA insert cannot be installed to this toolholder.

M Applicable Inserts

Classification of usage

(TG insert will be switched to GBA ©G6~G8) M _|stainiess Stesl |
mm @ :Continuous~Light Interruption / 1st Choice
Description IC S D1 N [Nondemous Metsls | ():Continuous-~Light Interruption / 2nd Choice
TG32_ 9.525 3.18 4.5 Hard materials (~40HRC) .:Cont?nuous /1st Choif:e
TG43_ 12.70 4.76 5.5 H Hard materials (40HRC~) O:Continuous / 2nd Choice
Dimension (mm) | Cermet
See Page for
Insert Description BCH| Tneo | Applicable Toolholders | Apicabie
CW |CDX| or Toolholders
Handed Insert shows Right-hand RE R L
|c cw+0.03 TG32%. 075 0.75 O O
General (Square) BCH B"ﬂ 095 0.95 D D
orner is Chamferes 15
— ” g 125  [1.25 O O
\' H's 145 1.45| 2.0 [Co1| [ | [J KTG"%....16 G20
< W 150 1.50 O O
S s 175 1.75 O 0
TG32 type (Corner is Chamfered) 200 2.00 L] L]
TG43%. 150 1.50 L] L]
175 1.75 L] L] R
200 200 35|02 00 KTG"%....22-15
o003 230 2.30 O] O
Ic R E. 250 2.50 O] L]
P = 265  |2.65 Ol 0
4‘ s 280 2.80] 4.0 O O KTG"...22-25 | G20
(Comer s Rrep) \ - 300 3.00 3 gD
i S 330 3.30 O] L]
350 3.50 L] L]
400 4.00 L] L] R
— 130 43050 o4O o KTG..22-35
450 4.50 Ll L]

‘~ CDX shows available grooving depth. ‘

* KTG will be switched to KGBA. Machining against the wall is available.
* For applicable insert, TG insert will be switched to GBA.
Change Insert Grade TN60 for TN90.

There are various types of GBA insert grades available dependent on the user's cutting

condition requirements.
* Check the corner-R(RE) of the insert when changing.

_____________________

! Inserts are sold in
10 piece boxes

KTG

)

Recommen

ded Cutting Conditions @ G108

KGBA

[]: Deleted from the next catalog




KGD Grooving

B Features

sepelr) Uasu|
>

zﬁ? Various insert lineup

SHasU {qexapu|
Buiung.
os)

@ Smooth chip control

B Newly-introduced chipbreakers designed to cover a variety of workpiece materials.
@ High precision edge preparation

m) High precision molding technology with tolerance +0.03mm (Edge width 2, 3, 4mm types)
@ Highly-reputed MEGACOAT technology

) Long tool life and high efficiency machining achieved by superior oxidation resistance and wear resistance.

[euIolX3 S0l a0d B NED
w) (@]

Buiuiyoepy
sped |[ews
m

@ Application Map @ Chipbreaker Selection
vy)
. . S F
Grooving and Turning Application 3
High A
High Feed o
PH g
@ ) s.
g General purpose External Grooving e
2 GM
E Carbon Steel High Fi
8 el
Stainless Steelf Interruption g
Low!
Low rigid material
Feed Rate
_|
=
v ¥ i
Low Cutting Force Low Feed General purpose High Feed Copying E'
GL GM PH CM
9
= K
«
»
2
o
@ Chip Control Comparison (SCM415 Vc=150m/min, f=0.15mm/rev) g L
&
=
M
«

W Buiuing
10} S]00].
=

GM Chipbreaker Competitor A Competitor B

Smooth chip control

¥

Less chip biting troubles

sped aledg I
)

uolnew.ou|
[eoluyos)
=)

@ Features of MEGACOAT @ Wear Resistance Comparison

0.20

40 Cutting Conditi B c itor C PR1 225:
_ o1 U Vossomimmn: 1st choice for cut-off, grooving 3
5 * g o ammirey and turning g T
% T - Ccm@o.r D
ﬁ 20 ¢ 0.10 PR1215:
5 5 With superior wear resistance
I 4 = 0.05 Competitor E PR1215 P ! )
’ recommended for grooving and
000 cut-off under the stable conditions

0 200 400 600 800 1,000 1,200
Oxidation temperature (°C) 0 20 40 60 80 100
Cutting Time (min)

as well as machining of cast iron.
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KGD Grooving -

Integral Type ® G25 Separate Type @ G29

@ High rigidity separate type toolholder
B Adaptable to wide applications
by changing blades

Deals with various edge widths and cutting depths
by changing the blade and toolholder combination.

1 v,_v“ﬂT_ER'a

c%) Even if the blade is broken, you only need to replace the 205 -Q
€] \a Zﬁalz‘ag(,
G broken part. _ QRSG5
Serration
@ Toolholders for High Pressure Coolant ®G26

External )

o Added Coolant-through holder KGD-JCT with superior E - diie
Internal chip control and long tool life
Face

M Structure of toolholder unit (Toolholder + Blade)
@ KGD-S (0° Separate Type) ® G29 @ KGDS-S (90° Separate Type) ®G30

Insert Clamp Screw

Blade Toolholder

. Blade Fixing Screw

Toolholder

Blade

* Note for the toolholder and blade combination

* Note for the toolholder and blade combination
of 90° separate type

of 0° Separate Type
Toolholder (KGD%. OOOO -C) Toolholder (KGDS . OOOO -C)
+ +

Blade (KGD%.- OTOO -C) Blade (KGD /& - OTOO -C)

=left-hand Blade for Right-hand Toolholder,

=Right-hand Blade for Right-hand Toolholder,
Right-hand Blade for Left-hand Toolholder.

Left-hand Blade for Left-hand Toolholder.

G22



Inserts for Grooving and Cut-off -

. P | Carbonsteel/Alloy steel | @ | O @ O =
. GDM I GDMS / GDG Classification of usage M | Stainless Steel OO §
' ) ) ) K | Castlron ™ % @ A
@ :Continuous-~Light Interruption / 1st Choice o] =
. ; ‘ i N | Non-ferrous Metals [ 2
@.Contmgousi\ghtInterruphonl/ 2nd Choice S [Titanium Alloys ™ ol 5 o _
@:Continuous / 1st Choice - Q5 =3
O:Continuous / 2nd Choice H A AR O <5 s
Hard materials (40HRC~) 59| 23 B
0o | #
Dimension (mm) Cermet |"5i5" IMEGACOAT Carbidel D12 |
o z
Insert Description cwW Sle |8 |82 w § g C
REINSL S |g |2 |2 = 2|2 g
Toerance F F E £ £|o i
GDM 2420N-020GM | 2.4 0.0 e & 6 o o wbodm| X
3020N-020GM | , : e o o o o gD
3020N-040GM | ™~ | .1 0.4 ®© &6 6 o o G25| =
4020N-020GM - 0.2 e 6 6 o o t =0
4020N-040GM | 4.0 041,743/ ® @©/ @ @@ G30| 53
4020N-080GM 0.8 “/lele/e e @ =5 E
. 5020N-040GM | . 0.4 e o o o o G5 | @2
5020N-080GM | = 10,04 0.8 e 6 6 o o G29
6020N-040GM 6.0 - 0.4 e 6 6 o o G30 o
2 6020N-080GM | 0.8 e o o o o s F
;_E General purpose 8030N-080GM | 8.0 |+0.05] ™ 30 | 55 ® o o G25| <«
2 . GDMS 2220N-020GM | 2.2 0.2 e 6 6 o o 626 280
2 Eﬁ% 3020N-040GM | 3.0 |+0.03 0.4 e 6 6 o o GgS %’
g INSL ) 4020N-040GM | 4.0 ] 20143, © @ © © o G30 g
S . = 5020N-080GM | 5.0 e o o o0 G25| &
5 +0.04] 0. G29
Geners purpose 6020N-080GM | 6.0 | =004 08 o o o 0|0 ¢30
GDM 2420N-020GL | 2.4 0.2 e e/ 0 o o B T
3020N-020GL 30 ) e 6 6 o o G25 S
/ 3020N-040GL | ~~ £0.03[ 0.4 e o6 0 o0 :
4020N-020GL 022043 ©® © © © © =
e .
4020N-040GL | +© e o 0 0 o G30 3y
5020N-040GL | 50 | . | 0.4 e o o o o ggg g
Low Feed 6020N-040GL | 6.0 |~ e &6 6 o o G3o| ©
GDG 2520N-020GS | 2.5 ® 06 0 0 0 o %
3020N-020GS | 3.0 0.2 ® 6 & & 0 o G = K
) 3520N-020GS | 3.5 e 6 6 6 o o l a
5 4020N-040GS | 4.0 |.0.02 20 143 9 @@ @ @ @ |G30
& 5020N-040GS | 5.0 04 ® 6 6 06 0 0 523 ¢
6020N-040GS | 6.0 ' ® &6 6 6 0 o G3n| L
Low Cutting Force 8030N-040GS | 8.0 30/ 55 @ @ @ & ©& o G25 =3
- GDM 3020N-150R-CM | 3.0 15 e o 0 0 o G25
£ +0.03 20 1 =z
§ 4020N-200R-CM | 4.0 2.0 43 ® 6 6 o o G30 g M
;s 5020N-250R-CM | 5.0 25|, e 6 06 o o G25
2 +0.04 21 G29 |
6020N-300R-CM | 6.0 3.0 e &6 6 o o G30| 53
295
GDM 2020N-020PH | 2.0 0.2 e o o ezcs;.zgao ‘%% N
5 3020N-030PH | 3.0 |+0.03 0.3 20 ® o o G25 =m
P . ]
3 4020N-030PH | 4.0 s o o o G30| B p
5 | GDMS 2020N-020PH | 2.0 0.2 ' e o o 2| 5
S 5 3020N-030PH | 3.0 |+0.03 0.3 20 e o o G25 =
' - . . 1 )

Hig Feed 4 4020N-030PH | 4.0 o o o G| 33 R
*GDM50/60-CM differs from other descriptions in length (INSL) to avoid interference of a toolholder with workpiece. Recommended Cutting Conditions @ G33, G34 S 2
®Inserts Identification System B

(2) Tolerance Symbol (4) Edge Width (6) Hand of Tool (8) Chipbreaker Symbol % T
M : M Class 20:2mm N : Neutral GM : Groovingand Tuming| CM : Copying o
G : G Class 30 :3mm GL :Low Feed | PH :High Feed

40 : 4mm GS : Low Cutting Force| NB : Without Chipbreaker

I | |
|G|D||M||§||3o||2|o||N| —|0:lO||GM|

[ ()Series | (3) No. of edge (5) Insert Length (7) Corner-R(RE)
No Indication : 2-edge 20 : 20mm 020 : 0.2mm
S: 1-edge 30 : 30mm 040 : 0.4mm

150R : 1.5mm(Full-R)

_____________________

@ : Std. ltem ! Inserts are sold in 1
l 10 piece boxes ;
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Inserts for Grooving

. GDGs (CBN / PCD) Classification of usage “
[
@ :Continuous~Light Interruption / 1st Choice “ [ ) c_'ou
(:Continuous~Light Interruption / 2nd Choice @ | &
@:Continuous / 1st Choice H Hard materials (~40HRC) % g
(O:Continuous / 2nd Choice Hard materials (40HRC~) [ ) f e}
Sintered Steel [ ] L g
MEGA 28
Dimension (mm) COAT|CBN|PCD| S
- CBN p
Insert Description cwW = E § S
RE |[INSL| S | LE |8 | 2 | @&
Tolerance 2 0 ¢
CBN P GDGS 2020N-020NB| 2.0 0.2 ® O O 5%
L g 3020N-020NB 3.0 0.2 [ J
s T e 3020N-040NB| 04 o o G25
o
2 Y 40 4020N-020NB 40 0.2 ® | G3o
g PCD R 4020N-040NB +0.03) 04 | 20 | 43 29 | @ ©
© < 5020N-020NB| _ 0.2 L)
BT 5020N-040NB| - 0.4 o o ggg
oo 6020N-020NB 6.0 0.2 ® | G30
vedge = 6020N-040NB| 0.4 o o

Recommended Cutting Conditions @ G33, G34

@ Note for the toolholder and insert combination of KGD (new) and KGM (conventional)

Grooving

External

Internal

@ Insert setting angle for grooving toolholders

New Insert

KGD: 0’

Conventional tools KGM : 5°

.

v s
2 .

New Toolholder
KGD

Installing conventional inserts to the new toolholder is not recommended.

Conventional Insert
GMM

L
!

Conventional Toolholder

Face

_____________________

CBN & PCD Inserts are
sold in 1 piece boxes

@ : Std. ltem



. KGD (Integral Type) §
o A
JE‘E cDx _g
2z © 5
© o
-t \ e
1 | LH %
t ! 8
w =
KGD#.1216JX-3T06 1 U_T @\ :]: 8 c
@ KGD.1216JX-4T06 I T g
shows above figure =3
‘:77H78Liiij<{§ LF EI
e D
® Right-hand shown 2
@ Toolholder Dimensions §§
= == E
= ; Spare Parts ERY
% Stock Dimension (mm) ECd%W'dth E
£ | s (mm) | Clamp Bolt | Wrench
= § Description © g F
, 5
?Eé R|L| H | HF |[HBH| B | LF | LH |HBL| WF |CDX MIN.MAX,| = / “
(mm) | (mm) g ®
KGDY. 1616H-2T06 | @ |@] 16 | 16 | 4.0 | 16 [ 100 [27.7]28.0][15.2 HHEX16 S
6 20202706 | @ @] 20 | 20 | [ 20 [125], |  |19.2] 6 a
2525M-2T06 @ |@ | 25 | 25 25 150 | " 24.2 HH5X25
KGDY. 1616H-2T10 | @ |@| 16 | 16 | 4.0 | 16 | 100 |30.2|30.5] 15.2 HH5X16 o
5 | 10 2020k-2T10 | @ @] 20 | 20 [ [ 20 [125[ | ~ [192) 10 |, |, wa | & H
2525M-2T10 | @ |@| 25 | 25 25 | 150 |7 24.2 %Y [ HH5X25 =
KGDY. 1616H-2T17 | @ |@]| 16 | 16 | 4.0 | 16 | 100 |31.2|31.5][15.2 »
2012K-2T17 | @ | @ 12 11.2 HH5X16 3
17 2020k2t17 @ @ ° | 20 - [20('® 325 - [192] V7 g
2525M-2T17 (@ | @ | 25 | 25 25 | 150 24.2 HH5X25 @
KGD?. 2012K-24T17 @ | @ 12 11.0
24|17 2020k24717 @ @ 20| 20| - 55125825 - 5ot 17 |24 30 HH5X16 LW-4 5 K
KGDY. 1216JX-3706 (@ @[ 12 [ 12 [2.0[ , [120[19.5[ 19 [ o SE-50125TR| LTW-20 | @&
6 1616H-3T06 | @ |@| 16 | 16 | 4.0 100 |27.7/28.0| 7| HHEX16 "
2020K-3T06 ® e 20 20 } 20 | 125 28.0 ) 18.8 %
2525M-3T06 @ |@| 25 | 25 25 [ 150 | “™ 23.8 HH5X25 o L
KGDY. 1616H-3T10 | @ |@| 16 | 16 | 4.0 | 16 | 100 |30.2|30.5]14.8 HH5X16 &
3 |10 2020K-3T10 | @ @] 20 | 20 | |20 |125|, .| _ |18.8] 10 |3.0 40 LWod
2525M-3T10 (@ |@| 25 | 25 25 [ 150 |7 23.8 HH5X25 = M
KGD7. 1616H-3T20 |@ |@| 16 | 16 | 4.0 | 16 | 100 |34.2|34.5|14.8 a
2012K3T20 | @ | ® 12 10.8 HH5X16
20 2020K-3T20 @ | @ 20 120 | 5o 1251345 ygg| 20 £
2525M-3T20 @ |@| 25 | 25 25 | 150 |35.5 23.8 HH5X25 ESN
6 | kGD 1216JX-4T06 |@ @] 12 | 12 [ 2.0 | 16 | 120 [19.5] 19 [14.3] 6 SE-50125TR| LTW-20 | =8
10 KGD?. 2020K-4T10 @ @ | 20 | 20 20 | 125 305 18.3 10 HH5X16 _m
4 2525M-4T10 (@ |@| 25 | 25 25 150 |7 23.3 40 50 _HH5X25 g
oo | KGDY. 2020K-4T20 | @ @ 20 | 20 | - | 20 | 125|345 - |183| , | |~ | HH5X16 LW-4 A
2525M-4T20 (@ @] 25 | 25 25 | 150 |35.5 23.3 HHEX25 3
25 | KGD. 2525M-4T25 | @ |@| 25 | 25 25 | 150 [40.5 23.3| 25 s
1o | KGD. 2020K5T10 | @ @] 20 | 20 20 [125 | 178] HH5X16 g R
2525M-5T10 | @ @ 25 | 25 25 150 |7 22.8 23
5 KGDY. 2020K-5T17 |@ @] 20 | 20 | - | 20 [ 125 - 178 5.0 6.0 LW-4 5=
17 2525\5T17 | @ @ 25 | 25 25 150 | >/ 228| !’ HHSX25 B
25 | KGD. 2525M-5T25 |@|@| 25 | 25 25 | 150 | 40.5 22.8] 25 2 T
15 | KGDY. 2525M-6T15 | @ @ | 25 | 25 25 | 150 [32.5 224 15 X
6 30 [kGDY 2525M-6T30 @ |@ | 25 | 25 | ~ | 25 | 150|455| ~ |20.4| ao | 00| 60| HHSX2S LW-4
KGDY. 2525M-8T25 | @ |@] 25 | 25 | 7.0 | 25 | 150 4421220
8 | 25 3232p8125 (@ @ 32 |32 | - a2 (1701433 . (590 25 |80 80| HH6X25 LW-5

Note) 1. CDX : Maximum depth to which processing can be made. (I the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18mm.) ~ Applicable Inserts @ G23, G24
2. Recommended tightening torque of clamp bolt : 6.5N-m (HH5XO O), 8.0N-m (HH6X25), 2.5N-m (SE-50125TR)
3. Above toolholders are applicable to Cut-off, too.

@ : Std. ltem
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Toolholders for Grooving and Cut-off

/

. KGD-JCT (Coolant-through Holders)

jj

=l e
oo 1 (1 1= .
S P ]
‘ MHD
® Right-hand shown
@ Toolholder Dimensions Pressure Resistance : ~15MPa
E 3 Spare Parts
£ . . Edge Width
—~ | = Stock Dimension (mm
£ | 3 (mm) CW (mm) Cgo'ﬂp Wrench | Plug
g E Description &
5|5 @
2|3 R|L|H |HF| B | LF | LH | WF |CDX|MHD|MIN. MAX. / =
3 - =
6 KGD?. 2020K-3T06JCT | @ @ | 20 | 20 | 20 315 18.8 6 96.2 HH5X16
2525K-3T06JCT | @ @ | 25 | 25 | 25 7 123.8 96.5 HH5X25
2020K-3T10JCT @ @ | 20 | 20 | 20 18.8 94.2 HH5X16
. 810 2525K-3T100CT | @ | @ | 25 | 25 | 25 | 20 |3*0/238] 10 1945|3040 Tysxes HSG/8X8.0
§ 20 2020K-3T20JCT @ @ 20 | 20 | 20 38.0(/18.8 20 90.2 HH5X16
8 2525K-3T20JCT | @ @ | 25 | 25 | 25 39.0(23.8 89.5 HH5X25
o 10 KGD. 2020K-4T10JCT | @ | @ | 20 | 20 | 20 34.0 18.3 10 94.2 HH5X16
2525K-4T10JCT @ @ | 25 | 25 | 25 123.3 94.5 HH5X25
External 4 20 KGD?%. 2020K-4T20JCT | @ @ | 20 | 20 | 20 | 125 |38.0|/18.3 20 90.2| 4.0 | 5.0 | HH5X16 HSG1/8X8.0
2525K-4T20JCT | @ @ | 25 | 25 | 25 39.0(23.3 89.5 HH5X25
nternal 25 | KGDY. 2525K-4T25)CT | @ |@ | 25 | 25 | 25 44.0/23.3| 25 |84.5
E Please see G27 for piping parts of coolant-through holders. Applicable Inserts @ G23, G24
ace

G26

@ : Std. ltem



@ Easy Coolant Connections

Easy Connection with High Pressure Hose and Joint

(2) Washer

(1) Banjo bolt

(3) Hose

@ Piping Parts

Optional Piping Parts Available
Choose among (1)(2)(3) based on the machine spec and piping configuration
1) Joint / Banjo bolt x 2 (2) Washer x 2-4 (3) Hose x 1

- Even without a high pressure pump, internal coolant can be used
at a normal pressure.

- Banjo bolt available for angled hose connection
Can be used in a variety of machines

<Piping Installation Guide>

(1)
(2) Washer
2 (1)

Joint / Banjo bolt

(3) Hose

(1) Joint / Banjo bolt

G1/8
M10

f @
G1/8 ;
M10 *

O

N
—

CQC

g UNF3/8

UNF3/8

(1)

AN
O=—

~

(2) Washer
(1) (@
UNF3/8 ~
) =
UNF3/8 G1/8 ) A\
G1/8 -
L @
JCT Toolholder

(1) Joint / Banjo bolt Pressure Resistance : ~30MPa  (2) Washer  Pressure Resistance : ~30MPa
Thread Standard
Shape Description Stock Shape Description Stock
Thread connection to the machine
UNF3/8 G1/8 (M10) ,;
/ J-G1/8-UNF3/8 ° G1/8 = 8
Bm ~ OUE=T| = e
J-M10X1.5-UNF3/8 | @ M10X1.5 ‘#‘
- hers f jo bol
Banjo bolt 16 (10 Use 2 washers for a banjo bolt
(for angled hose) :‘ BB-G1/8 L G1/8
O
j is BB-M10X1.5 ° M10X1.5
(3) Hose Pressure Resistance : ~30MPa
Dimension (mm)
Shape Description Stock Thread Standard 1
HS-ST-ST-200 ° 200
L= UNF3/8 UNF3/8
HS-ST-ST-250 ° 250
HS-ST-AN-200 e - 200
o UNF3/8 )
HS-ST-AN-250 ° (Banijo bolt) 250
o HS-AN-AN-200 ° - - 200
HS-AN-AN-250 ) (Banijo bolt) (Banjo bolt) 250
Cautions

1. Make sure machine door is completely closed before use of these parts.

2. Use appropriate seal for the male thread of the piping parts and make sure the connection is secure.

Use plugs to seal off unused coolant holes.
3. Connect and fasten the coolant hose firmly.
4. The use of copper washers may cause leakage but will have no effect on the performance.
5. Commercial piping parts can be used if the thread standards are same. Check the pressure resistance before use.
6. Regularly changing the coolant filter is recommended.
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Toolholders for Grooving and Cut-off -

. KGD (Integral Type for Automatic Lathe)

Edge Width : 2.0~4.0mm

[T
2 | @
Insert Setting Angle ; LH
&)
Insert Setting Angle //
/
1
GAMP. ol p% i
% T % GAM - T
~ 7
KGDR1616 ¥ =
$ o
(@) T LF
@ Right-hand shown
@ Toolholder Dimensions
Cutting , : Edge Width Spare Parts
Stock|” Dimension (mm Angle
Dia. ) %€ cw(mm) Clamp Screw Wrench
Description
R|L [CUTDIAl H HF |HBH| B LF | LH | WF |GAMP,MIN.MAX. //
KGD?%. 1010JX-2 e 20 10 10 10 120 18 9.2
1212F-2 o0 2 85 o
12120X-2 o0 24 12 12 12 20 195 | 11.2 | 1 SB-40120TR LTW-15S
1616JX-2 0 32 16 16 16 24.5 | 15.2 2.0 | 3.0
2012K-2D34 @ | @ 20 20 12 1.2
2020K-2D34 @ @ 34 20 125 | 32.5 | 19.2 | 0° HH5X16 LW-4
2525K-2D34 @ | @ 25 25 25 24.2
KGD?. 1010JX-2.4 ®® 20 10 10 10 | 120 | 18 9
1212F-2.4 [ )X} 2 85
24 12 12 12 19. " 1° B-40120TR LTW-1
1212JX-2.4 o0 120 95 SB-40120 5S
1616JX-2.4 o0 32 16 16 16 245 | 15 24| 3.0
2012K-2.4D34 @ @ 20 20 ) 12 1
2020K-2.4D34 @ @ 34 20 125 1325 | 19 | 0° HH5X16 LW-4
2525K-2.4D34 @ | @ 25 25 25 24
KGD%. 1212JX-3 o0 2 12 ] 12 | 2 12 19.5 | 10.8 3.0
B-40120TR LTW-1
1616JX-3 o0 32 16 16 16 120 | 24.5 148 SB-40120 58
1616JX-3D38 @ @ 38 29 '
1913K-3D38 [ 2 ) 19 19 13 125 11.8 10
2012JX-3D42 @ @ 42 31 3.0
- 12 10.8 4.0 E-50125TR LTW-2
2012JX-3D51 @ @ | 51 20 20 120 36 S 0
2020JX-3D42 @ @ 42 20 31 18.8
2020JX-3D51 @ | @ 51 36 '
2525K-3D51 o0 25 25 25 125 | 415 | 28.8 | 0° HH5X16 LW-4

Note) 1. 4mm width Insert cannot be installed in KGD.1212JX-3
2. Recommended tightening torque of clamp screw : 2.0N-m (SB-40120TR), 2.5N-m (SE-50125TR), 6.5N-m (HH5X16)

3. When machining the material greater than @36mm with KGD".....-3D38, KGD%...-3D42 or KGD'I....-3D51 toolholders, please use 1-edge inserts.
Maximum cuttinng diameter for 2-edge inserts is @36mm.

@®Toolholder Identification System

KGD

KGD
KGDS

R

1616

JX

3

Applicable Inserts @ G23, G24

Cutting Dia.

CUTDIA
38mm

T

|
D38

0|6

(Integral Type for Automatic Lathe)

(

Integral Type)

Toolholder Hand Shank Size Toolholder Length Applicable Inserts
R : Right-hand GDM / GDMS Max. depth of cut
L : Left-hand 16x16mm 120mm 3~4mm

06 : 6mm

R

2020

X

3

10

S (Separate Type / Unit Description)

Toolholder Hand Shank Size Toolholder Type Applicable Inserts Max. depth of cut
R : Right-hand . . GDM / GDMS .
L : Left-hand 20 x 20mm Unit Description 3-4mm 10 : 10mm

@ : Std. ltem



. KGD-S (0° Separate Type)

sepelr) uasu|
>

I # E h
] T B
171 g
5 8
1 1
| g
? @ Right-hand shown (Right-hand Blade and Right-hand Toolholder) g D
3
2
@ Toolholder Dimensions (Blade + Toolholder) 5%
= oD
ié) ’g - ﬁ’\ .  [Stock y - Dimension (mm) Eg%(\:vni%h gg E
< | = |£g| <& Unit Description Blade Description | Toolholder Description o
£ | B | 8| < E|(Standard Stock Descripton) @G31 @G31
(_‘l:)" s % & RIL H | HF |[HBH| B | LF | LH | WF |CDX|MIN. MAX. %U F
= a
[120 |KGD%. 2020X-2T17S @ @ KGD%.2020-C | 20 20 12 20 | 122 23.4
2 17 |25 2525X-2T17S | @ | @ | KGD%.-2T17-C | KGD%.2525-C | 25 25 7 25 | 147 | 40 |28.4| 17 | 2.0 3.0 ng
[132 No unit description s KGD%.3232-C | 32 32 - 32 | 167 35.4 é
(20 |KGD". 2020X-3T10S @ @ KGD%.2020-C| 20 | 20 | 12 | 20 | 115 23.0
10 |[25 2525X-3T10S | @ | @ | KGD¥.-3T10-C | KGD¥.2525-C | 25 25 7 25 | 140 | 33 |[28.0| 10 g H
3 [182 3232X-3T10S (@ |[] KGD%.3232-C | 32 | 32 - 32 | 160 35.0 30 | 4.0 &
(20 |[KGD". 2020X-3T20S | @ | @ KGD?.2020-C| 20 | 20 | 12 | 20 | 125 23.0 =
20 |25 2525X-3720S | @ | @ | KGD7.-3T20-C | KGD%.2525-C | 25 | 25 7 25 | 150 | 43 | 28.0| 20 gé__ J
[132 3232X-3720S | @ | @ KGD%.3232-C | 32 32 - 32 | 170 35.0 3
(120 |KGD%. 2020X-4T10S | @ |[] KGD?%.2020-C | 20 20 12 20 | 115 22.5 =)
10 [[]25 2525X-4T10S | @ |[]| KGD?.-4T10-C | KGD%.2525-C | 25 25 7 25 | 140 | 33 |27.5| 10 E K
o [182 3232X-4T10S |[1|[] KGD%.3232-C | 32 32 - 32 | 160 34.5 o
(20 |KGD". 2020X-4720S (@ |[] KGD%.2020-C| 20 | 20 | 12 | 20 | 125 22,5 g L
4 | 20 |[25 2525X-4T20S | @ | @ | KGD%.-4T20-C | KGD%.2525-C | 25 | 25 | 7 | 25 | 150 | 43 |27.5| 20 | 4.0 | 5.0 g
[182 3232X-4720S | @ | @ KGD%.3232-C | 32 32 - 32 | 170 34.5
[120 |KGD%. 2020X-4T25S @ @ KGD?%.2020-C | 20 20 12 20 | 130 22.5 ? M
25 |[I25 2525X-4T25S | @ | @ | KGD7.-4T25-C | KGD%.2525-C | 25 25 7 25 | 155 | 48 |27.5| 25 °
[132 3232X-4T725S | @ @ KGD%.3232-C | 32 32 - 32 | 175 34.5 ggi
(20 [KGD%. 2020X-5T10S @ | @ KGD%.2020-C| 20 | 20 | 12 | 20 | 115 22.0 g g N
10 [[]25 2525X-5T10S | @ |[]| KGD%.-5T10-C | KGD?2525-C | 25 25 7 25 | 140 | 33 [27.0| 10 =
5 (132 3232X-5T10S |[J|[] KGD%.3232-C | 32 | 32 | - 32 | 160 34.0 50| 60 g p
20 |KGD".  2020X-5T255 | @ |[] KGD7:2020-C | 20 | 20 | 12 | 20 | 130 22.0 I
25 |[I25 2525X-5T25S | @ | @ | KGD¥.-5T25-C | KGD2525-C | 25 25 7 25 | 155 | 48 |27.0| 25 9_:”_1
[182 3232X-5T25S (@ |[] KGD%.3232-C | 32 | 32 - 32 | 175 34.0 %% R
Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable Inserts @ G23, G24 §§

2. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGD-S : Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
The toolholder is applicable for all blade with suitable hand.
3. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
4. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

xepu|
-

@ Spare Parts Spare Parts
(Common with separate types) Clamp Bolt Clamp Screw
* The parts are included Wrench
‘ ‘ i (for Insert Clamp) (for Blade)
in the toolholder and unit. Unit
Description \‘@ )
=
KGD"%.....S BH6X10TR SB-60120TR LTW-25
@ : Std. ltem

[[]: Deleted from the next catalog G29



Grooving Toolholder

. KGDS-S (90° Separate Type)

0 /]
A 1|
— Jé
M LF
A e
1 % ]
- _ o T%
I
® Right-hand shown (Left-hand Blade and Right-hand Toolholder)
@ Toolholder Dimensions (Blade + Toolholder)
(0] 3 i
° € i; N Stock Dimension (mm) Eggag/::%t)h
< Cé £E g’g Blade Description | Tooholder Descripion]  Unit Description
< | 5 |88 SE[ @aG3t @G31  |(Standard Stock Description)
Y = % = R|L| H | HF |HBH| B | LF | LH | WF |[CDX|MIN.|MAX.
2 =
[ 20 KGDS%.2020-C - -1-120 | 20 12 | 20 | 125
2 17 KGD'#-2T17-C 56.7 | 17 | 2.0 | 3.0
[ 25 KGDS%.2525-C - -1 -1 25 25 7 25 | 150
[ 20 KGDS?.2020-C [KGDS". 2020X-3T10S | @ |@| 20 | 20 12 | 20 | 125
10 KGD"/=-3T10-C 49.7 | 10
2 [125 KGDS".2525-C 2525X-3T10S (@ |@| 25 | 25 | 7 | 25 | 150
3 3 3.0 | 4.0
< (2o KGDS".2020-C - -1 -1 20 20 12 20 | 125
9] 20 KGD':-3T20-C 59.7 | 20
[125 KGDS%.2525-C - -1 -1 25 25 7 25 | 150
B 120 KGDS?.2020-C - -|-]120 | 20 | 12 | 20 | 125
10 KGD'/--4T10-C 49.7 | 10
[25 KGDS%.2525-C - -1 -1 25 25 7 25 | 150
Internal 90° 277
[]20 KGDS'/.2020-C - -|-1 20| 20 | 12 | 20 | 125
Face 4 20 KGD'/z-4T20-C 59.7 | 20 | 4.0 5.0
[ 125 KGDS#.2525-C - -1 -1 25 25 7 25 | 150
[120 KGDS%.2020-C - -1-1 20 20 12 20 | 125
25 KGD'/z-4T25-C 64.7 | 25
[125 KGDS".2525-C - -1 -1 25 25 7 25 | 150
[120 KGDS%/.2020-C - -1 -1 20 20 12 20 | 125
10 KGDY:-5T10-C 49.7 | 10
[125 KGDS%.2525-C - -1 -1 25 25 7 25 | 150
5 5.0 6.0
20 KGDS?.2020-C - -|-]120 | 20 | 12 | 20 | 125
25 KGD'z-5T25-C 64.7 | 25
[ 25 KGDS%.2525-C - -1 -1 25 25 7 25 | 150

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable Inserts ® G23, G24
2. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)

KGDS-S : Left-hand Blade for Right-hand Toolholder, Right-hand Blade for Left-hand Toolholder.

The toolholder is applicable for all blade with suitable hand.

3.CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

G30

Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) (for Blade) HEED
Unit Description
@)
KGDS'......S BH6X10TR SB-60120TR LTW-25

@ : Std. ltem



Toolholders and blades for Grooving and Cut-off -

@ Toolholder =
KGD-S (0" Separate Type) g) A
g
Dimension _
. Toolholder | Stk (mm) g
Shape of 0" type Description 55 B
Right-hand shown RiL|L|BH %Q
Q
KGD". 2020-C | @ | @ (104/20(20 =
al g C

@ EI 2525-C | @ | @ (1292525
. D
3232-C (@ | @ (149/32|32

KGDS-S (90° Separate Type)

[euseixg

Buiuiyoepy
sled |[ews
m

Dimension
s . Toolholder | Sto°K (mm) o
hape of 90" type Description S 'F
>
«
Right-hand shown RIL /L B|H
()
o
-] || |KGDS'. 2020-C | @ | @ [122/20|20 =
«
E & - H
. 2525-C | @ | @ 1472525 S
3
8§ J
@ Blade g
«Q
Stock | Dimension (mm) o
Blade g
Shape of Blade Description = K
«
Right-hand shown R|L L T A
T KGD. -2T17-C | @ @ |51.2|17.2| 1.7 g
ﬂi;:EIb 3T10-C|@ @/ 44.2[ 102 , , 5L
-37120-C| @ | @[ 532202 | © S
-4T10-C| @ @ | 44.2 | 10.2
©© 2 -4T20-C @ @ | 54.2 | 20.2 | 3.4 =
s 4T25C|@ @ | 59.2 | 252 s M
L -5T10-C| @ @ | 44.2 | 10.2 4.4
-5T25-C| @ | @ | 59.2 | 25.2 )

W Buiuing
10} sj00|
=

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder.

n
Spare Parts g P
Clamp Bolt Clamp Screw il
(for Insert Clamp) (for Blade) LUAEED %
Unit Description —
i @
~— 3 g‘ R
P_), =.
E g8
KGD%....S _
KGDS"....S BH6X10TR SB-60120TR LTW-25 % T
x
@ : Std. ltem
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Setting the insert and the blade s

M Setting the insert
1. Use compressed air or other measures to remove chips from the insert mounting part (Ref. to Fig. 1).
2. Put the insert into the toolholder and push it makes contact with the back end of toolholder's surface (Ref. to Fig. 1 and 2).

3. Keeping the insert fit to the surface, tighten the insert clamp screw at an appropriate torque.
4. Make sure that there is no gap between the insert and the back end of the toolholder’s surface and that the insert is set straight. (Ref. to Fig. 2 and 3)

Clamp Screw Recommended tightening torque : 2.0N-m(SB-40120TR)
(for Automatic Lathe) 2.5N-m(SE-50125TR)

Recommended tightening torque : 6.5N-m(Width 2~6mm)
el 231 8.0N-m(Width 8mm) —

T —— Toolholder’s surface for
9P fixing the inserts back end

Fig. 1 Fig. 2 Fig. 3
M Setting the blade (Separate type toolholder)

1. Use compressed air or other measures to remove chips and dust from the serration part (Ref. to Fig. 1).
2. Mate and fit the serrations of the blade and toolholder, and also fit the blade end to the toolholder. (Ref. to Fig. 2)
3. Tighten the blade fixing screws at an appropriate torque. You can tighten them in any order. (Ref. to Fig. 2) (Recommended tightening torque : 8N-m)

4, Set the insert after setting the blade.

Insert Clamp Screw

Blade

Serration

The blade end
should firmly fit to the
toolholder.

Toolholder

Blade Fixing Screw

Toolholder Fig.2

Fig. 1

M Separate type Toolholder Identification System and the Setting to Lathe

* Firmly fit the lower jaw to the tool post of the lathe.

Toolholder Description Description of Clamp bolt

KYOCER4d

7

Toolholder lot No.

Blade Description
Description of Fixing Screw

Blade lot No.

Firmly fit

Tool post of lathe

G32




Recommended Cutting Conditions -

@ Recommended Cutting Conditions (Vc)

Recommended Insert Grades (Cutting Speed Vc: m/min) [ % A

Workpiece Material | Chipbreaker Cermet el MEGACOAT Carbide | VEAT | CBN PCD | & &
TN620 TN90 PR1535 | PR1225 | PR1215 GW15 KBNO5M | KBN570 | KPDO0O1 g g_‘

Carbon Steel GM 80520 100520 80500 802500 103500 - - - - §§ B
Alloy Steel g,:;l 70?\\2?00 so?goo 70?%780 70‘580 soz%so B - - - #
Stainless Steel PH i - 60-150 60?3?50 eoﬁso - - : 5 %
Cast Iron Gs - - - - 100’!(200 - - - - E 3 C
Aluminum Alloys Gs - - ] i - soto0 R ] 150X 000 § g
Brass NE N N N i} - 100<200 - ) 20(;5300 ¥
Hard materials NEB - - - - - B aoﬁso - B § 2
Sintered Steel - - - - - - - o (fz o -

% : 1st Recommendation v : 2nd Recommendation

@ Recommended Cutting Conditions (Feed Rate / ap) [Workpiece material: S50C

Buiuiyoepy
sled |[ews
m

Grooving Turning
. CW f__ow g E
(0] Q
=2
; - (
@
] Q ®
-g' I~ ®© g
<
(©) : >
<= =
f ‘ Il Inthe graph below indicates the most m o
recommended value of feed (1) £ H
=
o) 5 CW=8mm =
2| E o8l o —— a0~ :
o = S J
R — __———— T—— A .
=) (&) £ 8
= £ ] :
S R e P
g S <@ I I S “’ ¥
& g <3 = K
() ° «
S| @ I |
5 0.1 0.2 0.3 0.4 9
f (mm/rev) f (mm/rev) S L
g
E 4.0 &
= | £ sef—mm £ 20
8 % E 3.0 CW=5mm E
: - £ - m
(g < a 3
B ©
E s 24 M )
[
~ o =
S| B I B [ 1| I
X 0.2 03 0.1 0.2 0.3 0.4 c%
f (mm/rev) f (mm/rev) ="
= @
— £ 3
R ) — i - = P
o % € * 2 mm width is not recommended E?
(0] Q £ g
= g 2 [ QI ey e _
=) = @ : : / 23
< 2 N N I I 0.1 0.2 0.3 0.4 2R
= E o 2.
e 0.1 0.2 0.3 f (mm/rev) 22
f (mm/rev) >
£ B T
S | — o —— 30—
c b= .
2| B e ey E 20—
o = £
e g I I T v 10—
Z 0.1 0.2 0.3
f (mm/rev) 0.1 0.2 0.3 0.4 0.5
f (mm/rev)

Note) 1. The above values are based on the condition that CDX of toolholder is 17 mm or less.
2. If the toolholder is not for the 8mm width insert and its dimension CDX is over 177mm, set the values for turning to 90% or less of those above.
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Recommended Cutti

ng Conditions

4@ Recommended Cutting Conditions (Feed Rate / ap)

[Workpiece material: S50C]

/

@ Recommended Cutting Conditions (Feed Rate)

Grooving Grooving
Ccw © Cw
oo
- = O
©
g - 513 __
8 8|
< < £
O SIE
=
f o f I In the graph below indicates the most
I In the graph below indicates the most recommended value of feed (f)
recommended value of feed (f)
.
S| s 25| T ) z
S| £ -8 2= 2
o = 2w 3
Py o =
£ & L [ [ 1 [ | glg s
3 0.1 0.2 0.3 2|8 2
© w
% f (mm/rev) I | | | |
= | *When turning, keep ap less 0.05 0.1
8 than or eaqual to the corner-R(RE). f (mm/rev)
Note) 1. The above values are based on the condition that CDX of toolholder is 17 mm or less. g [} —— I ) S —
3 el T [ S
2lo R S
il
HE: S 3
= (]
2|2 £ 2
@ | | | |
005 010 015  0.20 0.25
f (mm/rev)
€
0 £
= £
© 5
E - =
= B
S 3
gD >
c(a &
3|¥ &
5 | | | |
z 0.05 010 015 020  0.25
f (mm/rev)
4@ CM Chipbreaker [Cutting amount (ap) in back copying]
@ Max. ap in back copying
Max. ap (ap : mm)
Description Toolholder Description
KGD...-2T... KGD...-3T... KGD...-4T... KGD...-5T... KGD...-6T...
GDM 3020N-150R-CM 0.24 0.20 - - -
4020N-200R-CM - 0.24 0.20 - -
5020N-250R-CM - - 0.30 0.20 -
6020N-300R-CM - - - 0.30 0.25




Guide for External Grooving -

M Guide for External Grooving S

@ Point (I) (Turning after Grooving)
1) Grooving Depth 0.5mm or over : For roughing (Refer to Fig. 1)
Before turning, pull the tool back about 0.1mm after grooving, instead of turning
subsequent to grooving.
(Failure to pull the tool back before traverse machining will result in an
unbalanced load applied on only one side of the cutting edge.)

sepelr) uasu|
>

S}asu| 8jqexepy|
Buiung.
os)

©

Before turning, pull the tool back about 0. 1mm after grooving.
(Grooving Depth 0.5mm or over at roughing)
Fig. 1

s00L 40 3 NED
(¢

[eutaixg
O

2) Grooving Depth 0.5mm or under : For finishing (Refer to Fig. 2) I
Turning subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge.

(Retention time is not necessary.) - f

Buiuiyoepy
Slied |[ewsS
m

Bunog
m

Turning subsequent to grooving

(Grooving Depth 0.5mm or under at finishing) g’
. H o
@ Point (Il) Flo.2 3
1) When widening the groove width (Refer to Fig. 3), apply the "Step Turning." —_————
2) The widened groove and side walls should be finished last. 1% H
(For better chip control, ap 0.5mm or over is recommended.) =
Note) If the workpiece is not supported at the center, .
reduce the feed rate when grooving towards center. 3 J
Q
é—.
9
5 K
@
M Case Studies ANl
o
[e]
SCr420H (Grooving) SCM420 (Grooving / Turning)
=
.Gear -Gear = M
Ve=113~164 m/min 10 Ve=170m/min T a
-f=0.06 mm/rev -f=0.15 mm/rev(Roughing)
‘Wet 1)@ 0.10 mm/rev(Finishing) = 4
-GDM4020N-040GM _ -ap=0.2mm(Finishing) El S
(PR1225) 24100 Wet d a2 N
-KGDL2525X-3T10S -GDM4020N-040GM % =8
< 8 (PR1215) _ -
] @ (%)
S -KGDR2525X-4T20S @ <
‘INE
SN _ — g 7 P
@
GM Chipbreaker GM Chipbreaker 5
(PR1225) 1,500 pcs/edge (PR1215) 250 pcs/edge 33
SR
; Competitor L gL
Competitor K ) )
P ) 250 pcs/edge (Roughing: PVD Coated Carbide) 200 pcs/edge
(PVD Coated Carb\de) (Finishmg: Cermet) =
2T
- GM chipbreaker (PR1225) showed 6 times longer tool life than that of Competitor K. - GM chipbreaker reduced occurrence rate of chip tangling (occurrence rate 80% => 10%). 2
. Good chip control without burned chips. The problem was persistent with Competitor L. Machining productivity is improved.
®e® ¢,
& :
2 3 - \9 b e
GM Chipbreaker Competitor K
Smooth chip control - GM Chipbreaker (Finishing)  Chips easily tangled  Competitor L (Finishing)
(User Evaluation) (User Evaluation)

G35



Multi-Function / Grooving (Cut-off)/

B GMM / GMG (will be switched to GDM / GDG @ G23~G24)

Classification of usage ©le
(M fsenessses | o o o
@ : Conti Light Interruption / 1st Choice €9 g
» dontinuous~LI nierruptl I —
O :Continuous~LightInterrugﬁon/ 2nd Choice “ : _& %
@ : Continuous / 1st Choice . <o
O : Continuous / 2nd Choice H AL (EAEHENS (BRI ©| @ .§ E
Hard materials (40HRC~) o O
. . CVD PVD : gg
Dimension (mm) Ceormef|Coated | ' o rbidle| 20 %
Insert Description NEHEEERE:
CW | RE |INSL| S :’E’ % % % % S
GMM 2420-020MW | 2.4 | 0.2 ololOjolo]o
3020-020MW | [ 02 O|0|0]0]0O]|O
3020-040MW ~ 04 ololo]olo]|o
Shows GMM2420-02 4020'020MW 02 O O D O O l:‘
/@ s 4020-040MW | 40 | 04 | | ,. [O]O[O]O[O]O| G4ao
7 =313 4020-080MW 0.8 T lo]olololOo]O| Gat
mst | e 5020-040MW 5o |04 O|o|glo]o|oO
== m@ 5020-080MW : 0.8 O|0|O0|0]0|0O
6020-040MW | _ [ 0.4 O/o|o|o|l0|O
6020-080MW ~ 108 glolololo]o
Chip Control Oriented / M Class 8030'080MW 80 08 30 55 O O O O O G40,G67
N N .. |GMM 3020-020MS 30 | 02 OlO0|0]0O O
L 3020-040MS ~ 04 ololo]o Ol a0
o y ey — 4020-040MS | 4.0 20 | 43 [O]OTO O [O] a1
5 gu&;@ 5020-040MS | 5.0 | 0.4 O/O0]l0]|0 O
& Sharp-Cutting Oriented / M Class 6020-040MS 6.0 O O O
GMG 3020-000MS 0.0 Ojlo0]o 0
3020-020MS 30 | 02| 20 | 43 |O/O|O]O O
External 3020-040MS 0.4 O|O0|0]|0O O
N . R 4020-020MS 0.2 ololo]o O
ternd A 4020-040MS | 40 | 04 | 20 | 43 |O|O|O|O O] cao
Face \y S | e 4020-080MS 0.8 OJO[O]O] O] G4
@wﬁa 5020040MS | | 04 | .| . |O|0[0]O O
5020-080MS ~ 108 ' O O O
6020-040MS 0.4 0 0 0O
Sharp-Cuting Oriented / Precision Class 6020-080MS 6.0 0.8 20 43 O O O
GMG 2520-030MG | 2.5 ololo]o O
" RE 3020-030MG | 3.0 | 0.3 O|O0l0|O0]O|0O
Elf — 3520-030MG | 3.5 o0 | 43 LB/0/O1O]O O] Gdo
Sl | e 4020-040MG | 4.0 ololO|o]O|0O| s
ey mtﬁ 5020-040MG | 50 | 0.4 SIEIEEIEE
6020-040MG | 6.0 0|0 Olo| O
S e et 8030-050MG | 80 | 05 | 30 | 55 |O|O OO | O |6d0,G67
- o e |GMM 3020-150R 30 | 15 O|OlO0|0O]O|O
. | ca===2> 4020-200R 40 | 2.0 O|Ol0O|0O[O|0O]| G40
/ 8 5020-250R 50 25 2 | ajo@lolol o] e
O R oy B ‘”}tﬁ 6020-300R 6.0 | 3.0 ololojolo]o
> | .. « |GMG 3020-150R 30 | 15 OO0 O O
y gh 4020-200R 40 |20 | 1, 10O O 0| G40
Sl | e 5020-250R 50 | 25 ' O O | G4
Stap Cutng Ot o s o ”’ﬁ‘ 6020-300R 6.0 | 3.0 O O O
e . R |GMG 3020-150RU 30 | 15 O O O a0
y e fj 4020-200RU 40 | 20 | 20 | 43 0 O 0 g:;
e ] ”’@ 5020-250RU | 5.0 | 25 0 0 0

_____________________

Inserts are sold in
10 piece boxes

Recommended Cutting Conditions® G111

O : Check Availability

[]: Deleted from the next catalog




B GMM / GMGA / FGG

Classification of usage O L) § A
ol lo |G
:Continuous~Light Interruption / 1st Choice N i) e
(:Continuous~Light Interruption / 2nd Choice - Sl : & g 33 B
@:Continuous / 1st Choice - <£ ° §©
O:Continuous / 2nd Choice p |Hard materials (-~40HRC) ©c|e 88|~
Hard materials (40HRC~) o O g
ovo | PVD Coated gL | =
Dimension (mm) Cermet) Coated | © "~ "0~ (Carbide| O g C
. (0] g
Insert Description S 8 | w s | 2|8 &
CW | RE |INSLl 8 | 2|8 | 2|2 = o
Handed Insert shows Right-hand = [5) o o X x
- § g D
e D
, £ G40
-, GMGA 6020-300R | 6.0 | 3.0 20 4.3 O Ga1 gz)g’
oL
Sharp-Cutting Oriented / Precision Class wm g% E
Full-R / Copying 59
o « a’
T 18 .
y Tws %5 |GMGA 8030-400R | 8.0 | 40 | 30 | 55 o| S| g F
Sharp-Cutting Oriented / Precision Class ﬁ U)iﬁ “
Full-R / Copying
[0}
2. 84 RE 3
> +\.I g.
< . NSL GMM 3014-04 3.0 0.4 14 4.3 O | O O o | O a
Sl wﬁa
Chip Control Oriented / M Class Q H
- g
2 N RE =]
‘/ e
: g GMM 3014-15R | 30 | 15 | 14 | 43 | O 0| 0| Ga2 |
=2
ip Control Oriente lass i:~_i @ g
e e FLH-IHO/ Co::y?n/gM ¢ Afl:ﬁ 8‘ J
a
o RE
b I e
3 INSL GMM 3014-15RU | 3.0 1.5 14 4.3 L] g
a7 wﬁ@ -
Chip Control Oriented “
Undercutting
RILIR/ILIR|[L|IR|L(R|L 9
S RE =
84 — L
\y ey FGGL 3020-02 30 | 0.2 olle; Ol0|O0| gaa | &
° 4020-04 4.0 0.4 20 4.3 0|0 O|0|0|0 ’
_ i Em=Ry 5020-04 50 | 04 olle ol =
Chip Control Oriented / Precision Class =
Face Grooving ? M
Recommended Cutting Conditions@® G111
M Features of Chipbreaker @ Edge Preparation §§
Series Insert Features Chamfered + R-honed | Chamfered + R-honed ng N
2 Corner-R(RE) = 0.05 Sharp Corner =3
¥ | Excellent chip evacuation at — — »
GMM MW y Grooving, Turning, Cut-off Edge Prep. % P
. | g
% Low cutting force with ground ! °
GMG MG y chipbreaker MT Chipbreaker| CR9025 / PR915 PR930/KW10 | 3
Chamfered + R-honed Sharp Edge 3% R
N . . o 2.
GMG MS Grooving / Turning / Cut-off Corner-R(RE) = 0.2~0.3|Corner-R(RE) = 0.2~0.3| 8
GMM MS < operations are minimum cutting force - — S
at Positive Edge Edge Prep. N &
_% | Small corner-R(RE) and minimize the 2 4 4 § T
GMM MT o core which remains in the center of D .
the face TK Chipbreaker| CR9025/ PR915 PR930/ KW10
) L R(RE) and stabl R-honed Sharp Edge
arge corner- and stable N Z
GMM TK / performance at cut-off Corner-R(RE) = 0.05 Sharp Corr‘ner
Edge Prep. } 1
GMM NB Flat rake face and non-chipbreaker Gt
< It works well for brass EEarEe 1 3
Without Chipbreaker (-NB) CR9025 PR930 / KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
O : Check Availability R

B I

Inserts are sold in |
: Deleted fi th t catal ! .
[: Deleted from the next catalog t 10 piece boxes ' G37



Grooving / Cut-off (Multi-Function)/

R
. GMM / GMN I GM /L Classification of usage m 2 g »
(Will be switched to GDM / GDG &
® G23, G24, H18, H19) | @:Continuous-Light Interuption/ 1st Choice "N |Nonerous Mot | () S
():Continuous~Light Interruption / 2nd Choice L] §
@ :Continuous / 1st Choice Hard materials (~40HRC) Ol e L 2
(O:Continuous / 2nd Choice H Hard materials (40HRG-) %
CvD PID g
Dimension (mm) Angle| Cermet| Coated Coated Carhide Cabide| 5
Carbide [}
Insert Description ol 8% vl oo §
CW | RE |INSL| s psRU 2 8|2 2 5| &
Handed Insert shows Right-hand a o o o =
GMM 1520-MT 15 20 5 9 a0
8 RE -
‘ﬁ{: == 2020-MT 20 00 010
=Ta 0.05 @)
3 INSL RE 0.0 20 4.3 - OO0 | Gao
2520-MT 2.5 ;
=g wbj 0.05 miie Ga1
' 0.0 010
s Do 3020-MT 30 .05 Ol0
GMM 1520-NB 15 0 O L0 Gao
T FE 0.0 OO
1 === 2020-NB 2.0 -
=TV 0.05 Ll
3 INSL RE 00 20 4.3 - ol
{ 2520-NB 2.5 ;
= 0.05 L]
) 0.0 010
e Sl 30 005 m
2 GMM 2020-TK 2.0 OO0
g‘: 0.20
3 -~ 2520-TK 2.5 20 4.3 - OO0 |0
8 -
(O] Decp Srooing/ Gutof 3020-TK 3.0 | 0.25 OO 0|0 Ggao
GMN 2-TK 20 | 0.20 o|o|o| a4
External
(/ 3-TK 30 [025| 20 | 43 | - OlO0|0]|0
Internal 0ut»oﬁ/s1tabdi|ityonemed 4-TK 4.0 | 0.30 OO 0O 10
-edge
Face Shows NNz 2 GMN 2.2 22 | 017 O OO
// o5 3 3.0 | 0.20 OO OO0
/ ;}; 4 40 |025| 20 | 43 | - O OO0
INSL
g— 5 5.0 | 0.80 O 00
eep Grooving / Cut-o C_ N 9
e Gy ! t’j 6 6.0 | 0.80 O 010
RIL|R|L|R|L|R|L|R|L
0 OO
Rl -MT-
i ;%QF‘ GMM 1520%.-MT-15D| 1.5 0.05 o) G40
S — 20207-MT15D 20 | ;9. e OO0
3\ | el | Re 0 | 20 | 43 | 15° oOn
2520%.-MT-15D| 2.5 0.05 ale
o = mtﬁ 30207-MT15D] 5.0 |0 OO0
Sharp-Cutting Oriented With lead angle t ) 0 . 05 O I:‘ O
- g . PSIRR GMM 2020R-TK-8D| 2.0 | 0.20 O O O
o s{& @
‘:2?( %'f;: oL | FE 2520R-TK-8D| 2.5 | 0.20 | 20 43 | 8° O O O O
)
e @:@wtﬁ 3020R-TK-8D| 3.0 | 0.25 O O O @
PSR L8 GMR 2-TK-8D 2.0 | 0.20 O] O g:?
g
y INSL e 3-TK-8D 3.0 [025| 20 4.3 | 8° O O O
ot sty s “’bj 4-TK-8D 40 | 0.30 o 0 O
ELIE GM". 2.2-8D 0.17 8 O O COO
S 2.2
, / T+ 2.2-15D 0.00 15° 0 O ol ©
ee==a_ 5 20 4.3
o | eE 3-4D 3.0 | 0.20 O 00 | 00O
4°
Cut~ot:/ihar;)LCugiRg(?rien(ed ‘Q U’:I:D 4'4D 40 025 OO O
-edge / Lead Angle

Recommended Cutting Conditions @ G111

N o
l i O : Check Availability
! Insertfs are sold in | []: Deleted from the next catalog
G38 | 10 piece boxes 1



GMN ificati z
. Classification of usage m @ &
2 | 2 A
@ :Continuous~Light Interruption / 1st Choice _ 2 2
Non-f Metal =
():Continuous-~Light Interruption / 2nd Choice m on-erious Meals : § &
@:Continuous / 1st Choice EEr ey 2 g
(O:Continuous / 2nd Choice H Hard materils (0HRC-) | O °® % %g B
o 8
< &
Dimension (mm) CBN PCD S -
[} z
Insert Description ERN-REEEE & z C
= S
CW | RE |INSL| § |2 |2 |8 |8| & | ¢
) ) o o &
¥ ¥ 4 ¥
0.2 O/ O0JO1O 4
i GMN 2 2.0 0.4 g D
LE o S 0.2 O | O 5
;E @j% 3 3.0 0.4 oBle) . o
& e 0.2 O O 40 23
INSL 4 4.0 0.4 20 4.3 ol G4 %i E
5 48 5 o 02 ONN® S
LE=2.9 ) 0.4 O | O
. 0.2 O -
o EI’-eGdge ¢ 6 60 04 O O % F
Recommended Cutting Conditions® G110 <
. . . ®
M Available Cutting Diameter of | ’ 5 3
KGM (for automatic lathe) / KGM-T | 3
- There is a limit to available grooving depth depending on ‘ 20 (CDX, 0 40)
the workpiece diameter. ‘ 18 (€DX. 0150) o
| \ z H
‘ =3
‘ oL
| - 2
- 8 3
| N g J
! >
‘ /S If the workpiece diameter is large, the available grooving «@
i / depth becomes smaller due to interference with the toolholder.
S 2 K
~-"  eg) KGMR2525M-3T20+GMN3 3
@ KGM (for automatic lathe) Possible Cutting Diameter and Available Grooving Depth Table §
o
Toolholder Description DCX (Cutting Dia.) g‘ L
KGM?.  O0810K-15-125| - | - [ - [ - [ - [ - [ - T -] -] -] -T-TJT10][14]16]32 @
1010[ J-1.5... | - - - - - - - |20[25 3 [4]60]| [ | |
12120 [-1.5... | - - - - | 25 [ 26 | 28 | 32 | 36 | 40 | 60 | 100 =
0810K2-125 | - | - | - [ - [ - | - [ - [ -1 -T-T1T-T1T-T1w0]1[16]a = M
1010[ -2... - - - - - - - | 20 | 25 | 32 | 40 | 60 @
1212 ]-2... - - - - |25 2 [28 |5 | | | _ | o
1616 |-2... 32 | 40 | 50 [ 60 | 80 [ 100 | o | g
1010 ]-25... | - - - - - - - [ 20 [ 25 | 32 | 40 [ 60 | o | o | o | oo 28 N
1212[ |-2.5... | - - - - |25 [ 26 [ 28 | 32 | 36 | 40 | 60 | 100 @z
1616(]-2.5... | 32 [ 40 | 50 [ 60 | 80 [100 | _ | _ | _ | . | - | & ES
1616 -3... 32 | 40 | 50 | 60 | 80 | 100
Available Grooving Depth CDX (mm) | 16 | 15 | 14 | 13 |125] 12 | 11 10 9 8 7 6 5 4 3 2 1

@ KGM-T Possible Cutting Diameter and Available Grooving Depth Table (GMN, GMY: when using 1-edge insert)

sped aledg ”!
o

Toolholder Description DCX (Cutting Dia.)

KGM 2012K-2T17 e
2020K-2T17 | - - - - - - - - | 66 | 80 | 130 | 260 35 R
2525M-2T17 25
1616H-3T20| - | - | - | - | - | 40 | 54 | 70 | 100 | 180 SE
2012K-3T20
2020K-3T20 =
2525M-3T20| - | - | - | - | - | 40 | 90 | 130 | 240 = & T
2020K-4T20 w | o x
2525M-4T20 o
2525M-4T25
2525M5T25| | |0 | MO 200 b b
3232P-5T25 | - - | 50 [ 280 | 600
2525M-6T30 | 100 | 300 | 0 0

Available Grooving Depth CDX (mm)| 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |Underf3

O : Check Availability | CBN & PCD Inserts are b
I . . I
. sold in 1 piece boxes | G39



Grooving

External

Internal

Face

G40

External Grooving Toolholders

/

B KGM (for Automatic Lathe) (Will be switched to KGD @ G28)

Edge Width : 1.5~4.0mm

—T—

=

AEing

HF,
-

KGM L

1616

® Right-hand shown

5, Ve @
z
Ol LH
N2
- ;’7\ \0\3«0
/ 5,\‘ "
/

HBH

LF

@ Toolholder Dimensions

o . . Edge Width Spare Parts
Stock|Cutting Dia. Dimension (mm) CW(mm) Clamp Screw Wreneh
Description @)
R|L|CUTDIA| H HF |[HBH| B LF | LH | WF | MIN. [MAX. "
KGM"L 1010JX-1.5 OO 20 10 | 10 10 18 | 94
12120%15 00 25 | 12 | 12 2 12 120 19 114 15| 2.0 SE-40120TR LTW-15S
KGM". 1010JX-2 O|0O] 20 10 | 10 10 18 | 9.15
12120%2 |00 25 | 12 |12 | 2 [ 12 |120| 19 1145 2.0 3.0 | SE40120TR LTW-15S
1616JX-2 O|0l 32 16 | 16 - 16 24.5115.15 SE-50125TR LTW-20
KGM"L 1010JX-2.5 L 20 10 | 10 10 18 9
1212025 |00 25 | 12 | 12 | 2 [ 12 | 120 19 | 11 | 2.4 | 30| SE#0120TR LTW-158
1616JX-2.5 OOl 32 16 | 16 - 16 245| 15 SE-50125TR LTW-20
KGM®/L 1616JX-3 Ol0l 32 16 | 16 - 16 | 120 |24.5| 148 | 3.0 | 4.0 SE-50125TR LTW-20
KGMF/L 1212F-1.5-85 |O 25 12 | 12 2 12 | 85 | 19 |114| 15| 2.0 SE-40120TR LTW-15S
KGMP?/1L 1212F-2-85 |O|O| 25 12 | 12 2 12 | 85 | 19 |[11.15) 2.0 | 3.0 SE-40120TR LTW-15S
KGM"%. 1212F-2.5-85 |O|]] 25 12 | 12 | 2 12 1 85 |19 | 11 | 24 | 3.0 SE-40120TR LTW-15S
B KGM (will be switched to KGD @ G25 , G29) Edge Width : 3.0~8.0mm
w=Ccbx ]
= (@] o0
| |
OA
— S/ﬁ«\ LH
© ‘ y i
£ & T
i I A
o x LF
@ Right-hand shown <
@ Toolholder Dimensions
. . Edge Width Spare Parts
Stock Dimension (mm) CW(mm) pE—
Description
R/L| H | HF HBH| B | LF | LH | WF |[CDX|MIN. MAX.
KGM". 1212H-3 ol 12 | 12 4 12 100 10.8 3.0 3.0 LTW-20
1616H-3 Ol 16 | 16 16 57 14.8 9 HH5X16
2020K-3 OlO| 20 | 20 ) 20 | 125 18.8 3.0 4.0 LW-4
2525M-3 OO 25 | 25 25 | 150 23.8 HH5X25
KGM"L 2020K-4 O|]] 20 | 20 20 | 125 18.3 HH5X16
2525M-4 |00 25 | 25| | 25 150 27 |233] 10|40 50 HH5X25 LW-4
KGMF/L 2020K-5 O|d] 20 | 20 20 | 125 17.8 HH5X16
2525M-5 O] 25 | 25 - 25 |150| 27 (22.8| 10 | 5.0 | 6.0 HH5X25 LW-4
3232P-5 L) 32 | 32 32 | 170 29.8
KGMF/L 2525M-8 OOl 25 | 25 | 75| 25 | 150 22.0
3232P-8 | 32 | 32 | - | 32 (170 %0 290] 2° |80 80 HH6X25 LW-5

[ CDX shows available grooving depth.|

- 4mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder's rigidity.

O : Check Availability
[]: Deleted from the next catalog



B KGM-T (Deep Grooving Type) (Will be switched to KGD @ G25) Edge Width : 2.0~6.0mm

=3
8
> A
w[ 2/ L CDX @ - %
(@]
PR y =
S LH §E‘
5 i %g B
| = | g
£ o * %
Y A 3 c
7777777777777 R T o
@ Right-hand shown > -3
@ Toolholder Dimensions g D
. . Edge Width Spare Parts 5
Stock Dimension (mm) CW(mm) E— p—
Anq w
Description @) ﬂf 2
R/IL| H | HF HBH| B | LF | LH | WF |CDX|MIN. MAX.| = 23 E
EE
2]
KGM®L 2012K-2T17 |L1|O 20 | 20 12 125 11.15 SB-5TR - LTW-20 -
2020K-2T17 OO - 20 33 |19.15] 17 | 2.0 | 3.0 i HH5X16 LW-4 g F
2525M-2T17 |O|O| 25 | 25 25 | 150 24.15 HH5X25 3
KGM"L 1616H-3T20 (O] 16 | 16 4 16 | 100 14.8 - HH5X16 - LW-4
2012K-3T20 12 10.8 SB-5TR - LTW-20 - (0)
B(@ 20 | 20 125 | 36 20 | 3.0 | 4.0 3
2020K-3720 |00 - |20 18.8 HH5X16 wa | 8
2525M-3T20 |(O|O| 25 | 25 25 | 150 23.8 HH5X25 a
KGM"/L 2020K-4T20 (O]l 20 | 20 20 | 125 36 18.3 20 HH5X16
2525M-4T20 (O[] - 4.0 | 5.0 - - LW-4 o
25 | 25 25 | 150 23.3 HH5X25 =4
2525M-4T25 |00 41 25 ¢ H
KGM? 2525M-5T25 25 | 25 25 | 150 22.8
e Si® - 42 25 5.0|6.0 - HH5X25 - LW-4
3232P-5T25 (O] 32 | 32 32 [170 29.8 =
KGM". 2525M-6T30 (O] 25 | 25 - 25 |150| 45 (22.4| 30 | 6.0 | 6.0 - HH5X25 - LW-4 g J
- CDX shows the distance from the toolholder to the cutting edge. Ref. to the Table (G39) for the relationship between the available grooving depth and the cutting dia. (‘%
- When using GMG / GMM (2-edge) insert, set the groove depth under 15mm.
@ Applicable Inserts g K
Applications Grooving/Tuning | Grooving / Turning Grooving | Full-R / Copying | Full-R / Copying | Desp Grooing/Cutof | Degp Grooving/Cutof | Deep Grooving/ Cutoff | Deep Grooving/Cutoff | Deep Grooving/ Cutoft | Deep Grooving 3
See Page G36 G36 G36 G36 G37 G38 G38 G38 G38 G38 G39
CBN %]
Insert |MW = MS o MG . P MT p PCD %
/ ) . 5 L
Toolholder Description y N \ o
SMM%S%W GMM1520.NB | GMM2020.TK |  GMN2.TK
KGM%...1.5 : : : : © | s | GViNeo20 NG | s | Gl Tk =
GMM20209L.MT = M
GMN2020.MT GMM2020.TK @
GMM2420. MW | GMG3020.MS | GMG2520.MG | GMG3020.R SMMSSSSW GMM2020.NB SMM%SH& Qe s
KGM7....2(T) | GINERA | GRS | R0 MG | &aERD A | il i RN | ST QT | Girles e | g4
GMM25207, T NB | Ghiosa07 Tk | GWHLSTK | Gl 2SN
GMM3020% T GMM3020%,.TK 3o
[e)
GMM420. MW | GMG3020.MS | GMG2520.MG | GMG3020.R QeS0T | ovsoo.ne | GUMERSTH | a7 MN ="
KGM....2.5 GMNI3020. AW | GNF3020:M3 | GNG3020.NG | GNN3020:R -8 33;%//.? MIBE20.N |G ZSZR# GREtk | G I I
a L.. al [
GMM3020. MW QUSR0S | quesopo.ve | GUEHZD-2 GMM3020.MT G20, T 2N & QN3 S’ ¥
KGM....3(T) MW | GliGaodows | GMG320MG | Ao R GUNGO207..T| GMM3020.NB | Ghiliaoz07.Tk | GMISTK | QU &
GNI4020.MW | @\fada0-\ig | GMGA020-MG | Giiidooo: R b LT R TK & GINA N
GMIM4020. MW U | cucaoomg | BN GMNA.TK GN4 GMING 3
R .. .. .. - 3
KGM*....4(T) GMMB020 N | GHGBC20NS | GHESO20NG | GNGo02 R GML4.TK & GNS §.§ R
o9
QAR | e | B2 ]
KGMY....5(T) | SUMBO0-WW | GiGR0a0 S | GIGRI0-NG | GMGR20 R | GMGAGCR0.R : : : : & & _
GMM6020..MS GMM6020..R a T
[¢)
KGM"....6T amgoz0.w | GNIGE020-MS | auigeoao.mG | GMGEOR0R | Gyycasoz0. R . . . . GING GMING =
KGM?¥....8 GMI8030.MW - GMGB030.MG - GMGAS030.R
\- If using a full-R insert, you need to modify the corner of insert adapter part of toolholder.\ Recommended Cutting Conditions ® G111

Recommended Cutting Conditions of CBN / PCD® G110

O : Check Availability
[[]: Deleted from the next catalog G41



External Grooving (External / Face Grooving) TooIhoIders/

H KGMM
wi= m‘
= OV v
A
LH
[y < L @T‘
boe SaAs

@ ' LILI ‘ é -

CDX>-<~ & LF

® Right-hand shown

B KGMS
g
v m
=% @
i © gyt
,,,,,,, i - g A OV
I<_ — LH
R I— [ T
© = B z
e Right-hand shown [~ A LF
@ Toolholder Dimensions
. . Edge Width Spare Parts
Stock Dimension (mm) CW(mm) = Wreneh
2 Description @)
§ R|L| H | HF HBH| B | LF | LH | WF |HBKW|CDX|MIN. MAX. ‘é
S
KGMM®/ 1212H-3 12 112 | 4 |12 100 10.8 SB-5TR - LTW-20 -
1616H-3 L] 16 | 16 16 14.8 - -
25 - |4 . . HH5X16
External 2020K-3 (JJj20 20| - | 20 |125 18.8 8130150 - - LW-4
el 2525M-3 O|J] 25 | 25 25 150 23.8 - HH5X25 -
nlema KGMSY. 1212H-3 [0/ 12 [12] 4 [12], 171, 3.0|3.0| SB-5TR - LTW-20 -
Face 1616H-3 ) 16 | 16 16 17 215 48 GS-50 - - LW-3
2020K-3 ()Jj20 20| - | 20 |125 25 | "~ 13.0/5.0 - HH5X16 - LW-a
2525M-3 Ol 25 | 25 25 | 150 30 - HH5X25 -
. . \ - CDX shows available grooving depth. (Ref. to the table G43 for Face Grooving ) \
@ Applicable Inserts [External Grooving]
Applications Grooving/ Turning | Grooving / Turning Grooving  |Full-R/ Copying| ~ Grooving Grooving Grooving Grooving Grooving Grooving
See Page G36, G37 G36 G36 G36, G37 G38 G38 G38 G38 G38 G39
Mw) _ [ms MG MT NB TK L | TK CBN
Insert N > p > ) % /’ PCD
Toolholder Description c v
KGMS%.1212H-3 | GMM3014.. - - GMM3014..R - -
GMG3020.MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMM%...3  GMMSO20.MW| Gy 64000 mis|GMGa520. MG | GMG4020. R GMN3.TK | SMNS | GMNS
KGMSH....3 | omiece0- A GMM4020. MS|GMIG4020.MG| GMM4020. R MM3020-MT| GIM3020.NB GMM3020.TK - g i | SV e
=~ GMG5020..MS|GMG5020..MG| GMG5020..R
GMM5020..MS GMM5020..R
@ Applicable Inserts [Face Grooving]
Applications Grooving/Tuming | Undercutting | Grooving/Tuning | Grooving / Turning Grooving Full-R / Copying|  Grooving Grooving Grooving Grooving
See Page G37 G36, G37 G36 G36 G36 G36 G38 G38 G38 G38
(hsar N L Mw s . | MG _ | wT NB TK N /
Toolholder Description d / 6 " \} / / / / /
KGMSF/.1212H-3 - GMM3014..RU -
GMG3020..MS GMG3020..R GMN3
KGMM%....3 | FGG:3020.. GMG3020. RU|GMM3020. tw (SHIMS020- 1S G020 1 3020, 1 GMN4
FGG?.4020..| GMG4020..RU| GMM4020..MW . - 2| GMM3020..MT|GMM3020..NB|GMM3020.TK| ~ GMN5
KGMS™...3  |FGGY5020.|GMG5020.RU|GMM5020. My | CMM4020. MS GMGA020. MG GMM4020.. R GMN3..TK
- - - “ GMG5020..MS|GMG5020..MG|GMG5020..R -
GMM5020..MS GMM5020..R GMN4..TK

Recommended Cutting Conditions® G111
Recommended Cutting Conditions of CBN / PCD @& G110

O : Check Availability
[]: Deleted from the next catalog
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@ Selection of Insert & Toolholder (Face Grooving) @ External dia. of the groove (MIN.) & Grooving Depth (Face Grooving)

@ Case of KGMM ® KGMM / KGMS (Common) (mm) 2 A
Toolholder | Left-hand Toolholder | Right-hand CD : Grooving Depth §
Insert Left-hand Insert | Right-hand _
=5 B
pz4 Ze
t 28 | Extemal dia. ofthe groove (MIN) 3
S — D o
g C
Description DAXN | cp | &
Toolholder | Right-hand Toolholder GMG/GMM3020- OOOL ] o
Insert | Left-hand Insert | Right-hand GMG/GMM4020-OOOLCIC]| o100 4.8 g D
>
GMG/GMM5020-OOO[[] 2
B FGG7.3020-02 022 | 43 | _,
| FGG"/.4020-04 228 23
48 | 3= E
o T FGG"/.5020-04 230 Einy
2 GMG3020-150RU 222 | 43 | 382
— GMG4020-200RU 228 48
GMG5020-250RU 230 ' g F
>
@ Case of KGMS “
Toolholder | Right-hand Toolholder | Left-hand o
Insert Left-hand Insert | Right-hand g
é.
1%
g H
=
g J
a
. KGMU (External Undercutting Toolholder)
2
‘ -
m
Y »
2
o
g L
A »
T
' =
LF = M
® Right-hand shown <
@ Toolholder Dimensions §a
2.0
. . Edge Width Spare Parts aa N
Stock Dimension (mm) CW(mm) > Bolt Wrench =9
Description Em
R/L| H |[HF| B | LF | LH | WF |CDX MIN.|MAX. G -]
neJ
QO
KGMU7.  2020K J0J[ 20 | 20 | 20 125 23.6 5.0 | HH5X16 _
2525M Ol 25 | 25 | 25 [150/°3° 286 +8 3.0 (6.0) HHsx25 Lw-4 33
‘~ CDX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the available grooving depth. ‘ WF shows at GMM5020-RU. ( ) indicates external grooving inserts when installed. g,_ g R
o8
@ Applicable Inserts @ Undercut Depth CD >
Applications | Undercutting D int Undercut Depth | Diasfoneiscitemigie| =
See Page G36 eSCI’Ip 1on CD (mm) ap (mm) § T
Insert / 3 GMG3020-150RU 3.5 1.8
Toolholder Description 3 “12 | GMGA4020-200RU 4.0 1.9
KGMU%. 2020K |GMG3020.RU GMG5020-250RU 4.5 2.1
2595M GMG4020..RU * In case of undercutting for the diameter 100mm or over,
GMG5020..RU Inserts for External Grooving
- External grooving inserts (grooving width 3mm~6mm) will be attached. GMGOO20-O00HH,GMMOC20-O0OL,GMNO
(In case of using GMGOO 20- OO, GMM OO 20000, GMNO insert) are also available.

O : Check Availability

[[]: Deleted from the next catalog
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External Deep Grooving Toolholders [GH/ GHU / GA Insert]/

CDX CDX
[T @ ! m (TR @
EJ ‘ < ;l I i
—— ‘ 1
LH LH
35 LF
a a
[ i I |
I s T I|5 ‘ T
i
KGH%.2020K type KGH%.2525M type
® Right-hand shown KGH%.3225P type

B KGHS

WF
T [cDX @
T
WF
- [cbx @
B

LF

|
[ [
A ERE s [ z
- ‘ 1
KGHS“/JZOZOK type KGHS".2525M type
® Right-hand shown
(@)
c§> @ Toolholder Dimensions
2 . . Spare Parts
© Stock LI (mm) Clamp Clamp Bolt | Washer Spring Wrench
Description
External RLlH |HFHBH B |LF |LH| WF |CDX @
emal | [ KGH . 2020K-4 (@@ 20 (20| 5 |20 [125 24.5-24.8 .
Face 2525M-4 00 25 25| - | 25 150 335045048 13 |CCHIY
2020K-5 @® 20 20| 5 | 20 [125 25.0-25.8
2525M-5 @® 25 | 25| - | 25 150/33.5/25.0-25.8| 13 |CGH-1%L
3225P-5 @® 32|32 | - | 25|170 25.0-25.8 HH6X25 |  W-6 SP6 | LW-5
2020K-7 @® 20 20| 5 | 20 |125 24.5-25.0 .
2525M-7 @@ 25 | 25 - | 25 150 529 245050 19 |CCGH2
2525M-10 (@@ 25|25 | - | 25 150 25.5-26.5 .
3225P-10 |@ 32 |32 - |25 170 *'|255065 17 |CCGHS
KGHS".  2020K-4 @® 20 20| 5 |20 [125 35 ]
2525M-4 @@ 25 25| - |25 150 2°| 40 | 'O |CCHTRI o 0
2020K-5 ©0 20 20[ 5 20 125 35 13 Loy
2525M-5 @® 25 | 25| - | 25 |150 40 ?

‘~ CDX shows available grooving depth.‘

- WF of KGH " Toolholder depends on the insert's edge width.

- Clamp KGH". ... CGH-OR for Right-hand Toolholder and CGH-OL for Left-hand Toolholder.
KGHS " ... CGH-CL for Right-hand Toolholder and CGH-OR for Left-hand Toolholder.

@ Rake Angle (o) after Installment of GH / GHU insert

When using GHOOOO -OQ | When using GHUOO -O0O
a Insert Grades a Insert Grades
0° | A65, A66N, PT600M
10° TC40N
TNQO, TC6OM  |10° C;’;ggg)
20° PR930
KW10

@ : Std. ltem
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Top Clamp

sepelr) uasu|
>

[ .| .oox
; j ' = O @
—" L LF g
5=
5 B
25° &
S & T
I
® Right-hand shown

s00L 40 3 NED
(¢

@ Toolholder Dimensions

. . Spare Parts m
Stock Dimension (mm) Clamp | Clamp Bolt |  Spring Wrench s D
>
Description 2
R/IL| H | HF |HBH| B LF | LH | WF |CDX /@ =
& oD
== E
KGA . 2020K-3 ®@® 20 20 | 5 | 20 | 125 215 " ERY
2525M-3 (@@ 25 | 25 - | 25 |150 | O/ |265| 20 |CGAS 8
2020K -4 o 20 | 20 5 20 | 125 21.5 A
2525M-4 e 25 | 25 _ o5 | 150 37 26.5 20 | CGA-4% | HHB6X20 SP-6 LW-5 g F
2020K -5 o 20 | 20 5 20 | 125 21.5 A @
2525M-5 |@1 25 | 25 | - | 25 | 150 | *2 |2p5| 2 | CGAS
‘~ CDX shows available grooving depth.‘ a('?
- Clamp : CGA-OR for Right-hand Toolholder and CGA-CL for Left-hand Toolholder. g.
=]
«
M Applicable Inserts (mm) .
Description INSL S P |Carbon steel / Alloy steel Py . S H
TSR C B . M |Stainless Steel ° Classification of usage S
GH10025-05~GH12025-05 25 7.5 E E:t_:::)us Metals : © L @ :Continuous-Light Interruption / 1st Choice 4
GHUOO-OO 20 S [Thanium Alloys o ():Continuous-~Light Interruption / 2nd Choice 2
GA30, GA40 25 50 Hard materials (~40HRC) ° ® :Continuous /st Choice & J
GA50 30 ) A Hard materials (40HRC~) O @ O:Continuous / 2nd Choice @
) . 2| PD } )
- Sescripton Dimension (mm) Ce:etE éfméﬁd%decamme Ceram: Applicable Sze?agzlfo' § K
1pti =) pplicable
cw | Re (€ 38 % g =|8 g 8| Toolholders | fuuer a
FIFlFlGclal XS & 0
GH 4020-02 4.0 0.2 () [ ] [ ] %
4020-05 ~ 05| ee |®o o e ee® KGHY..4 o L
4520-02 | , . | 0.2 o KGHS"%...4 &
84 4520-05 ) 0.5 [
Y | = {; 502002 | [ 02 | @e e @ z
Sa Fheae 5020-05 | °>° [ 05 | @@ o e eee =M
o ] 5520-02 55 0.2 [ ) @
5 5520-05 ) 0.5 [ ) KGH"....5 ,
Ground Chipbreaker 6020-02 6.0 0.2 L L J L L KGHS"....5 % §
P 602005 | °~ | 05 | @@ @ ee @ Ggaa | 22 N
6520-02 6.5 0.2 () g9
) 6520-05 ) 0.5 [ ] _m
84 7020-02 0.2 o0 o o g
e 702005 | * 05 | [@[e o] @@ |® s p
el U 7520-02 | .. [ 02 [ [@ KGH"....7 &
sl o> 7520-05 ' 0.5 0 KGHS"....7 7
Ceramic insert is above shape. 8020-02 8.0 0.2 o0 [ ] [ ] gha
Ceramic 8020-05 ) 0.5 o0 [ ) [ ) g;ﬂ)' R
10025-05 | 10.0 | 0.5 [ ) [ ) [ ] A 25
12025-05 | 12.0 | 0.5 o o o KGH'....10 A
< | &Y KGH?....4 ~
P~ +.w{: GHU 40-20 40 | 025 @ ° KGHS7 4 T
p = X V)
2R 3 INSL & G44 x
w wongwﬂl 5020 | 50 | 030 @ | @ KGHY...5
Molded Chipbreaker < Creo” 60-20 6.0 | 0.30 @ o KGHS"L...5
R Z GA 30 30 | 020 @ o KGA%....3
» “%_(i
/ C T 40 40 | 025 @ ° KGA%....4 G45
< | —
Fg 50 50 [ 030 @ (] KGA"®....5

Recommended Cutting Conditions® G108~G109

@ : Std. ltem ! Inserts are sold in

1
[]: Deleted from the next catalog ! ) 1
. 10 piece boxes ' G45



For Aluminum Wheel External Grooving -

. KGMW (External / Facing / Copying)

CDX
: o
=
Ol LH
L ‘
g [ :
|IE
HBL T
LF
@ Right-hand shown
@ Toolholder Dimensions
Stock Dimension (mm) c|am§%3|ze PW::nch
Description ) Applicable Inserts
R/ L| H | HF |[HBH| B | LF | LH |HBL| WF |CDX
=
KGMWF®. 2525M-6 @ @ 22.8 GMGW6030-30R
252505 | @ | ® 25 | 25 | 13 | 25 | 150 | 40 | 55 - 25 | HHB6X25 | LW-5 GMGWB03040R
GMGW8030-40R-HR
@ Applicable Inserts
Dimension (mm) No. of PCD

Insert Description
> CW | RE |INSL| S LE | Edge | KPDoOO1
c
>
3 GMGW 6030-30R | 6 3 4.5 1 )
e 30 | 55

T E 8030-40R | 8 4 6 1 )
External — .
Internal %E

LN GMGW  8030-40R-HR | 8 4 30 | 55 5 1 )

Face : =

CFy 8

- GMGW inserts are exclusively used for KGMW toolholder. It cannot be used for other toolholder because of its different installation angle.
- GMGW inserts Edge Preparation : R-honed Cutting Edge.

@ Recommended Cutting Conditions

Recommended Insert Grades (Cutting Speed Ve: mimin)
PCD (1) f for Grooving (mm/rev)
Workpiece Material (2) f for Turning (mm/rev)
KPDO0O0O1 (8) ap for Turning (mm)
(1) 0.05~0.3
Aluminum Alloys 1508 700 (2) 0.2~0.8
(3) MAX. 3

% : 1st Recommendation

@ : Std. ltem
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Summary of Internal Grooving -

[ Small Dia. Internal Grooving 23~ (G49 - G51)
EZ Bars, System Tip-Bars

sepelr) uasu|
>

Type EZG §§ B
Min. Bore Dia. 23 ~ 08 : S
Edge Width (mm) 05-20 T s—, A
Max. Grooving Depth (mm) 1.0~20 bt c
See Page G49 EZ Bars ;3’
o
¥
T VNG = D
Min. Bore Dia. o4 ~ o7 N
Edge Width (mm) 1.0~20 J £2
Max. Grooving Depth (mm) 08-~20 ) S E
See Page G51 System Tip-Bars é g
g
3 F
M Internal Grooving 98~ (G53 ~ G63) o
IS}
o
. <
@ Shallow Grooving . 5
2-edge 2-edg
Type SIGE o
Min. Bore Dia. 08 ~ 912 = H
Edge Width (mm)| 1.0~ 3.0 &
Max. Grooving Depth (mm) 15~22
See Page G55 Ground Chipbreaker ~ Ground Chipbreaker 3
g Ful-R g J
>
1-edge 2-edge 2-edge @
Type GIV % % ’

Min. Bore Dia. 212 ~ 940 \f g
Edge Width (mm)| 1.0~5.0 El K
Max. Grooving Depth (mm)| 1.7 ~ 6.3

See Page G60 Ground Chipbreaker ~ Ground Chipbreaker  Ground Chipbreaker »
L Full-R ) = L

3

2-edge 2-edge 2-edge o}

Type SIGE PN @&l °

Min. Bore Dia. | 014 ~ 040 ' ’ <
Edge Width (mm)| 1.0~5.0 = M
Max. Grooving Depth (nm)| 2.5 ~ 6.5 @

See Page G55 Molded Chipbreaker Ground Chipbreaker ~Ground Chipbreaker .
L Full-R J 543
3.5
e N\ 2@ N
Type KIGBA 4 - £<

Min. Bore Dia. 235 ~ 240 L= == %
Edge Width (mm)| 0.33~4.8 || s 2 4 @ @ @ q
Max. Grooving Depth (mm)| 0.8 ~ 2.8 N—JJ ——a| ¢

See Page G62 Ground Chipbreaker Ground Chipbreaker GM Chipbreaker MY Chipbreaker @
L Full-R ) g -
. : 33 R
Type KITG * KITG will be switched 3

Min. Bore Dia. 235 ~ 945 to KIGBA. >
Edge Width (mm)| 0.75~45 =
Max. Grooving Depth (mm)| 2.0 ~ 2.5 g T

See Page G63 Ground Chipbreaker

G47



Summary of Internal Grooving

/

@ Deep Grooving (G66, G68)

)
Type KGIA
Min. Bore Dia. 232 ~ 066
Edge Width (mm) 3.0~50
Max. Grooving Depth (mm) 10~15
See Page G68 Molded Chipbreaker
-
)
Type KIGH
Min. Bore Dia. 245 ~ 265
Edge Width (mm) 40-~8.0
Max. Grooving Depth (mm) 12
See Page G66 Ground Chipbreaker
Molded Chipbreaker
—
o M Internal Grooving & Turning 220~ (Ge4, G67) ( )
S
| Type KGDI GMI Chipbreaker
Min. Bore Dia. 218 ~ 940
Externa Edge Width (mm) 20-~50
Interal Max. Grooving Depth (mm) 45~11.0
See Page Go4 Molded Chipbreaker
Face Full-R
~—
Type KIGM-8 ( D
Min. Bore Dia. 265
|| Edge Width (mm) 8.0
Max. Grooving Depth (mm) 20
See Page G67 )
Molded Chipbreaker
Ground Chipbreaker
Type KIGMU-8
Min. Bore Dia. 265
Edge Width (mm) 8.0
Max. Grooving Depth (mm) 2.2 Moldec'i:l(fll:_i%breaker
See Page G67 L )
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Small Dia. Internal Grooving EZ Bars

D

/

. EZG (Small Dia. Internal Grooving)

Z
@
> 2 > 2 8 A
CIT : CIT ‘ S
B ——— 11 %bw ‘ d 8
: $ ;E low 18 5T oud LA
LU . LU . g =
‘ =218
% — | g 307 | £ 307 | g
M i T T %L = T - @
_q:; |==I [T ~N |==I [1 ~ o
us)
Fig. 1 F Fig. 2 =
L A
. ) . 3
« Right-hand shown 16° Q\/Cwﬂ)‘m < Chipbreaker in detail g
. . m
@®Dimensions 5, D
f i g g >
L Min. Bore Dia. Dimension (mm) _ |MEGACOAT| applicable Sleeves | 2
Description Draing EZH® F25~F29
DMIN [cw™™| RE |[DCON| H LF LU | WF | WFz | CDX PR1225 ~ =2
EZGR 040040-050 05 ° 8% g
040040-100 1.0 , ] 2
040040-150 | 4 15 4 3.45 | 44.7 12 17 1 |Fig.2 ° EZH040.. 3z
040040-200 2.0 °
050050-100 1.0 ® @
050050-150 5 15 5 43 | 52.8 2.15 15 ® EZH050.. = F
050050-200 2.0 20 ® @
060060-100 1.0 =003 0 ®
060060-150 6 15 | 005 6 | 515 | 60.7 2.65 2 ® EZH060.. 1o
060060-200 2.0 Fia. 1 ® g
070070-100 10 g ° 4
070070-150 7 15 3.05 2 ® @
070070-200 2.0 ®
080070-100 10 7 6.2 | 637 | 25 ° EZH070.. o
080070-150 8 15 3.45 2 [  H
080070-200 2.0 ® =
EZGR 030030-050S 0.5 ®
030030-100S | 8 10 3 25 | 387 5 1.25 0.8 ° EZHO030.. .
040040-050S 05 ° 3 J
040040-100S 1.0 [ 8
e | 4 i 4 | 345 | 447 | 8 17 1 ® EZH040.. E
040040-200S 2.0 ®
050050-100S 1.0 ® o
050050-150S 5 15 5 43 | 52.8 2.15 15 ® EZH050.. = K
050050-200S 2.0 20,013 0 Fig. 2 ) =]
060060-100S 10 | 005 g D
060060-150S 6 15 6 | 515 | 60.7 2.65 [ EZH060.. o
060060-200S 2.0 10 ® S
070070-100S 1.0 D 2L
070070-150S 7 15 3.05 2 D S
070070-200S 2.0 ®
080070-100S 10 7 6.2 | 63.7 ° EZHO070..
080070-150S 8 15 3.45 ® = M
080070-200S 2.0 ® s
[- CDX shows available grooving depth. |
_|
' . S —
@ EZ Bars Identification System 33
EZ G R 030 030 - 050 S gz N
| — = L — | .
n
el
|Symbol of EZ Barsl Applications Insert Hand Min. Bore Dia. Shank Dia. Edge Width Type 3 P
G :Internal Grooving | | R : Right-hand 030 : 3mm 030 : 3mm 050 : 0.5mm . g
S : Short type 7
040 : 4mm 040 : 4mm 100 : 1.0mm LU di ) =
==
: : 150 : 1.5mm | |(LU dimension)| 5
i 33 R
: g8
@ Recommended Cutting Conditions >
EZGRO60060-... =
i |nssert GJa\;ieS P EZGRO40040-... EZGRO070070-... g T
uttin pee: C: m/min u 5
. . g I ——— EZGR050050-... EZGR080070-...
MEGACOAT EZGR050050-...S EZGR070070-...S
EZGR080070-...S
PR1225 f (mm/rev)
Carbon steel / Alloy steel 30~*100 ~0.02 ~0.03 ~0.05
Coolant
Stainless Steel 50e0 ~0.01 ~0.02 ~0.03

@ : Std. ltem

% : 1st Recommendation
EZ Bars are sold in
1 piece boxes




Grooving

External

Internal

Face

G50

Applicable Sleeves for Internal Grooving Inserts/

@ Applicable Sleeves

Sleeve Applicable Insert for Small Dia. Internal Grooving
j ] Sleeve ) Applicable
(Adjustab\eovﬁﬁgﬁe'nggw-i!;coo\amho\e) (AdjustaEeZ o|jer|h-:1l:g length) EZH-ST Shank Dia. EZG Sl e Machine Manufacturer
® F25 ® F26 ®F28 DCON(mm) DCON(mm)
EZH 03012ST-80 EZGR 030030-... 3
04012ST-80 EZGR 040040-... 4
) ; 05012ST-80 12 EZGR 050050-... 5 (General purpose)
06012ST-80 EZGR 060060-... 6
EZGR 070070-... 7
LU PIREY EZGR 080070-... 8
EZH 03016HP-100 |EZH 03016ST-100 EZGR 030030-... 3
04016HP-100 04016ST-100 EZGR 040040-... 4
i 05016HP-100 05016ST-100 16 EZGR 050050-... 5 (General purpose)
06016HP-100 06016ST-100 EZGR 060060-... 6
EZGR 070070-... 7
07016HP-100 07016ST-100 EZGR 080070-.. 8
EZH 03019CT-120 EZH 03019HP-120 |EZH 03019ST-120 EZGR 030030-... 3
04019CT-120 04019HP-120 04019ST-120 EZGR 040040-... 4
05019CT-120 05019HP-120 05019ST-120 19.05 EZGR 050050-... 5 Citizen Machinery
06019CT-120 06019HP-120 06019ST-120 ' EZGR 060060-... 6
EZGR 070070-... 7
07019CT-120 07019HP-120 07019ST-120 EZGR 080070-... 8
EZH 03020CT-120 |EZH 03020HP-120 |EZH 03020ST-120 EZGR 030030-... 3
04020CT-120 04020HP-120 04020ST-120 EZGR 040040-... 4 Eguro
05020CT-120 05020HP-120 05020ST-120 20 EZGR 050050-... 5 Tsugami
06020CT-120 06020HP-120 06020ST-120 EZGR 060060-... 6 Citizen Machinery
EZGR 070070-... 7 (General purpose)
07020CT-120 07020HP-120 07020ST-120 EZGR 080070-. 8
EZH 03022CT-135 |EZH 03022HP-135 |EZH 03022ST-135 EZGR 030030-... 3
04022CT-135 04022HP-135 04022ST-135 EZGR 040040-... 4 o
05022CT-135 05022HP-135 05022ST-135 - EZGR 050050-... 5 SLagnﬁﬂJf;°;gs
06022CT-135 06022HP-135 060225T-135 EZGR 060060-... 6 Tougam
EZGR 070070-... 7
07022CT-135 07022HP-135 07022ST-135 EZGR 080070-.. 8
EZH 03025.0CT-135 [EZH 03025.0HP-135 | EZH 03025.0ST-135 EZGR 030030-... 3
04025.0CT-135 04025.0HP-135 04025.0ST-135 EZGR 040040-... 4 Eguro
05025.0CT-135 05025.0HP-135 05025.0ST-135 o5 EZGR 050050-... 5 Tsugami
06025.0CT-135 06025.0HP-135 06025.0ST-135 EZGR 060060-... 6 Citizen Machinery
EZGR 070070-... 7 (General purpose)
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZGR 080070-. 8
EZH 03025.4CT-120 |[EZH 03025.4HP-120 |[EZH 03025.4ST-120 EZGR 030030-... 3
04025.4CT-120 04025.4HP-120 04025.4ST-120 EZGR 040040-... 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 254 EZGR 050050-... 5 Gitizen Machinery
06025.4CT-120 06025.4HP-120 06025.4ST-120 EZGR 060060-... 6
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZGR 07007... ;

EZGR 080070-...

- Choose sleeves (DCB) to meet with DCON dimension of Internal Grooving Inserts.
- Adjustment Pin cannot be installed to EZH-ST sleeves.

To adjust overhang of the bar, please use EZH-CT / HP Sleeves.
- Machine manufacturers in random order.




[Solid Type]

Small Dia. Internal Grooving System Tip-Bars -

B VNG =
LU 1 5 A
= 7 ’
J ﬁ : @ gg -
=% T ou] | B
/ & & g = T %
CW:0.03 (Edge enlarged) i T i } g c
® Right-hand shown i
EI
¢ D
Classification of usage L O 5
% | M _|SainessSteel @] |O 0
@ : Continuous / 1st Choice [ % =2
O : Continuous / 2nd Choice “ [ J = 8o
° 3 = E
==
. . Hard materials (~40HRC) |O @) o Qg
@ Dimensions H Hard materials (40HRC-~) §
M = 5 °F
in. . . MEGA| 2 |-5 < 5
Bore Dia. Dimension (mm) COAT E g PCD "E a
L o
Description 0 S'o Sle S %’
e (0]
DMIN | CW RE H LF LU WF | WF, | CDX |& g:’ = 8 8 3 2
o oo 3
o Y| X
VNGR 0410-11 1.0 o 00
0420-11 * | 20 | 9% ws | 11 L2 e ee 2 H
0510-11 5 10 | 008 ' i ' 0 |9 @e e
0520-11 2.0 ’ a9 ’ ) o 00
0610-20 10 ' e oo =
0620-20 © | g0 | 9% s | 0 s e ee g J
0710-20 . 10 o ' 6.2 ' 00 @ @@ a
0720-20 2.0 ' ’ ' o 00 F32
VNGR 0410-11NB 1.0 WTO{MTO F33 g
0420-11INB | * | 20 | %% w08 | 11 35 o 08 TR s K
0510-11NB 5 1.0 0.05 ' i ' 10 MTO | MTO
0520-11NB 2.0 ’ 39 ’ ’ MTO|MTO 8
0610-20NB 1.0 ' MTO|MTO S L
0620-20NB 6 00 | 00 208 | 20 52 03 18 MTO[MTO S
0710-20NB - 1.0 0.05 ' 6.2 ' 20 MTO | MTO
0720-20NB 2.0 ' ' ' MTO|MTO z
\»CDXshowsavaiIabIegroovingdepth.\ E M

- WF; indicates the cutting edge is above the Tool's Center Position.

4@ Recommended Cutting Conditions

gy
38
Recommended Insert Grades(Cuting Speed Ve: mimin) a f N
=9
Workpiece Material [ = p VNGO5 | VNGO7 | Remarks %
N 2 = I -)
o o = T
o o X f (mm/rev) g
(2]
Carbon steel / Alloy steel 301‘1'00 3075\;(00 ~0.03 | ~0.05 5
g8
Stainless Steel 2060 | 30760 ~0.02 | ~0.03 | Coolant gg R
o'
Non-ferrous Metals ls’go ~0.05 | ~0.08 s

% : 1st Recommendation ¥ : 2nd Recommendation

xepu|
-

_________________________________________

System Tip-Bars (VNG) are : CBN & PCD Inserts are :
I sold in 5 piece boxes l sold in 1 piece boxes ] G 51
S

@ : Std. ltem i
MTO : Made to order



Grooving

External

Internal

Face

G52 ___ soldin1pieceboxes

Tip-Bars for Small Dia. Internal Grooving PSG-S/

[Solid Type]

. PSG-S (Tip-Bars)

This insert will be switched to EZG.

@ Right-hand shown

See Page for Applicable Sleeves @ F86

@ Dimensions

Min. q q PVD .
Bore Dia. DI SEtam (i) Coated Carbide CELEIES
Description
PR930 KW10
DMIN |CW=%*| BCH [DCON| H LF LU | WF | WF; | CDX
R L R L
PSGHL 0510-60S 1.0 | 0.05 [] 0]
0520-60S 5 50 01 3.8 3.6 60 15 1.86 0.1 15 0 0
0610-70S 1.0 | 0.05 O (] [] (]
0620-70S 6 20 01 | 48 |44 ] 70 ] 20 236 O 000
0710-70S 1.0 | 0.05 [l [] (]
0720-70S 7 50 0.1 5.8 5.2 70 20 2.86 0.3 2.0 0 0 0
0810-80S 1.0 | 0.05 O [ O |
0820-80S 8 2001 68 62 80 | 25338 O O | 0] 0
[ - CDX shows available grooving depth. |
- WF; indicates the cutting edge is above the Tool's Center Position.
@ PSG-S (Tip-Bars)
Recommended nsert Grades(Cuting Speed Ve: mimin) Note for using the grooving tip-bars PSG-S
- X PSG06 How to Install
: | PVD Coated Carbide | Carbide | pSG05| PSGO7 Small dia. internal grooving requires accurate installation because
Workpiece Material [=] o PSGO08 Remarks an error of insert height or angle can affect the machining precision.
8 E When installing, set the cutting edge higher than the center line. The
E 7 f (mm/rev) cutting edge of all the PSG-S tip-bars is designed to be higher than
the center line.
Carbon steel 301‘1'00 ~0.03 | ~0.05 (WF, of Tip-Bars dimension)
Stainless Steel 3080 ~0.02 | ~0.03 | Coolant
Non-ferrous Metals ~3*c;o ~0.05 | ~0.08
% : 1st Recommendation

| Tip-Bars are

[] : Deleted from the next catalog



Internal Grooving SIGE -

M Applicable Inserts iy [P Joaroon steet Aoy sea FEEE Z
mm ; o Classification of usage| =
y—— Wi NG S D1 M |Stainless Steel @ O @ Cotnaous-Lgh 3 Q A
GE"L...-A K |Cast Iron @) ) | o° g
6.69 6.5 258 25 Interruption / 1st Choice S @
gES""fI‘: N [Non-ferrous Metals @ | :Continuous-Light S Z
GERL_._._..BR 8.46 8.2 318 27 S [Titanium Alloys P Interuption / 2nd Choice| -2 %g B
GER..CM | 58 | 1148 | 405 28 Hard materials (~40HRC) ® O O:Coninus s Croce | § | 23
GER...-DM 6.8 16.44 5.05 34 H : O Continuous 2nd Choice g| @
GER...-.EM 9.54 21.66 5.55 4.4 Hard materials (40HRC-) < =
" f MEGA | P : 2 =
Dimension (mm) Cermet COAT | Coated Carbide Carbide o 3 C
. o] 3
Insert Description TN6020 PR1225 PR1025| GW15 | Kw1o | Applicable | o} &
CW |CDX| RE Toolholders (c,u)
Handed Insert shows Right-hand RILIRILIR/LIRILIRL g D
GE". 100-005A [1.00 RO o0 5
120-005A | 1.20 005 @[ @ @ @[] [ Jn]
R -
125-005A |1.25| 15 RO 0 §:§Enfiﬁv'1. ggg =2
150-010A | 1.50 oy @ @/0/eee O 5SS E
. 3
200-010A | 2.00 ( 21N 2K 2K K ( 2K 3
= GE% 100-005B | 1.00 NEIDOOD D0 “
120-005B | 1.20 005 @ [1® ® @[] o [ w
125-005B | 1.25 e e eee ® U e men loss| 5 F
1450108 |1.45| OEIDO0E ® L1 e B-WH G56 “
. Leaa D™
150-010B | 1.50 01 @ee/e e e e ® | ® cer BwHO G57| o
200-010B | 2.00 00 0 oo ( 2K 3
250-020B | 2.50 o @/ 00000 o [ £
2-edge 300-020B | 3.00 T 000 e e e ( 2K <
GER 100-050AR | 1.00 . 0.5 o [ J ([ SIGER..A-EH |G55 o H
200-100AR | 2.00 1.0 o o e [SIGER-.AWH IG56| ¢
GER 100-050BR | 1.00 0.5 o o o SIGER...B-EH 4
2.2 SIGER...B-WH g
ZI:-eItIﬂ%e 200-100BR | 2.00 1.0 (] [ J ([ SIGER...B-WH-90 ‘é’._ J
ol G55| 3
GER 150-010CM | 1.50 01 (] [ J G56
200-010CM | 2.00 ' o |0 SIGER..CEH |G57| o
250-020CM | 2.50 | 2.5 o [ J SIGER...C-WH = K
>
300-020CM | 3.00 0.2 ° [ SIGER...C-WH-90 @
350-020CM | 3.50 o [ J o
GER 150-010DM | 1.50 | 3.0 o [ ] 2
0.1 <L
200-010DM | 2.00 o o 3
[e]
230-020DM | 2.30 | 3.2 o o @
250-020DM | 2.50 o [ J SIGER...D-EH
300-020DM | 3.00 0.2 o [ J § M
=}
350-020DM | 3.50 | 4.5 o [ ) @
400-020DM | 4.00 o [ -
S5
GER 150-010EM | 150| 30 | o o Gs5| 28
200-010EM | 2.00 | 3.2 o |o %)
e 250-020EM | 250 | o o =m
el
300-020EM | 3.00 o o SIGER...E-EH % P
- 350-020EM | 3.50 o [ 5
N 55 | 0.2 =
400-020EM | 4.00 o o @
450-020EM | 4.50 o |o 23
o
2-edge GER300-020CM~350-020CM 6.5 = g_
Molded Chipbreaker CErmt-osoE a0 osoE 500-020EM | 5.00 ® ® EEL
=0
[ - CDX shows available grooving depth.| Recommended Cutting Conditions @ G58 S =
@ Chip Control Comparison (Molded Chipbreaker) @ Chip Control Comparison (Min. Bore Dia.: @8) _
=}
f (mmirev) SCM415 (Bore Dia. 016) _ f(mmirev) SCM415 _ g T
o Evaluation = Evaluation
Description 0.05 0.07 0.1 Description 0.02
SIGERTGI2CEH | @ g, ~ _ | GoodChip | |SIGER0B0BA-EH| @ ¢ = 1
GER300-020CM(PR1025)| o O | 9 /S  control GER200-010A e \/
: (PR1025) ~ .
Competitor A | Unstable Chip Control ~
) nsert Fracture o
Width : 3mm and biting ﬁ ~
- w Competitor C & ‘¢
Competitor B 8 Unstable Chip Control Width: 2mm | ® -
H ] ™ .
Width : 3mm ; ) g and biting e Chipping
(Ve =100m/min, ap=2.0mm , Wet ) ] (Internal evaluation)  (Vc=50m/min, ap=1.25mm, Wet ) (Internal evaluation)

@ : Std. ltem : Inserts are sold in !

[[]: Deleted from the next catalog " |
L 10 piece boxes ] G53



Internal Grooving SIGE s

.App“cable Inserts P [Carbon steel / Alloy steel (") @)
(mm) M |Stainless Steel Py ) Classification of usage 2
Description W1 INSL S D1 K |Cast Iron o U:Continugus~Light , %
GE®....-C Interruption / 1st Choice| %
GER..-CR 5.8 11.48 | 4.05 2.8 N |Non-ferrous Metals (") ():Continuous-Light In- | S
2t 6.8 16.44 | 5.05 3.4 S {Ttanium Aloys e .'(;zr:tri:l’j:uosr;:szt%:mi:()ice %
GER..DR | ' ' ' y |Hard materials (~40HRC) ® | © OCorus nd e | 'S
GE%....-E 9.54 | 21.66 | 5.55 4.4 Hard materials (40HRC~) <
o
Dimension (mm) | Cermet | MEGA | 20 .| Carbide “é)
. [
Insert Description TN6020|PR1225(PR1025 GW15 | KW10 T’“‘pp"cab'e o
CW |cDX| RE oolholders 8
Handed Insert shows Right-hand RILIRILIR|L LIR|L
GE%. 100-005C 1.00 o 00 060 o o o
120-005C 1.20 0.05 [ ( JK K JK JK
125-005C 1.25 ' [ AREAN ) ( JK 2K 3K
140-005C 1.40 o [ ) [ 2K 2K J
145-010C |1.45 00 e ® o o e
150-010C | 1.50 o[/ o0 o o0 o0 o SIGE®....C-EH  |G55
g 170-010C |1.70| 2.5 0.1 [ J () [ JINIK ) SIGE%....C-WH  |G56
| 185-010C | 1.85 O o [ 22K ) SIGER...C-WH-90 |G57
R 195-010C 1.95 O o [ 2K 3N
200-010C 2.00 (I 2K K 2K K 2K 2K
250-020C 2.50 o 00 00 o o o
300-020C 3.00 02 © ©©® ® 0 o o |
2-edge 350-020C | 3.50 ® e o ® 0 o |
GE®L 100-005D 1.00 0.05 (I K 3 K 3K K
> 140-005D 140| 25 | o o0 e |e
= 145-010D | 1.45 ®[e ® o [|]
S 150-010D 1.50 (I 2K K 2K 3K 2K 2K
S 2 1700100 [1.70] OEDDOED
185-010D 1.85| 7 |0.10 | [] ® 0 [
e RE _ 195-010D | 1.95 O e [0
External GER100-005D~280-020D 200-010D |2.00 00 o o o o o
I 225-010D 2.25 o o0 0 o | SIGE"....D-EH
Internal 230-0200 | 2.30| OEIDDOEDE
250-020D 250 (I 2K K 2K 3K 2K 2K
Face g 275-020D |2.75 ] @ [ []
] 280-020D 2.80 0.20 O @ [le
R 300-020D 3.00 ’ (I 2K K 2K S 2K 2K
GER300-020D~400-020D 330-020D | 3.30 45 ] @ L[]
350-020D 3.50| Odle { 3N K )
400-020D | 4.00 o /000 e
GE". 100-005E 100/ 25 |005|/@ ||| @ @@ [ @ ©® G55
150-010E | 1.50 (I A 2K 2K 2K 2K )
170-010E 1.70 3.0 [ ) (I 2K 3K JK )
185-010E 1.85| 01 o ® 0 |
195-010E 1.95 ' o ® 0 [
200-010E 2.00 o[ ® [ 3K 3K 3K J
225-010E 2.25| 3.2 [ ) o [ JK 2K J
230-020E 2.30 ( BN BN ) 0 0 |
250-020E | 2.50 e 0o e o o o
275-020E | 2.75 ] [ oo SIGE"....E-EH
280-020E 2.80| 4.5 o 0 o o | ]
300-020E 3.00 o 00 00 o o o
g 330-020E 3.30 02 [ [ ) ® 0 [
350-020E | 3.50 T o0 e (JE I K
R 400-020E 4.00| 5.5 [ AREAN ) ( JK 2K 2K )
GERA450-020E~500-020E 430-020E | 4.30 L4 L4 0 0|0
450-020E | 4.50 ® e o ® e o |
460-020E 460 | 6.5 ] @ e ][]
2-edge 500-020E 5.00 [ RN ) 0 0o |
GER 200-100CR |2.00 1.0 ([ [ ] [ ] SIGER...C-EH G55
Q 250-125CR | 2.50 | 2.5 |1.25 o () () SIGER...C-WH  |G56
300-150CR | 3.00 15 o (o |o SIGER...C-WH-90 | G57
A GER 200-100DR [2.00| 3.2 | 1.0 ® () ()
Py ' 300-150DR |3.00 | 45 | 1.5 o (o |o SIGER..D-EH  |G55
| - CDX shows available grooving depth.l Recommended Cutting Conditions ® G58
DR h @ : Std. ltem

Inserts are sold in

G54 :\ 10 piece boxes /:

[]: Deleted from the next catalog



[ SIGE-EH Excellent Bar (with Coolant Hole)

g
Coolant Hole Coolant Hole g) A
g
g1 Fig1 g Fig. 2 _
2 <5 B
Coolant Hole Coolant Hole »
2
3 § Fig. 3 =
a § c
1612C-EH shank is 3 face cut type 2
(top, bottom and one side)
Coolant Hole EI
o)
= § Fig.5 5 D
gm
28
Coolant Hole g% E
< 52
’ \ = (.Qa’
e O
o
g
H é F
® Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder. g)
o
@ Toolholder Dimensions é
Min Spare Parts
Stock 5 Dimension (mm) o
Deseriotion Bore Dia. Do) Clamp Screw | Wrench Applicable Inserts 5 H
P g FT @G53, G54 =
R | L |[DMIN|DCON| H LF | LH | WF |CDX E W
DT 3
. . GE/.100-005A~GE".200-010A £ J
SIGE". 0808A-EH (@ @ 8 8 72 | 100 | 20 | 4.8 | 1.5 |Fig. 1|SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR %_
1010B-EH @ | @] 10 25 | 6.2 Fig. 1 GE"100-005B~GE™.300-0208 .
1210B-EH @ @ | 12 10 9 125 30 7 22 Fig. 2 SB-2255TR | - | DT-7 | GER100-050BR-GER200-100BR 5
1412C-EH (@ | ®| 14 | ., |, | 15033 | 8 Fig. 3 GE™.100-005C~GE"350-020C = K
1612C-EH @ | @ ) 20 | 8.5 | 2.5 |Fig.4| SB-2570TR | FT-8 | - | GER150-010CM~GER350-020CM @
1616C-EH | ® | @ 6 5115 160 38 | 9 GER200-100CR~GER300-150CR
GE?100-005D~GE".400-020D 2
2020D-EH @ |@®| 20 20 | 19 | 180 | 40 |12.1| 45 |_ SB-3080TR |FT-10| - | GER150-010DM~GER400-020DM S L
Fig. 5 GER200-100DR~GER300-150DR g
2525E-EH @ | @ | 25 25 | 24 | 200 | 45 | 15.6 GEY1100-005E.GE*, 500.020E @
3232E-EH @ |@®| 32 32 304 220 | 55 19 | 6.5 . SB-4085TR |FT-15| - GER150-010EM~GER500-020EM -
4032E-EH (@ | @ | 40 250 | 45 | 283 Fig. 6 =M
‘ - CDX shows available grooving depth. Available Groove Depth : “CDX” Dimension of Insert. ‘ 3

B Features
@ Large chip pocket screw clamp toolholder design enables excellent chip evacuation @ Cutting edge is free from contact face Coptactface

W Buiuing
10} sj00|
=

<

~ Contactiface

Large Chip Pocket

sped aledg ”!
o

@® An 8mm minimum bore diameter with a 2-edge design
Screw Clamp Conventional Clamp

uolnew.ou|
[eoluyos)
=)

@ Cost effective chip control from a molded
chipbreaker '

xepu|
-

@ : Std. ltem

G55



Internal Grooving SIGE -

B SIGE-WH Carbide Shank Bar (with Coolant Hole)

—= 2°
I‘\ Coolant Hole
7

Fig. 1

N
DCON

WF

CDX

LH

LF

/ ',,,,/’//

Coolant Hole

z )
—— 81 Fig.2
o

Coolant Hole

/,,/117/ /%

B e s P s ] e = §1 Fig. 3
[a]

|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
It
R
I
I
I
I

LF

@ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
= @ Toolholder Dimensions
S
g Min Spare Parts
(O] Stock Bore bia Dimension (mm)
o g . Applicable Inser
Description Drawing Clamp Screw | Wrench pgcégse ng s
Externa FT ’
xeina R|L|DMIN|DCON| H | LF | LH | WF |CDX E /
Internal ot
niernal %.100-005A~GE".200-
SIGE. 0808A-WH @ |@ | 8 | 8 |72 |125| 28 | 48 | 15 SB-2045TRN| FT-6 | - | SELICOC0SA-GELLZ00.0108
Face 1010B-WH (@ |@| 10 125 | 35 | 6.2 Fig. 1 GE™.100-005B~GE".300-0208
e 1210B-WH @ | @] 12 10 9 140 | 45 7 2.2 SB-2255TR - | D17 | GER100-050BR~GER200-100BR
1412C-WH @ @ 14 150 | 50 | 8.7 Fig. 2 GE".100-005C~GE®.350-020C
12 | 114 25 — SB-2570TR | FT-8 - GER150-010CM~GER350-020CM
1612C-WH @ @ | 16 180 | 20 | 85 Fig. 3 GER200-100CR~GER300-150CR

‘ - CDX shows available grooving depth. Available Groove Depth : “CDX” Dimension of Insert. ‘

@ Applicable Insert & Rake Angle (o) after Installment of Insert

o Applicable Insert & Rake Angle (a) after Installment of Insert
Toolholder Description : :
Ground Chipbreaker a Molded Chipbreaker a
GE?.100-005A~GE%.200-010A o
SIGE7. 0808A-EH | :R100.050AR-GER200-100AR 5 ) )
1010B-EH | GE%.100-005B~GE¥.300-020B 50 _ -
1210B-EH | GER100-050BR~GER200-100BR
1412C-EH GE®.100-005C~GE®.350-020C
Taeraan | 100-005C~GE%.350- o o
1612C-EH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1616C-EH
GE®.100-005D~GE?.400-020D o o
2020D-EH GER200-100DR~GER300-150DR 9 GER150-010DM~GER400-020DM 10
2525E-EH
3232E-EH GE®.100-005E~GE"500-020E 10° GER150-010EM~GERS500-020EM 10°
4032E-EH
GE®.100-005A~GE%.200-010A o
SIGE7. 0808A-WH | tg100.050AR~GER200-100AR 5 . )
1010B-WH
1210B-WH | GE%.100-005B~GE?.300-0208 50 ) i
1008B-WH-90 | GER100-050BR~GER200-100BR
1210B-WH-90
1412C-WH GE?.100-005C~GE®.350-020C
TRCTST 100-005C~GE%.350- o o
:::i(iN:VH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
2C-WH-90

aindicates the rake angle at the center of the edge width after installing insert.

@ : Std. ltem

G56



For Automatic Lathe

Internal Grooving SIGE -

B SIGE-WH-90 (for Automatic Lathe) Carbide Shank Bar (with Coolant Hole)

g
S 2 A
QQ Coolant Hole §
/ é,::: _H Fig. 4 %g B
LF ze
& g
< Coolant Hole &
% ] g C
*’— . ; g
—— = . Fig. 5 )
[ i .
5 = ]
- ‘ LF § D
® Right-hand shown Right-hand Insert for Right-hand Toolholder.]|
@ Toolholder Dimensions P_)z,g
Min Spare Parts i E
X Dimension (mm 3z
Bore Dia. i) Clamp Screw | Wrench Applicable Inserts ’
Description Stock Drawing
®G53, G54 @
DMIN [DCON| H | LF | LU |*LH|WF |CDX = % = F
«
SIGER 1008B-WH-90 10 8 (7.2 25 5.6
: 0 1215 | 2% 0z g sezassTR | FT7  SEmERSEmOmE | g
1210B-WH-90 [ ) 12 10 |94 30 6.6 §
GER100-005C~GER350-020C 3
1412C-WH-90 [ ) 14 12 {114/ 90 | 35 | 15 | 7.4 | 2.5 |Fig. 5| SB-2570TR FT-8 GER150-010CM~GER350-020CM
GER200-100CR~GER300-150CR
*LH shows minimum overhang length. g H
- See Page @ G56 for Applicable Insert & Rake Angle (a) after Installment of Insert. %
@ Applicable Sleeves
3
H/2, H1 10 25 L 3 e o 10 gé- J
= ) 2
o ] ~ T
S =@ @By 11
25° - = 10 2
45 § K
o (A7 _ — <
BDE 77777 — ,E . ! A =
I, s e : I e B | @
(Toolholder installation side) (Toolholder installation side) [ g L
Fig. 1 Fig. 2 3
o
w
. : Spare Parts
Dimension (mm) S c W h z
L . crew renc Applicable Machine = M
Description Stock Drawing a
DCB|DCON|{HDD |DCB2| H | H1 | LF | L1 @ Manufacturer
2
& =
38
SHA 0820-120 ® 3 . a» N
2 14 | 12 1 25112 - |Fig. 1 3
1020-120 o w0 X 9925 120 9 Eguro =L
SHA 0825.0-135 [ } 8 14 HS6X4P LW-3 Tsugami o
1025.0-135 (] 10 | 25 14 | 24 |11.5| 135 | 17 |Fig.2 Citizen Machinery 2
1225.0-135 [ J 12 16 ;1,7 P
SHA 0819-120 () 8 @
19. 14 12 1 75|12 - |Fig. 1 —
1019-120 ® 10 |°% 8 |875)120 9 35
SHA 0820-120 ® |38 _ 33 R
1020-120 ® |10 20|14 121919250120 - [Fg.1) | eaap LW-3 Citizen Machinery %’g
SHA 0825.4-120 [ J 8 14
1025.4-120 [ ] 10 [25.4 14 (244 12 | 120 | 17 |Fig.2 5
1225.4-120 ® |12 16 g T
SHA 0822-125 [ J 8 14 Star Microni
1022-125 ® | 10|22 14 | 21 | 10 | 125| - |Fig.1| HS6X4P LW-3 Nac:mllfgoggs
1222-125 [ ] 12 16
SHA 0823-120 [ ) 8 14
1023-120 [ ] 10 | 23 14 | 22 |10.5]| 120 | 16 |Fig.2| HS6X4P LW-3 Nomura DS
1223-120 [ ) 12 16

* Length of DCB---45mm (All of SHA sleeves)
- Choose sleeves (DCB) to meet with DCON dimension of toolholder.
- Machine manufacturers in random order.

@ : Std. ltem

G57



Internal Grooving SIGE

7

€ Recommended Cutting Conditions (Ground Chipbreaker : GE....A(R), GE?....B(R))

Recommended Insert Grades (Cutting Speed Vc: m/min)

(1) f for Grooving (mm/rev)

Cermet | MEGACOAT |PVD Coated Carbide| Carbide (2) f for Turning (mm/rev)
Workpiece Material = = o - Remarks
8 N 5 e (3) ap for Turning (mm)
£ g £ S O 00 200100AR | " 100-200-100bR |  GE" 250-300-0208
N * % (1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Carbon Steel 50-80 5080 50-80 - (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04
(3) Max. 0.05 () Max. 0.05 (8) Max. 0.1
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Alloy Steel 50%80 50‘5'80 50%’80 - (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1
(1) 0.01~0.03 (1) 0.01~0.03 (1) 0.01~0.03
Stainless Steel - 50*80 50%780 - (2) 0.01~0.03 (2) 0.01~0.03 (2) 0.01~0.03
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1 Coolant
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Cast Iron - - - 50'{‘80 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04
(3) Max. 0.05 (3) Max. 0.05 (8) Max. 0.1
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Aluminum Alloys - - - 50:‘1‘00 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04
(3) Max. 0.1 (3) Max. 0.1 (3) Max. 0.2
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Brass - - - 50:‘1'00 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04
(3) Max. 0.1 (3) Max. 0.1 (3) Max. 0.2

* Use PVD coated grade or carbide for turning with edge width 1mm. (GE®/ 100-005A / 100-005B)

€ Recommended Cutting Conditions (Ground Chipbreaker : GE¥.--C(R), GE¥;--D(R), GE¥.-E)

% : 1st Recommendation ¥y : 2nd Recommendation

Recommended Insert Grades (Cuting Speed Vez mimin) (1) f for Grooving (mm/rev)
MEGA| PD ) (2) f for Turning (mm/rev)
g’ . Cermet COAT | Coated Cartice Carbide (8) ap for Turning (mm)
3 Workpiece GE. 100-200-010C | GET: 250-350-020C Remarks
e) Material < 0 0 o 200-100CR 250-300-150CR
el R G
O § E E g GEY. 100-145:010D | GE', 150-195.010D | CE- 200-260020D GEIL 500-400 220D
= o 5 GEY. 100010E | GEY, 150-195010 | G 200-2B010E | Gy 550350, GETL 350~430-020F | GE¥;. 450-500-020E
External (1) 0.03-0.08 | (1) 0.03~0.08 | (1)0.04~0.09 | (1)0.04~0.09 | (1)0.05-0.12 | (1)0.05-0.12 | (1) 0.05~0.12
Carbon Steel | ;1,74 60‘}1' 40 60?1? w0l - (2) 0.03-0.08 | (2)0.03-0.08 | (2)0.04~0.09 | (2)0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
Internal (3)Max.03 | (3)Max.03 | (3)Max.0.3 | (3)Max.0.3 | (3)Max.05 | (3)Max.05 | (3)Max.05
(1) 0.03-0.07 | (1) 0.03~0.07 | (1)0.04~0.08 | (1)0.04~0.08 | (1)0.05~0.1 | (1)0.05~0.1 | (1)0.05~0.1
Face Alloy Steel 1 0(%71 60 60520 60?1’20 - (2) 0.03~0.1 (2) 0.03~0.1 (2) 0.04~0.08 | (2) 0.04~0.08 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.5
(1) 0.03~0.07 | (1) 0.03~0.07 | (1) 0.04~0.08 | (1)0.04-0.08 | (1)0.05~0.1 | (1)0.05~0.1 | (1)0.05~0.1
Stainless Steel 7025\1’30 6051 0 60?‘*171 ol - (2)0.03-0.1 | (2)0.03~0.1 | (2)0.04~0.08 | (2)0.04~0.08 | (2)0.05-0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.5 Coolant
(1) 0.03~0.08 | (1) 0.03~0.08 | (1) 0.04~0.09 | (1) 0.04-0.09 | (1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12
Cast Iron - - - 60:‘1‘00 (2) 0.03~0.08 | (2)0.03~0.08 | (2) 0.04~0.09 | (2) 0.04~0.09 | (2)0.05-0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3)Max.0.3 | (3)Max.0.3 | (3)Max.0.3 | (3)Max.0.3 | (3)Max.05 | (3)Max.0.5 | (3)Max.0.5
(1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1)0.08~0.15 | (1) 0.08~0.15
Aluminum Alloys - - - 1565'300 (2) 0.05-0.12 | (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.05-0.15 | (2)0.08~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
(3)Max.05 | (3)Max.05 | (3)Max.05 | (3)Max.05 | (3)Max.0.8 | (3)Max.0.8 | (3)Max.0.8
(1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1)0.08~0.15 | (1) 0.08~0.15
Brass - - - 100’3'250 (2) 0.05~0.12 | (2) 0.05~0.12 | (2) 0.05~0.15 | (2)0.05~0.15 | (2) 0.08~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
(3)Max.05 | (3)Max.05 | (3)Max.05 | (3)Max.05 | (3)Max.08 | (3)Max.0.8 | (3)Max.0.8

G58

* Use PVD coated carbide or carbide for turning with edge width 1mm. (GE?.100-010C / 100-010D / 100-010E)

€ Recommended Cutting Conditions (Molded Chipbreakers : GER...CM, GER...DM, GER...EM)

% : 1st Recommendation ¥y : 2nd Recommendation

Recommended Insert Grades (Cuting Speed Ve: mimin) (1) f for Grooving (mm/rev)
- Cermet '(\;"5%4 Coater()ivCDamide Carbide (2) f for Turning (mm/rev)
Wﬁ;';g;?aﬁe S 9 1 © (3) ap for Turning (mm) Remarks
2 o =] E GER 150-200-010CM | GER 250~350-020CM
E E E O | GER 150-200-010DM GER 230~250-0200M | GER 300~400-020DM
GER 150~200-010EM GER 250~300-020EM | GER 350-400-020EM | GER 450~500-020EM
(1) 0.03~0.1 | (1) 0.03~0.12 | (1) 0.04~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12
Carbon Steel GOﬁGO 60?\1?60 - (2)0.03~0.1 | (2)0.03~0.1 | (2) 0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3) Max. 1.0 (3) Max. 1.5 (3) Max. 1.5 (3) Max. 1.5 (3) Max. 1.5 (3) Max. 1.5
(1) 0.03~0.1 | (1)0.03~0.1 | (1) 0.04~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12
Alloy Steel - eoj 40 60?\1? 40 - (2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 Coolant
(3)Max. 1.0 | (B)Max.1.5 | (3)Max.1.5 | (B)Max.1.5 | (3)Max.1.5 | (3)Max.15
(1) 0.03~0.08 | (1) 0.03~0.08 | (1) 0.04~0.08 | (1) 0.05~0.1 | (1) 0.05~0.1 | (1) 0.05~0.1
Stainless Steel - 60‘3\1'10 60?\1?10 - (2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3)Max. 1.0 | (B)Max.1.5 | (3)Max.1.5 | (3)Max.1.5 | (3)Max.1.5 | (3)Max.15

% : 1st Recommendation

: 2nd Recommendation



GIvV

Insert for Small Dia. Internal Grooving s

B Applicable Inserts (GIV / GIV-E / GIV-W)

(mm) é A
Description Wi INSL S Classification of usage I\Ijl Csagnfllsugt:j : g %
GVF....SS [3.6] 9 | 3.0 -
GV7....S 40| 11 | 4.0 UECont?nuou&L?ght\nterrupt?oanIChoige E ﬁ;j:r:;::wa‘s : M) g_EJ
GV..A | 40| 12 | 50 fg’::t“;“jsfztj”fgpg’gé fg"ecm‘ce S [Tamom Aterd e | o =2 B
R . Hard materials - &
GVR/L"'B 45115 195 | 5 ontinuous /204 Choice H g;,gH;;};naIs 9 | © Applicable | =
GV°L...C 58| 21|65 (40HRC~) Toolholders g
Dimension MEGA | PWD ] =
(mm) Cermet COAT | Cuded Carige| 21010 | PCD g C
Insert Description TN90 |TC40NTC60MPR1225/PR930| KW10|KPD010 4
_ CW |CDX| RE i
Handed Insert shows Right-hand RILIR/L|IR|LIR/ILIR/L|R/LR|IL =
GV7. 100-020SS | 1.00 ° o o000 oo = D
125-020SS [1.25 e o o000 o0 -
145-020SS | 1.45 o o o000 00 . =0
cox 200-02088 | 2.00 23| 02 [@ o o000 o0 GIVI-188 | 85 ©
e 250-020SS | 2.50 O o eoo0o0 o0 ER
s (T 300-020SS | 3.00 o e o000 o0 o 8z
V InSL R@@om GV 100-020S |1.00 o o000 eo0o0000
[ 125-020S | 1.25 o o000 oo o oo @
o 145-020S_| 1.5 O eele @ @ (e aviis | 3 F
185-020S | 1.85/ 2.3| 0.2 o006 o o oo oo
200-020S | 2.00 o o000 000000 GIVH...1SE
250-020S [2.50 [ eee eee ee Q
Tedge 340-020S | 3.40 o006 o o oo e
GV"L.  100-020A |1.00 [ J ® 00 0 o o o o oo 3
125-020A |1.25 o o000 o000 oo
145-020A [1.45 o o000 000O o000 GIVYL. 1A o
2000208 200 2% 020 @ @@ @00 OO0 | SVi-AE | LN
250-020A |2.50 o o000 o000 oo L
300-020A |3.00 ® : o : : : : ® 3
340-020A |3.40 O o o g J
GV 1450208 |1.45|, o o o000 000000 Sy
ex 185-020B | 1.85 < o eo0oo000 o o GIV7...1B @
P 5 > RE 200-020B | 2.00 00000000000 GIVL....1BE 5
INSL | RE G008 230-020B [2.30| , ,, oo oo 000000 GIVi..1BW | £ k
ST g 2500208 (250 °“| 02[@| |@ @@ @0 @ e e e e 3
1 280-0203 280 D . . . D . . . GlVR/LZB
40-020B | 3.40| 4.2 5
400.0208 1400 o [elele| o [ [ele GIVY..2BW | & L
GV7. 280-020C |2.80 45 [ J ® o0 o o oo ( JK ) GIV*....1C 2
300-020C 3.00] 00000000000 GIV*....1CE
340-020C 340 . o o o000 0000O GIVY..1CW | = v
400-020C 400 °>°|02/®@| ©o ®© ®©®© ®@ 060 00O GIVAL.2C 5
300200 45063 | ee e & ee | GVi.2cE
Ennnone— ol GIVAL..2CW | £
2edge 500-020C [5.00 0000000000 . 33
GVR 145-020A | 1.45 ® |eivr.1a |3z N
200-020A |2.00| 2.3| 0.2 ® |GIVR..1IAE | EF
cox. 300-020A | 3.00 | | GIVR..1AW | o
< F™  |GVR  200-020B |2.00 ® (GIVR.1IB | S p
INSL_MRE o —— 3.2 GIVR...1BE s
7 cw=0- 250-020B | 2.50 0.2 ® | GIVR..1BW | &
ol \ 9 300-020B | 3.00| 4.2 Wo | GIVR..2B[J | 33
GVR 300-020C 30045 . wo| |GIVR..1IC[J | 33 R
Tedge 400-020C |4.00| 55| mo| |GIVR..2C[] | S*
, cox GV7L  200-100AR | 2.00 1.00 o o000 o GIVL...1A
, - 2 oe 250-125AR | 2.50| 2.3[1.25 o o o @ GIV*....1AE 5
y =g o 300-150AR[3.00,  |1.50 e o o o aviiaw | § T
roie o] VL7 GVR 200-100BR|2.00| 3.2(1.00 @ e o o o GIVR...1B[
Ful-R 300-150BR | 3.00] 4.2 1.50/ @ e o o o GIVR...2B ]
[: CDX shows available grooving depth. | Recommended Cutting Conditions G110
See Page for Applicable Toolholders ® G61
®:Std.ltem
[]: Deleted from the next catalog ! Inserts are sold in CBN & PCD Inserts are

1 1
I I
MTO : Made to order " . .
L 10 piece boxes )L ___soldin1 piece boxes _,' G59



Small Dia. Internal Grooving Toolholders [GV Insert]/

| Nz
{ Q )
\. A U8 Fig-1
H ]
LF
% | A —
,I:‘ ‘ 18 Fig.2
T AN [| \, s}
rZ4 N T [}
H
- (F
‘ Shows top edge H—HE
shape of GIV.1620-1A o) Fia.3
(No jaw part under Insert) — ‘ Q 9
= H ‘
s LF
® Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

. GIV-E Excellent Bar

LF
|
Shows top edge shape of ] | =
GIVY1612-1AE ! 9 Fiod
(No jaw part under Insert) | 8 9-
< H
‘ G
@\\ ‘; |
> | Zin | / ‘ Z]
c A ! i Q .
g <> N ‘ ), 8 Fig.5
o = H
G] 8 LF !
@ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
External
. GIV-W carbide Shank Bar
Internal
Face
%% z
O
[&]
a
v
ézzzl © Fig.6
~ Shows top edge shape of LF

GIV¥1616-1AW
(No jaw part under Insert)

® Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

® Applicable Insert & Rake Angle (a) after Installment of Insert

G60

Insert Description® G59 Rake Angle (a)
Toolholder TN9O TCE0M
Description  |General Grooving (Square) [Full-R Grooving (Round) TC40N | PR930,PR1225
KW10

GIVF....1SS GVF.100~300-020SS - 10° 15°
GIVF....1S GV*F.100~340-020S - 10° 15°
GIV7....1SE GV®.100~340-020S - 3° 8°
GIVA....1A([]) | GV*100~340-020A |GV?.200-100AR~300-150AR 3° 8°
GIVA...1B((]) | GV#145~250-020B |  GV%200-100BR 4 o
GIV7....2B([]) | GV*.280~400-020B GV*F.300-150BR
GIVA....1C([]) | GV7.280~340-020C - 5 10°
GIVH....2C([]) | GV7.400~500-020C -

* GIV, GIV-E and GIV-W are designed to set the cutting edge height 1mm above the center height. (0.5mm for GIV#/.1612-1AE)



GIvV

@ Toolholder Dimensions

Min, : : Spare Parts @
StOCkBoreDia. A= i) =2 Clamp Set Wrench % 3
Description E > g2
R|L|DMINDCON| H | LF | LH |WF| CDX | 5 § % i
=2
GIVAL 1216-1SS |@/@® 12 | 16 | 15 [ 150 20 [ 6.0 | 22 |Fig. 1| CPS-4v - -
1420-1S @@ 14|20 19[150] 24 | 70| 22 [Fig.1| CPS-5F - -
1620-1A ®® 16|20 | 19 [160| 28 | 80| 22 [Fig.2| CPS-5V - -
2025-1B [ N ) Note 2.8 |
ot ee 20 25 2318035 100 " Fig2 CPSV - -
2532-1C 00 25 200 | 43 [ 125 Fio2
3232-1C @@ 32 | 32 | 30 | 220 | 52 | 160 Neeva5 |9
4032-1C @0 40 250 | 43 | 21.0 Fig. 3
2532-2C 00 25 200 | 43 | 125 Fio2 ’ cPs-6v ’ LW-3
3232-2C @@ 32|32 | 30 20|52 160 wea55 |19
4032-2C 0@ 40 250 | 43 | 222 Fig. 3
GIV#L 1412-1SE  |@ @ 14 | 12 |11.4|150 | 18 | 7.7 1.7 |Fig.4| CPS-5F - FT-15 -
1612-1AE  |@/@®| 16 | 12 [11.4| 150 | 19 | 82 | 22 [Fig.5| CPS-5V - FT-15 - G59
2016-1BE o0 20 | 11.2 | Noe®2.8 |
20162BE @@ 2° | 16 152|180 | 1o | 117 wesg, |FiO-5| CPSEV . FT-15 -
2520-1CE (@@ 25 | 20 | 19 | 200 | 25 | 14.5| Noeo4.5
3225-1CE (@ @| 32 | 25 | 24 | 220 | 24 | 175 | N4 5
4032-1CE (@@ 40 | 32 | 31 | 240 | 29 |21.0 | Me745 | _
2720-2CE (@ ®| 27 | 20 | 19 | 200 | 25 | 16.2 Fig.8) - CPS-6v ) LW-3
3225-2CE (@@ 32 | 25 | 24 | 220 | 24 | 187 | Nee455
4032-2CE  |(@|®| 40 | 32 | 31 | 240 | 29 |222
GIVAL 1616-1AW |@/®| 16 | 16 | 15 | 175 | 48 [106| 22 |Fig.6] CPS-5V - FT-15 -
2020-1BW @@ Nole 2.8 |
202028W @@ 20 | 20| 19220 60 146 . |Fig.6| CPS-5V ; FT-15 )
2525-1CW (@@ Notedg 5 |
2525.00W @@ 25 | 25| 24| 260 70 |10t Figsl - CPS-6V - LW-3

\- CDX shows available grooving depth. \

Note 1) GV.200~250-020B Insert can be used up to a Groove Depth 3.2mm.
Note 2) GV#.300~400-020B Insert can be used up to a Groove Depth 4.2mm.
Note 3) GV7.340-020C Insert can be used up to a Groove Depth 5.5mm.
Note 4) GV#.430~500-020C Insert can be used up to a Groove Depth 6.3mm.
Note 5) GV#.300~400-020B Insert can be used up to a Groove Depth 3.8mm. (When using GIV*.2016-2BE)
Note 6) GV7.340-020C Insert can be used up to a Groove Depth 4.7mm. (When using GIV%.2520-1CE)

Note 7) GV7.340-020C Insert can be used up to a Groove Depth 5.3mm. (When using GIV%.3225-1CE, GIV%.4032-1CE)
If you need any of insert groove depth specified in notes 1 to 7, modify the dimension CDX of toolholder.

@ : Std. ltem
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Internal Shallow Grooving Toolholders

/

20
Z
' I g
L o
’7_‘ © ja}
| ﬁ
E A | 8
{ 1@ ya ‘ o LH H
7 e LF
® Right-hand shown ’ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

St Min n Spare Parts
toc ‘. imension (mm
Bore Dia, ( ) Clamp Set Wrench Aoplicable |
. pplicable Inserts
Description ©G6-G8
R|L[DMINDCON|, H | LF | LH | WF |*CDX

KIGBA"L 3525-16 ®@® 35 | 25 | 23 |220| 30 [175| 2.8 LGBA-16%S FT-15 GBA32'% type

4032-22 @®@® 40 | 32 | 30 | 250 | 30 |23.0| 3.0 LGBA-22%S FT-15 GBA43'% type

*CDX shows the distance from the toolholder to the cutting edge.
Available Grooving Depth depends on the insert.
KIGBA%. 3525-16 : CDX of the applicable insert (GBA32)

4032-22 : CDX of the applicable insert (GBA43)

(1) 2.0mm (CDX < 3.0mm)
(2) 3.0mm (CDX = 3.0mm)

CDX

g - Clamp Set : LGBA-OCLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.
o
(% @ Rake Angle (a) after Installment of GBA insert
GBA32%.000-000 GBA43%L.o0ocoo GBA43%.0000coR (Full-R)
External a Insert Grades a Insert Grades a Insert Grades Full-R Description
o TN620,TN90,PV7040,PR930
iz TN620,TNOO,PY7040,PROS0 9 KBN510, KBNS25 +1°| PR1115,PR1215,PR1625 |050R~150R
o , ) PR905
Face | | *1 PR905, TN620, TC40N, TN90,PV7040
KPDO001, KPDO10 . PR930. PR1115. PR1215 TN620,TN90,PV7040,PR930
+1 ph1625’ PR905 ’ 3 PR1115,PR1215,PR1625 200R
. KPD001, KPD010 +5 PR905
1 KW10 10 W10 KW10 050R~200R
@ Rake Angle (o) after Installment of GBA-GM insert @ Rake Angle (a) after Installment of GBA-MY insert
a Insert Description a Insert Description
+1° GBA43%.150-020GM GBA43%.175-020MY
GBA43%.175-020GM +6° ¢
+6° ? GBA43%.350-030MY
GBA43%.265-030GM +5° GBA43%.400-040MY
GBA43%.300-030GM aindicates the rake angle at the center of the edge width after installing insert.
+3° i
GBA43%.400-040GM
aindicates the rake angle at the center of the edge width after installing insert.
@ : Std. ltem

G62



Screw Clamp

Internal Large Dia. Shallow Grooving Toolholders [TG Insert]/

B KITG (will be switched to KIGBA @ G62)

sepelr) uasu|
>

S}asu| 8jqexepy|
Buiung
os)

LF z C
® Right-hand shown l Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder. ”
@ Toolholder Dimensions % D
Min. . . Spare Parts 3
Stock Bore Dia. Dimension (mm) Clamp Screw Wrench »
- 53
Description ) 55 E
R|L DMINDCON H | LF | LH | WF = I R
= E 23
KITG" . 3525T-16 @@® 35 | 25 | 23 |220| 18 |17.5 SB-4TR - FT-15 - ®
4532T-22 @@® 45 | 32 | 30 | 250 | 20 |22.5 - GS-50 - LW-3 S 'F
>
«

- Available Grooving Depth : KITG#.3525T-16=2.0mm, KITG“/L4532T-22=2.5mm‘

* KITG will be switched to KIGBA as an Internal Shallow Grooving Toolholder; however, it will continue to be sold as Internal Threading Toolholder ( See Page @) J29).

- GBA Insert cannot be installed to this toolholder. @
o
o
<
. App"cable Inserts Classification of usage s
(TG insert will be switched to GBA @ G6~G8) usag
(mm) @ :Confinuous-Light Interruption/ 1t Choice g H
Description IC S D1 (= :Continuous-~Light Interruption / 2nd Choice &
TG32_ 9.525 3.18 45 Hard materials (~40HRC) .:Cont?nuous /1st Choi?e
TG43_ 12.70 4.76 5.5 0 Hard materials (40HRC~) O:Continuous / 2nd Cholce g J
el D
Dimension (mm) |  Cermet =2| &
Insert Description BCH TN60 Applicable Toolholders .;f';)’ §
CWwW |CDX| or BE| O
Handed Insert shows Right-hand RE R L = % K
TG32%. 075 |[0.75 O O ©
+0.03
IC BCH cw BCH 095 095 D D w
e, PR =t 125 [1.25 0| O =L
<©] s 145 [1.45 20|Cco1| O | O KITGY. .16 | G63 | 3
=4 | 150 |1.50 0| O g
= 175 1.75 O] L] =
TG32 type (Corner is Chamfered) 200 2.00 O O % M
TG43%. 150 |[1.50 0| O °
h 175 1.75 ] C] =
f 200 |200%°|%2 5 1 O 22N
o 230 230 0| O ET)
C e WRe 250 (250 O | O -
w
P = 265 [2.65 0| O £
©] s 280 [2.804.0 | | [ | [J KITG% .22  Ge3| 3 P
Genera_l (Square) 4‘ S 300 3 00 ' D D a"
(Corneris R shape) - 330 330 D D i a
350 [3.50 O | O 5SS R
400 |4.00 O | O g-g
TG43 type 430 4.30 04| [ O]
450 4.50 (] (] =
|- CDX shows available grooving depth. | Recommended Cutting Conditions ® G108 § T

* KITG will be switched to KIGBA.
* For applicable insert, TG insert will be switched to GBA.

Change Insert Grade TN60 for TN90.

There are various types of GBA insert grades available dependent on the user's cutting condition requirements.
* Check the corner-R(RE) of the insert when changing.

@ :Std. ltem ! Inserts are sold in 1
[J: Deleted from the next catalog | 0 eieen B :
. 10 piece boxes 1 G63



Internal Grooving Toolholders s

K G D I Stable Machining with Excellent Chip Control and Smooth Chip Evacuation

Excellent Chip Control with GMI Chipbreaker for Internal Grooving

Evenly breaks chips in various cutting conditions with newly designed chipbreaker geometry.
Good chip control even in finishing applications with small depths of cut.

1

Rear ramp
supports chip deformation.

Center geometry squeezes chips and prevents
chip clogging during high feed machining.

@ Comparison of Chip Control (intermal evaluation)

QO y . p ¢

@‘ (:\fe\ @.’\ \. \/}\) \\’ “’1 \‘\’\D
o0 2@ ({ \ﬂ‘\ﬂ\:\@ﬁ
e & a

G\@"\}Gj\@\ 0@/— @©
GMI Chipbreaker Competitor A Conventional F

Smooth chip control with stable chip shape compared with Competitor A and Conventional F.
Prevents frequent machine stops caused by tangled chips.
Corner design stabilizes chip

shape during finishing and improves
chip breaking performance.

Cutting Conditions : Vc=100m/min, f=0.07mm/rev Toolholder : KGDIR3225B-3

Front design stabilizes chip sh
ront design stabilzes Chp Shape o+ GDM3015N-040GMI Workpiece Material : SCr420

during low feed machining.

Smooth Chip Evacuation by Creating Chip Pocket

2

Smooth chip evacuation when grooving and finishing.

)}
£
§ Cutting Conditions : Ve=100m/min
= (1) ap=3mm, (2)(3) ap=1mm, (4)(5) ap=0.2mm 54
S
f=0.08mm/rev
Toolholder : KGDIR3225B-3
Insert : GDM3015N-040GMI °
External Workpiece Material : SCM415 ©
@ Residual Chips (Internal evaluation)
Internal 60
Prevents
Face 50 Chip EBEMHE @ | L,
9 Clogging < 25 o ®
‘§‘ 40 - RYS— T~ N I O _
©
[id
E 30 ......
2 DOWN
D00 frf
Improved chip evacuation &
by innovative chip pockets. 10 - """
0
KGDI Competitor B Competitor C

Chips remaining in machined bore were 8reat|y
reduced compared with Competitor B an

Low Cutting Forces and Stable Machining

GMI chipbreaker prevents chip clogging and reduces cutting forces.

3

@ Comparison of Cutting force (internal evaluation)
GMI Chipbreaker

G64

1,200 1,500 Stable machining with few
M W Resultant force 2 I Principal force Thrust force = . .
F changes in cutting force
_ 8 1000 i e ey
1,000 2
o
'g 500
800 3
z
= 0
g 0 05 1 15 2 25
'é, 600 Cutting Time[S]
3 Competitor D
400 1,500 .
_ Instantaneous increase of
r4 . .
o cutting force due to clogged chips
3 1000 |- ...
200 =
8
o
£ 500
5
GMI Chipbreaker Competitor D ©
0
Cutting Conditions : Vc=150m/min, f=0.1mm/rev Toolholder : KGDIR3225B-3 o 05 ! w2 25

Insert : GDM3015N-040GMI Workpiece Material : SCM415

Cutting Time[S]



KGDI

B KGDI z
Coolant Hole (26) DCON g A
N - | |
&) A o
15 - g
Exit hole of coolant |
e Right-hand shown - ¥ D
@
@ Toolholder Dimensions 3
i Spare Parts
Stock | Min. Bore Dia. Dimension (mm) Eile i E 5%
L CW(mm) Clamp Screw Wrench on
Description S e E
R | L DCON| H | LF | LH | WF | CDX | MIN. | MAX. / / ag
with GMI | with CM = é
KGDIY. 1816B-2 @ | @ 18 16 | 15 |150| 25 | 9.5 | 4.5 g
GS-50 - LW-3 - =
2520B2 @ | © 25 - 20 | 18 |180| 30 (145 6 |2.0| 2.0 3 F
3225B-2 @ © 32 25|23 /20040 |19 | 7 - SB-5TR - LTW-20
KGDI¥. 2016B-3 @ @ 20 21 16 | 15 |150| 25 [11.5| 5.5 (o)
GS-50 - LW-3 - 15
2520B-3 @  © 25 26 20 | 18 |180| 30 (145 6 | 3.0 | 3.0 g
3225B-3 | @ @ 32 33 | 25|23/200) 40 19| 8 - |sB5TR| - [LTw20| &
KGDI¥. 3225B-4 @ @ 32 [40(34%)| 25 | 283 |200| 40 | 19 | 8.5
. . - B-5TR - LTW-2
4032B-4 @ | © 40 |48(42*)| 32 | 29 |220| 50 |28.5| 11 4050 sB5 0 2 H
KGDI¥. 3225B-5 @ | @ 32 [37(34%)| 25 | 283 |200| 40 | 19 | 8.5 &
. . - SB-5TR - LTW-20
4032B-5 @ | @ 40 |45(42%)| 32 | 29 |220| 50 |23.5| 11 5.0/ 5.0
* Possible by slightly chamfering toolholder’s tip about 0.5 mm s
8 J
M Applicable Inserts Classification of usage P | Cabonsteel/Aloysteel | @ | ) | @ | O “
@ : Continuous-~Light Interruption / 1st Choice
: Continuous-~Light Interruption / 2nd Choice | M Stainless Steel (") O O g K
@: Continuous / 1st Choice Applicable 3
O: Continuous / 2nd Choice K (G e @ | Toolholders
. ! MEGACOAT (%]
L C t MEGACOAT
Insert Description Dimension (mm) ermet| " o S .
CW woeas] RE |INSL| S | TN620 |PR1535] PR1225 | PR1215 g
GDM 2013N-020GMI | 2.0 0213543 @ | ® | ® | ® KGDF..-2| °
3015N-040GMI | 3.0 |+0.03 155/46 | @ @ | @ | @ |KGDI...-3 = M
4020N-040GMI | 4.0 0.4 ® ©® O O KGDIF..-4 @
5020N-040GMI 2043/ @ © | © © 4| §
150 |+004 ﬁgg::ﬁ 4 gg‘ N
5020N-080GMI 0.8 ® o o o i -
GDM 3015N-150R-CM | 3.0 15/163/46 @ @ @ | @ KGDI%...-3 =m
+0.03 S
4020N-200R-CM | 4.0 2.0 20 ® © O O KGDIf..4| 5 p
5020N-250R-CM | 5.0 |+0.04| 2.5 | 21 43 ® © o o KGDI%....-4 g
el e : KGDF....-5 _
g
S
4@ Recommended Cutting Conditions (Vc) @ Recommended Cutting Conditions (f, ap) §§ R
=0
Recommended Insert Grades (Cutting Speed Vc: m/min) Grooving Turning se
Workpiece | chipbreaker| Germet | Mo SO | MEGACOAT | Remars % e St s 4
F. | L @
TN620 | PR1535 | PR1225 | PR1215 J,__ii b I | =
g ' = |
Caizem Sizet 100%220 aoﬁso aoiszoo 10(?}7200 " R G !'/\”
iy Sige! GMI | 80-200 | 70-150 | 70-180 | 80~180 § [ *
_ cM % * x * Coolant g. £ E?D o
SElEEs S 70-180 | 60~150 | 60~150 | 60~150 2 3 g0 @
S | Ef
Cast Iron 100~200 3 " tmmirev) ’ o
% : 1st Recommendation ¥y : 2nd Recommendation
@ : Std. ltem R,

Inserts are sold in

1
1
t 10 piece boxes ' G65



Internal Large Dia. Deep Grooving Toolholders [GH / GHU Insert]/

Top Clamp

B KIGH
L DMIN |
AN ] i [ =z P
7 &= 0=" .
y LH ‘
|l = - 3
7 H[:u \\\ 7 (Available Grooving Depth)
[ ——— Fig. A 8
® Right-hand shown
@ Toolholder Dimensions
Min, . . Spare Parts
Bore Dia, Dimension (mm) Clamp | Clamp Bolt | Washer Spring Wrench
Description Stock S
DMINIDCON H | LF | LH \WF|CDX . ., @ /
KIGHR 4532B-4 ® 453230 200 [28.2
5540B-4 @® | 55|40 | 38 |250| 27 |32.3| 12
6550B-4 @ | 65|50 | 48 |300 37.3 CGH-1L
4532B-5 @® | 45| 32| 30 |200 28.2
5540B-5 ® |55 40 | 38 |250| 27 [32.3 12 HHeX25 | W-6 | SP-6 | LW-5
6550B-5 @ | 65|50 |48 |300 37.3
5540B-7 @® | 55|40 | 38 |250 32.3
6550B-7 ® 65 5048 300 %7 37.3 12 ceH-2L

- CDX shows the distance from the toolholder to the cutting edge. For the available grooving depth (CD), ref. to "List of Min. Available Cutting Diameter and Groove Depth".

- LH depends on the insert's edge width.

@ Rake Angle (a) after Installment of GH / GHU insert

@ List of the Min. Cutting Diameter and Grooving Depth (Refer to Fig. A)

GHOOOO-OO GHUOO-CO o ) . .
o o Insert Grades o Insert Grades Toolholder Description @D (Min. Cutting Dia.)
= -5° | A5, AGBN, PTE00M KIGHR 4532B-O | 0110 | 70 | o065 | 260 | 55 | 045
3 +5° TC40N - TN6O 5540B-O | 070 | 060 055
© P L CR9025 6550B-O 065
KwW10 Available Grooving Depth CD(mm)| 12 [ 115 | 11 | 10 | 9 [Unders
External . A | b| |
icable Inserts L) ifioati
Internal pp ® Classification of usage
(mm) @0 LJ @ :Continuous-Li { i
: ~Light Interruption / 1st Choice
Face Description : ():Continuous-Light Interruption / 2nd Choice
GH4020-O0~ GH8020-O0 20 75 [ |Herd materals (-40HRC) .fgomﬁnuousj ;Stdcg;’i‘?e
GHUOO-OO 20 Hard materials (40HRC~) Ole O:Continuous / 2nd Choice
Dimension (mm) | Cermet |& Coatezvé:mmeCarbide Ceramic
Insert Description Z =8l o = | Applicable Toolholders
P cw | re 2§ 382 8858 PP
FRRSlal |||k
GH 4020-02 0.2 [ JK ) [ J [ ) KIGHR4532B-4
402005 | “° 05 | @@ @ eeee 54084
4520-02 45 0.2 [ ] 6550B-4
4520-05 ) 0.5 [ ] B
) & \BE 5020-02 0.2 [ X ) [ J [ J
R 502005 | °° | 05 | ee © eeee
Ground Chipbreaker 5@ 5520-02 5.5 02 . KIGHR4532B'5
5520-05 0.5 [ ] 5540B-5
6020-02 6.0 0.2 [ X ) [ ) [ 6550B-5
6020-05 ) 0.5 [ 2N ) [ ] ( JL J [ ] B
6520-02 6.5 0.2 [ ]
8 6520-05 ) 0.5 [ ]
;j:% 702002 | . | 02 o0 o (o
© (T TJl | 7020-05 ’ 0.5 oo o o0 o
s <\?> 7520-02 75 0.2 [ ) KIGHR5540B-7
Ceramic 7520'05 ) 05 . 65503'7
Ceramic insert is above shape. 8020-02 8 O 02 . . . .
] 8020-05 ) 0.5 [ X ) [ ) [ ]
> §“’§ GHU 40-20 4.0 025 @ [ ] KIGHR ..OO0OCB-4
i NS
° 4 °‘Z%M « 50-20 50 | 030 |@ °
‘/, s o] [J KIGHR ..OOOOB-5
MAG;d Chipbreaker = @ 60-20 6.0 0.30 |@ o

_____________________

Inserts are sold in
10 piece boxes

Recommended Cutting Conditions @ G108

@ : Std. ltem




Internal Grooving Toolholder / Internal Undercutting Toolholder/

. KIGM-8 (8mm-Width Insert / Large Internal Diameter Deep Grooving)

sepelr) uasu|
>

OO
. & LH %
TR )9/ ~ — — _
é ////-]— \ ‘ )\ \\ g_‘
!" / o ! %% B
\ g g°
Uy s “’
\ n o
“\ H O - %
I S CW LF S C
8
@ Right-hand shown i
Y
g D
. KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving) 3
» =@
: § 52
5 ) 3
4 : \6\/ /<\ =k
@
— s LG [ X g
O LH H 3
LF
@
® Right-hand shown §
=
® Toolholder Dimensions .
ln, . . Edge Width|  Spare Parts o
Stock | gy Dimension (mm) CW(mm) | Clamp Bot | Wrench 3 H
Description
R|LDMINDCON H | LF | LH |WF |CDX| ap MIN. [MAX. / 3
2 J
=3
KIGM?/1. 6540B-8 @®@® 65 40 | 36 1300/ 41|41 |20 | - 8.0/8.0| HH6X20 | LW-5 a
KIGMUR 6540B-8 [ ] 65|40 |36|300/83 |26 | - |22 8.0/8.0| HH6X20 | LW-5
| CDX shows available grooving depth. | g
[ ap shows the distance from the internal face of the workpiece. | E K
. Appllcable Inserts (mm) C: g Classification of usage g
Description = © @ :Confinuous-~Light Interruption / 1st Choice g L
: - S
GMM8030-080MW : (©:Continuous-~Light Interruption / 2nd Choice ¢
GMG8030-050MG 30 5.5 y Hard materials (~40HRC) Ol e giggzr:uzuz ; ;ztdcch:olc;ee z
GMGA8030-400R Hard materials (40HRC-) ontinuou “l 5 M
. . > = [0} < @
DiiEmElen € | 25 | pyD Coated Carbide | © -
(mm) S | = s2| gy
Insert Description 10 Applicable | &8 | 28 N
P g | 8| 2| 8|8 |2 Tooholders | % 2| ¢35
ow | RE (2|8 (2|2 |2|5 §F| ¢
O & |la|a | X g 2
< 2
2 o8 ° P
= S 5
3(==)ﬁ @
INSL YRe GMM 8030-080MW | 8.0 0.8 OO0 |0| 0 34
1 3
Chip Control Oriented / M Class @ ff{:tj g.g R
g =R
p - & RE
I ——— KIGM%. .8 =
g v L e >
Q‘f: e GMG 8030-050MG 8.0 0.5 O O OO0 |0 KIGMUR ...8 G67 § T
Sharp-Cuting Oriented / Precision Class s el VJT‘;B
Ground Chibreaker
P I s
/ 5 GMGA 8030-400R | 80 | 4.0 O
Sharp-Cuting Oriented / Precision Class wi@
Full-R/ Copying

\~ If using a full-R insert with KIGM-8 toolholder, you need to modify the corner of insert adapter of toolholder. \ Recommended Cutting Conditions @ G111

@ : Std. ltem | § )
O : Check Availability i Inserts are sold in !
L 10 piece boxes ' G67



Internal Large Dia. Deep Grooving Toolholders [GIA Insert]/

B KGIA
DCON
Tk Integral Type : Fig. 1
L DMIN ‘ DCON
/’ \\ R | . r
Y, —— = — = )
fl _ | Separate Type *\.L U_I ‘ z% 1 Fig. 2
N — N —
® Right-hand shown k 20
@ Toolholder Dimensions
Min. : : Spare Parts
Bore Dia, Dimension (mm) © | Clamp | ClampBolt | Spring Wrench
Description Stock E
DMIN|DCON| H | LF | LH | WF |CDX| 3 = @
=
KGIAR 3232B-3 @ 32 | 32 |30.4|/200 | 45 |26.5 Fig. 1
4332B-3 ® 43 | 32| 30 200, - |26.3 10 Fiq. 2 CGIA-3R
5140B-3 @ 51 | 40 | 38 |250| - |30.3 G-
3232B-4 @® | 32 | 32 |30.4|200| 45 |26.5 Fig. 1 i .
4332B-4 ® 43| 32|30 200 - 263 10 | |CGIA4R HHSX15 | SP-5 | LW-4
5140B-4 @ | 51 | 40 | 38 |250| - |30.3 'S
5640B-5 ® 56 | 40 | 38 |250| - |35.3 .
g 6650B-5 | @ | 66 | 50 | 48 (250 | - |40.3] '° |Fio2]CGIASR
8 ‘ CDX shows available grooving depth. ‘
(O]
@ Composition
-~ Spare Parts Toolholder Blade Clamp Screw Wrench
Xternai «
Type N
Internal Toolholder Description J é
Face Integral Type | KGIAR 3232B-3 - - - -
4332B-3 KGIAR32H | BGIAR43-3
Separate Type 5140B-3 KGIAR40H BGIAR51-3 SB-40140TR FT-15
Integral Type 3232B-4 - - - -
4332B-4 KGIAR32H | BGIAR43-4
Separate Type 5140B-4 | KGIAR4OH |BGIAR51-4| SB-40140TR| FT-15
5640B-5 KGIAR40H | BGIAR56-5
Separate Type 6650B-5 KGIAR50H BGIAR665 SB-40140TR FT-15
. App"cable Inserts 8 : Classification of usage
@ :Continuous-~Light Interruption / 1st Choice
(:Continuous~Light Interruption / 2nd Choice
- @:Continuous / 1st Choice
H :::: :Z::::::E;ggﬁzf; Ol ® (O:Continuous / 2nd Choice
Dimension (mm) § %§
Insert Description ‘; 5 Applicable Toolholders
CW | RE |INSL| S |2|2
o
4 o. & GIA 30 3.0 {0.20 ( MK J KGIAR ...3
P %lﬂ@ / 25
M gt s 40 4.0 |0.25 50 @ @ KGIAR ...4
e
Molded Chipbreaker 120° 50 5.0 |0.30| 30 ® o KGIAR ...5

___________

! Inserts are sold in

I
I
10 piece boxes A

Recommended Cutting Conditions ® G109

@ : Std. ltem



Internal Grooving Toolholders -

B KIGM-V Applicable Inserts o T e — =
(mm) m Py ® Classification of usage ] A
Rl (NSt S = © @ :Confinuous~Light Interruption/ 15t Choice g
GMM3015....V(] 15.5 “ : (:Continuous-Light Interruption / 2nd Choice: _m
GMM4020...V[ ] 4.3 - @:Continuous / 1st Choice | &
20 Hard materials (~40HRC) O @ P | 88
GMM5020...V[ ] H Hard materials (40HRC~) O:Continuous / 2nd Choice %E B
. . = 2 ) -
Dimension £ | o8 PVD 2 e
(mm) g ©F | Coated Carbide S 8
- N Applicable z C
Insert Description S § w28 o Toolholders g
CW | RE 2|8 2 @ & = ’
= g oo | o)X m
ur AE KIGM7. 2016B-3V| 2 D
c AHE GMM  3015-040V 30 | 04 |[O|O|O|O|O|O 2520B-3V| 2
, 5EFE%ﬁ 3225B-3V| _o
2 INSL o 53
o — tﬁ 4020-040V 40 | 04 (O] O[O OO O KIGMY 3225B-4V| S2 E
51
Chip Control Oriented / M Class 5020-080V 5.0 0.8 D O O O O O 4032B-4V E g-
i - KIGM?. 2016B-3V
f re—m GMM  3015-150VR 30 | 15 O] O O]0| O 2520B-3V| o
o : & ’ 4020-200VR 40 | 20 O 0|10 |0 | ©
- R
Chip Control Oriented / M Class 18° : : KIGN 23223:23
nio O 5020-250VR 50 | 25 O O O o
- It is not recommended to use this for KIGM-V Internal Grooving Toolholders which require GMM...V / GMM...VR type inserts Recommended Cutﬁng Conditions® G111 e
with the 18" front relief angle, because the relief angle of the insert used for GMM4020-04 toolholder is 10°. g
%
g H
E
g J
3
g
5 K
@
a
g L
=
= M
«

uolnew.ou| 1A Buruang
jeoluyosy  SHEd areds 10} S|001
0 ) =2

xepu|
-

O : Check Availability | o oy |
[[]: Deleted from the next catalog : n15: jsarebso in !
[ piece boxes ] G69



Summary of Face Grooving -

M External dia. of the groove DAXN / DAXX

External dia. of the groove within DAXN ~ DAXX
are the available range for the initial grooving on
the unprocessed workpiece (Ref. to Fig. 1).

N
DAXN
DAXX

CD

Fig. 1

M Caution for Face Grooving
1) When face grooving, the suitable toolholder depends on the length of the boss

Boss Interference between toolholder and boss Boss

No interference between toolholder and boss

-g) ’1

>

o

o

G} : .

2) Selection of Face Grooving Toolholder r=—|]

External KFMSR2020K70100-4 KFMSR2020KS070-4 KFMSR2020K3550-4 | KFMSR
Internal 2020K70100-4
Face —_———

X

Shape of below jaw Shape of below jaw

Shape of below jaw
KFMSR

T T 7T 2020K35504

Wider grooving (turning) should be performed from the outside inwards | . Example of usage for the face grooving tochholder

When face grooving,
KFMSR2525M70100-4 should be

3) Interference of Face Grooving Toolholder between @70~2100 for grooving the
outer diameter at first. If the workpiece
e.g.) KFMSR2525M70100-4 is machined at a diameter 2100 or 70,
the jaw of toolholder interferes with the
workpiece.

"Interference @70 or under

Interference
2100 or more

G70



B Small Dia. Face Grooving @6~ z
A
:j ga‘
Type STW 3 B
External dia. of the groove (MIN.) 06 S
Edge Width (mm) 05~20 g
Max. Grooving Depth (mm) 1.0~3.0 : 2 C
See Page G78 & =
@ ?
m
— Type S..-STW ;r D
External dia. of the groove (MIN.) 26 ) ) 3
Ej Edge Width (mm) 05-20 Twin-Bars for Horizontal type
Max. Grooving Depth (mm) 1.0~ 3.0 noz)é)
See Page G78 == E
Type STWS ®
| External dia. of the groove (MIN.) 26 é F
0 Edge Width (mm) 05~20
Max. Grooving Depth (mm) 1.0~3.0 o
See Page G79 ) . 3
Twin-Bars for Vertical type Q
- 5
o
g H
I Small Dia. Face Grooving @8~ )
=2
:
Type GFVS-AA a
External dia. of the groove (MIN.) 28
Edge Width (mm) 1.0~ 3.0 2 K
Max. Grooving Depth (mm) 22 3
: See Page G94
g
S L
Type GFVT-AA g'
e External dia. of the groove (MIN.) 28 Ground Chipbreaker @
‘ Edge Width (mm) 1.0~3.0 =
Max. Grooving Depth (mm) 2.2 = M
See Page G94 @

W Buiuing
10} sj00|
=

B Small Dia. Face Grooving ¢5~, 28~

p =
Type EZFG 'gu,’
External dia. of the groove (MIN.) 25, 26, 28 L— i P
Edge Width (mm) 1.0-~3.0 3
Max. Grooving Depth (mm) 1.5-~3.0 EZ Bars 5,
See Page G74 gg
iz R
s 58
Type VNFG
External dia. of the groove (MIN.) 08 [ ” 5
Edge Width (mm) 10~ 30 ‘ g T
Max. Grooving Depth (mm) 20~3.0 System Tip-Bars
See Page G76 L

G71



Summary of Face Grooving

/

M Face Grooving 220~

Type GFVS
External dia. of the groove (MIN.) 235 ~ 2150
Edge Width (mm) 25~6.0
Max. Grooving Depth (mm) 4.6 ~8.1
X See Page G98
Molded Chipbreaker
Type KFTB
External dia. of the groove (MIN.) 265 ~ 26250
Edge Width (mm) 40~50
Max. Grooving Depth (mm) 25~38 1
See Page G105
-~
\
Ground Chipbreaker
{ K- =5
Ground Chipbreaker Ground Chipbreaker
Full-R
Ground Chipbreaker
o Type GFV FuII R
= External dia. of the groove (MIN.) 220 ~ 3150
g Edge Width (mm) 20~6.0
(G} Max. Grooving Depth (mm) 22~81
See Page G96 Type GEVT
External External dia. of the groove (MIN.) 235 ~ 6150
Edge Width (mm) 25~6.0
Internal Max. Grooving Depth (mm) 46 ~8.1
See Page G938
Face
B KGDF Face Grooving (Gso ~ G93)
Type KGDF-Z
External dia. of the groove (MIN.) 250
Edge Width (mm) 30~50
Max. Grooving Depth (mm) 15
See Page G88
Type *KGDF * The separate type
External dia. of the groove (MIN.) 225 toolholders can accept all
Edge Width (mm) 20-~6.0 thetb?des if their hand is
matching.
Max. Grooving Depth (mm) 6~32 "9
See Page G84
[ Grooving and Turning Deep grooving and Turning High Feed Full-R
GM DM GH CM

G72




M Face Grooving & Turning 925~

sepelr) uasu|
>

Type KFMS -
External dia. of the groove (MIN.) 225 ~ 3235 g _|
Edge Width (mm) 30-60 £S5 B
Max. Grooving Depth (mm) 13~ 32 g@
See Page G102

s00L 40 3 NED
(¢

[eutaixg
O

Molded Chipbreaker

Buiuiyoepy
sped |[ews
m

Type KFMS-8
External dia. of the groove (MIN.) 2954 ~ 2155
Edge Width (mm) 8.0 g F
Max. Grooving Depth (mm) 25 a
See Page G104
(]
8
<
o , i
y f g
z H
Molded Chipbreaker Ground Chipbreaker Molded Chipbreaker =
Full-R .
E
g J
. a
M Face Grooving 235~
o
Type GIFV % K
External dia. of the groove (MIN.) 235 ~ ¢50 @
Edge Width (mm) 20-~6.0 o
Max. Grooving Depth (mm) 22-~8.1 %
] See Page G106 g L
Z
M
T 3

Ground Chipbreaker Ground Chipbreaker
Full-R

W Buiuing
10} S|00|
=

sped aledg ”!
)

uolnew.ou|
[eoluyos)
=)

xepu|
-]
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Small Dia. Face Grooving EZ Bars

B EZFG
> <
CDX < S
’%\—— Q ,9*[_‘ CDX Q
g 7 I |
Cj‘ ’7\—‘ [l ‘ J
[ [N ;
gl 7. ——] & LF |
< W ——
a |
% 7 15°{§
—
e s
1 Y T
— N
Detail of edge
® Right-hand shown
@®Dimensions
Bescription External dia. of the groove (IN.) Dimension (mm) MEGACOAT Anplicabio Slomves
DAXN CW*®| RE [DCON| H | LF | LU | WF |CDX| PR1225
EZFGR 050040-100 1.0 £0.013 15 ([ )
050040-150 5 15 | 0.05 4 3.8 [45.0| 12 1.9 50 ° EZH040..
EZFGR 060050-100 1.0 oors 1.5 [}
060050-150 6 1.5 0_10'5 5 48 |[532| 15 | 24 | 25 ( J EZH050..
060050-200 2.0 3.0 [}
EZFGR 080070-100 1.0 2.0 [}
080070-150 1.5 0,013 2.5 ([ ]
) e 8 50 1005 7 |68 642) 25 34 to ® EZH070..
£ 080070-300 3.0 ' [
8 ‘ CDX shows available grooving depth. ‘
(O]
4@ Recommended Cutting Conditions
External
e e o120 EZFGR050040-100| EZFGRO50040-150
Internal ) i ' EZFGR060050-100 | EZFGR060050-150 | EZFGR060050-200
Workpiece Material EZFGR080070-100 | EZFGR080070-150 | EZFGR080070-200 | EZFGR080070-300| Remarks
MEGACOAT
Face
PR1225 f (mm/rev)
Carbon steel / Alloy steel 30500 ~0.02 ~0.03 ~0.04 ~0.05
Coolant
Stainless Steel ~0.01 ~0.02 ~0.02 ~0.03
30~80
% : 1st Recommendation
@ EZ Bars Identification System
EZ FG R 050 040 - 100
] [ =
 —— | |
Symbol of EZ Bars Applications Insert Hand External dfa. of the groove (VIN.) Shank Dia. Edge Width
FG : Face Grooving R : Right-hand 050 : 5mm 040 : 4mm 100 : 1.0mm
060 : 6mm 050 : 5mm 150 : 1.5mm
080 : 8mm 070 : 7mm 200 :2.0mm
300 : 3.0mm

_____________________

EZ Bars are sold in
1 piece boxes

@ : Std. ltem



@ Applicable Sleeves

Sleeve Applicable Insert for Internal Face Grooving
EZH-CT EZH-HP T Sleeve S Applicable Machine
(Adjustable overhang length with coolant hole) | (Adjustable overhang length) ® F- Shank Dia. EZFG ’ Manufacturer
2
@ F25 ® F26 8 DCON(mm) DCON(mm)
EZH 04012ST-80 EZFGR 050040-... 4
- - 05012ST-80 12 EZFGR 060050-... 5 (General purpose)
07012ST-80 EZFGR 080070-... 7
EZH 04016HP-100 EZH 04016ST-100 EZFGR 050040-... 4
- 05016HP-100 05016ST-100 16 EZFGR 060050-... 5 (General purpose)
07016HP-100 07016ST-100 EZFGR 080070-... 7
EZH 04019CT-120 EZH 04019HP-120 EZH 04019ST-120 EZFGR 050040-... 4
05019CT-120 05019HP-120 05019ST-120 19.05 EZFGR 060050-... 5 Citizen Machinery
07019CT-120 07019HP-120 07019ST-120 EZFGR 080070-... 7
EZH 04020CT-120 EZH 04020HP-120 EZH 04020ST-120 EZFGR 050040-... 4 Eguro
05020CT-120 05020HP-120 05020ST-120 20 EZFGR 060050-... 5 _Tsugami
Citizen Machinery
07020CT-120 07020HP-120 07020ST-120 EZFGR 080070-... 7 (General purpose)
EZH 04022CT-135 EZH 04022HP-135 EZH 04022ST-135 EZFGR 050040-... 4
Star Micronics
05022CT-135 05022HP-135 05022ST-135 22 EZFGR 060050-... 5 Nomura DS
Tsugami
07022CT-135 07022HP-135 07022ST-135 EZFGR 080070-... 7 voam!
EZH 04025.0CT-135 EZH 04025.0HP-135 | EZH 04025.0ST-135 EZFGR 050040-... 4 Eguro
05025.0CT-135 05025.0HP-135 05025.0ST-135 25 EZFGR 060050-... 5  Tsugami
Citizen Machinery
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZFGR 080070-... 7 (General purpose)
EZH 04025.4CT-120 EZH 04025.4HP-120 | EZH 04025.4ST-120 EZFGR 050040-... 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 25.4 EZFGR 060050-... 5 Citizen Machinery
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZFGR 080070-... 7

- Choose sleeves (DCB) to meet with DCON dimension of Face Grooving Inserts.
- Adjustment Pin cannot be installed to EZH-ST sleeves. To adjust overhang of the bar, please use EZH-CT / HP sleeves.
- Machine manufacturers in random order
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System Tip-Bars for Small Dia. Internal Face Grooving/

. VNFG (System Tip-Bars)

7z

Extemal da. of e grooie

Gttt

4

LU

CDX

'96\ oW

LF

(NB=0") 25°(£ A |

I
® Right-hand shown
. Dimenslons Classification of usage : 8
@:Continuous / 1st Choice [
(O:Continuous / 2nd Choice O @
Ol @
H Hard materials (~40HRC) | () O
Hard materials (40HRC~) See page for
: g Applicable Toolholders
OEth‘ﬁé";'og'\‘;"e Dimension (mm) Mo PVD 8| pcp
Description o © )
DAXN| DAXX| ~xruo00 8 2285
[MIN.]|[MAX ] Cw=%s| RE H LF | LU | WF |CDX = E E E E
o Y ¥
= VNFGR  0810-10 1.0 b0 | @ 30
8 0820-10 8 | o |20 /005139206 10 |73|"" |@ ® o F32
I5; 0830-10 ©) | (o) 3.0 30 | @ ( 2K ) F33
VNFGR 0820-10NB 2.0 005 3.9 296 10 | 7.3 2.0 MTO|MTO
0830-10NB 3.0 ) ) ) ) 3.0 MTO|MTO
External ‘ CDX shows available grooving depth. ‘ - External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.

Internal € Recommended Cutting Conditions

Face

Recommended Insert Grades (Cuting Speed Ve: mimin)
MEGA PVD )
. Carbide
. | GOAT |Costed Catice VNFG0810 | VNFG0820 | VNFG0830
Workpiece Material in ° ° Remarks
N
o 2 S
oc E <
o f (mm/rev)
Carbon steel / Alloy steel 30~*1'00 3025\*1700 ~0.02 ~0.04 ~0.05
Stainless Steel 3% 350 ~0.01 ~0.02 ~0.03 | Coolant
Non-ferrous Metals ~§o ~0.04 ~0.06 ~0.08
% : 1st Recommendation ¥ : 2nd Recommendation
" SystemTip-Barsare ||  CBN&PCDlInsertsare |
sold in 5 piece boxes )1 sold in 1 piece boxes A

@ : Std. ltem
MTO : Made to order



Tip-Bars for Internal Face Grooving PSFG-S/

B PSFG-S (Tip-Bars) This insert will be switched to EZFG. £
H_ DCON o A
gy CDX — I
/ ., Eieml da MMMVM“: \ - = ‘ ‘ ’— 8
C v 2 E= I LA _
® > TS - ] ! ‘ | g
g R ; %t _.d—;‘ Z J L §_E“
£ 15 22U Re LU €3 B
3 = LF _ z
. / | %
15 Q - 3 c
| g
® Right-hand shown ‘Ls" ”
m
® Dimensions 5* D
PVD g .
External dia. : : : 3
of the groove Dimension (mm) Cosed Catide| 210 5 o =2
Description o @ g2
DAXN | DAXX PRo30| kwio | £F |3z F
[MIN.] [MAX ] CWw=| RE |DCON| H LF LU WF | CDX @ = eg
; g R|L|R|L S 2
PSFG?. 0810-20S 8 1.0 R g F
0820-20S 0) (:) 20 | 0.05 | 6.8 6.2 80 255 | 34 20 (/OO0 F86 a
0830-20S 3.0 0o
\< CDX shows available grooving depth.\ - External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center. af'?
[e]
@ Recommended Cutting Conditions é
. . Recommended Insert Grades (Cuting Speed Ve: mimin) PSEG7.0810 PSEG7.0820 PSFG™.0830
Workpiece Material | PVD Coated Carbide | Carbide Remarks % H
PR930 KW10 f (mm/rev) =3
Carbon steel / Alloy steel 30‘500 ~0.02 ~0.04 ~0.05
_|
Stainless Steel o ~0.01 ~0.02 ~0.03 Coolant Sy
=
Non-ferrous Metals :3A60 ~0.04 ~0.06 ~0.08 3
% : 1st Recommendation
g
5 K
g
= 8
<}
=
= M
«

uolnew.ou| 1A Buruang
jeoluyosy  SHEd areds 10} S|001
0 ) =2

xepu|
-

[[]: Deleted from the next catalog Tip-Bars are sold in

1
1
1 piece boxes ' G77
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External

Internal

Face

Small Dia. Face Grooving (Twin-Bars)/

. TWFG (Horizontal type)

o Left-hand shown

External dia. o ) - Insert Grades
iImension (Mm ngle S
o of the groove (mm) . CoatezVCDarbide 5
Description - wlwlo
0w o |
IMIN [MAX) Cw RE | CDX | RA == E

oo
. ITWFGL 050 0.5 1.0 150 00
080 0.8 1.5 ) 0 e
100 | g | o 1.0 e 00|
125 0 1.25 1 0.05 | 22 (I IK)
150 || ()| 15 > 00 e]
180 1.8 3.0 L)
200 2.0 ) 0 e

- CDX shows available grooving depth. |

- External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.

. STW (Square Shank for Horizontal type)

(For right-hand toolholder for boring, See page F37.)

CD;

CD:
[1:] w
w =
@ €3 1= it €3
LF Fig. 1 L LH Fig. 2
] —T 7
I T - L:E
e |eft-hand shown
® Toolholder Dimensions
Dimension (mm) Spare Parts
Clamp Screw Wrench Applicable Inserts
Description Stock HIHE| B | LF | LH | WF lcDx Drawing , / 5 G78
STWL 1010F-15 @ 10 | 10 | 10 85 10
1212F-15 @ 12 12| 12 12 Fig 1
1212K-15 @ 1212 |12 12 :
1616K-15 ® 6 16| 16 125 61 3 SB-3080TR LTW-10S | TWFGLOOO
2020K-15 @ 20|20 20 o5 25 )
2525M-15 @ | 25 | 25| 25 150 32 Fig-2

\ - CDX shows the distance from the toolholder to the cutting edge. Available groove depth : "CDX" of insert. \

. S..-STW (Round Shank for Horizontal type)

(For right-hand toolholder for boring, See page F37.)

from the center of

e | eft-hand shown .
@ Toolholder Dimensions
Dimension (mm) Spare Parts
Clamp Screw Wrench Applicable Inserts
Description S0k hoon| WE | H | LF | LU | LH |cDx " vk-) K ®G78

S12F- STWL15 @ 12 11 1 80
S14H-  STWLI15 @ | 14 13 | 100 .
S15F- _ STWL15 ® 5sr5 X [ g 22| 3 |Fig.1
S16F- STWL15 @ | 16 18
S19G- STWL15 [ 19.05/18.5| 17 90
S19K- STWL15 [ ] ) ) 120 SB-3080TR LTW-10S TWFGLOOO
S20G- STWL15 [ 20 |19.5| 18 90
S20K- STWL15 [ ) 120 - 3 |Fig.2
S22K- STWL15 @® | 22 [215| 20 | 125
§25.0J- STWL15 @® | 25 [245]| 23 |110] 22
S25K- STWL15 @ 254| 25 | 23 | 120
\ - CDX shows the distance from the toolholder to the cutting edge. Available groove depth : "CDX" of insert.
e @ : Std. ltem

Twin-Bars are sold in

I
1
5 piece boxes )



. TWFGT (Vertical type) z
; Insert Grades| =
£ Dimension (mm) |Angle[ mp [ 2 § A
o of the groove Coaled Catide | 5 ]
Description - LR o| 3
N o §E.
mgag) CW | RE |CDX| RAIE 1 Z 12| 89 B
Qo —f g=
TWFGTR 050 0.5 1.0 ;100 @ =
080 0.8 1.5 000 g
100 6 | o 1.0 o0 e =
125 | 1.25 1 0.05| 2.2 o e e & C
150 |(0)|(=) 15 > @0 e| &
e Right-hand shown 16 | ;gg ;8 3.0 %%% -
\- CDX shows available grooving depth_\ - External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center. § D
>
D
g(f)
B STWS (square Shank for vertical type , L-shape) 3 3 E
20 gg
ez
=
ES Il
e o I [ g
il - z F
- LF
I £
£ I I[ g
® Right-hand shown ! @
(@]
@ Toolholder Dimensions g H
Dimension (mm) Spare Parts
Clamp Screw Wrench : =
- Applicable Inserts 3
eizal Al Sockl Il HF| B | LF | LU | WF HBKw|CDX \g), / & G79 i
= )
STWSR 1010JX-15T @ 1010 10 16 10| 9 o
1212JX-15T @ 1212 ] 12 120 12| 7 5 K
1616JX-15T ® 1616 | 16 20 | 16 | 3 3 SB-3080TR LTW-10S TWFGTROOO @
STWSR 1010F-15T @ 1010 10 85 | 16 10| 9 o
1212F-15T @ 121212 12| 7 S
\ - CDX shows the distance from the toolholder to the cutting edge. Available groove depth : "CDX" of insert. \ ; L
o
=
= M
«

€ Recommended Cutting Conditions (TWFG / TWFGT)

4
TWFGL050 <
R‘(Eéﬁmegizz(;“jf”mﬁﬁgfs TWFGL080 | TWFGL125 | TWFGL180 2% N
' TWFGL100 TWFGL150 TWFGL200 £ g
Workpiece Material PVD TWFGTRO050 TWFGTR125 TWFGTR180 Remarks »
Coated Catid Carbide | TWFGTR080 | TWFGTR150 | TWFGTR200 K
oated Larbide TWFGTR100 s P
QO
PR1025 KW10 f (mm/rev) @
* 33
Carbon steel / Alloy steel 30100 ~0.02 ~0.03 ~0.04 § SR
Stainless Steel | X ~0.01 ~0.02 ~0.02 |Coolant S
Non-ferrous Metals :3‘(:0 ~0.03 ~0.04 ~0.06 g T

% : 1st Recommendation

_____________________

Twin-Bars are sold in

1
|
. Spieceboxes ' G79

@ : Std. ltem



KGDF Face Grooving -

B Features

@ Separate type toolholder (toolholder + blade) and Integral type toolholder are available.
Adaptable to a wide range of face grooving applications by changing blades

\ Separate type toolholder

@ New insert clamping system "W Grip"
Unique "W Grip" (insert anti-slip structure) provides stable
machining quality
1) Prevents abnormal machining surface and / or insert breakage resulting from slip of insert.

2) Improves repetitive installation accuracy of insert

* GDFM and GDFMS inserts are not applicable to KGD external grooving, cut-off and KGDI
internal grooving toolholders.

@® Smooth chip control
GM Chipbreaker for general purpose,GH Chipbreaker for high feed grooving,and DM Chipbreaker for deep grooving are available.

-Toolholder

op and bottom profiles|
of the part gripped

W Grip technology

B Advantages of Chipbreaker

‘ GM Chipbreaker for general purpose ‘ ‘ GH Chipbreaker for high feed grooving ‘ ‘ DM Chipbreaker for deep grooving

- Smooth surface from - Gradually raised surface. - Concave part in middle - Concave part in middle

o
% cutting edge to the far side  Keeps curiing of chips in constant shape. . Dots jutted out center Control chips upward. Enhances breaking of chips.
o Enhances breaking of chips and side R
(% maintains their evacuation in Changes chip shape smoothly - Inflated inner surface
constant direction. /- Stable chip control during Enhances breaking of chips and maintains <=y
\ shoulder grooving. their evacuation in constant direction.
‘>~ Slope portion
External Constantly curled
chips.
Internal
« Flat cutting edge line
Face Improves chip control. s th surf t
- . . - 9mooth surface up to
- Negative cutting edge line . .
9 9 edg the far side standing wall
Improvement of strong edge

- Steep surface near the cutting edge

Good chip control during shoulder grooving.

Reduces cutting force, enhances
breaking of chips and maintains
their evacuation in constant

- o
- Curved lead edge
Keeps chips in constant shape.
B Chip Control of GM Chipbreaker
<Cutting Conditions>
Ve=150m/min f=0.05~0.2mm/rev GDFM5020N-040GM SCM415Wet
@ Face Grooving (262) @ Side Grooving @ Turning
2 P ¥ et € . ~ i :
0% | ¢ E 1o I | el
%, 5 = § e g,
z 2 Oz = |8
0.05 0.08 0.1 2 = ; T
£ 05 ; VLA
= : N %
f / 5 0.2 3 ﬁ\%_ S
(mm/rev) a - & t}}f\é
0.1 0.15 0.2 0.05 0.1 0.15
f (mm/rev) f (mm/rev)

B High precision edge preparation
» High precision molding technology with tolerance +0.03mm (Edge width 2, 3, 4mm types)

M Highly-reputed MEGACOAT technology

» Long tool life and high efficiency machining achieved by superior oxidation resistance and wear resistance.

G80



. GDFM I GDFMS Classification of usage - L L] o 2
I v oo | &
— o5 | 2 A
@ :Continuous~Light Interruption / 1t Choice ] =3
() :Continuous~Light Interruption / 2nd Choice o g _m
@:Continuous / 1st Choice Hard materials (~40HRC) < % g _‘
(O:Continuous / 2nd Choice H Hard materials (40HRC-) é% gg B
Dimension (mm) Cermet | MEGACOAT | & F | 3
Insert Description CW Sl 8|2 |3 g
P REINSL s | € | 8| 8| 8|8 | ¢ &
Tolgrance [= = o a 8
GDFM 2020N-020GM | 2.0 02| 21 | 39 o o o 7
2 3020N-030GM | 3.0 |+0.03| 0.3 4.3 e o o z D
c e
E 4020N-040GM | 4.0 0a e o o 5
ke .
8 5020N-040GM e O o =0
2 ——— 50 20 53
3 5020N-080GM 0.8 4.5 o O o S= E
o +0.04 e 3
5} 6020N-040GM 60 0.4 e O o eg
6020N-080GM | 0.8 e o o ©
g GDFM 4020N-040GH | 40 (003 o o s F
£ 5020N-040GH .o ' e o
g 5020N-080GH | o0al 08| 20| 45 L I ) g
= +0. o
g 6020N-040GH | 0.4 o o H
E 6020N-080GH | 0.8 ® o Gss
]
GDFM 3020N-030DM | 3.0 0.03 0.3 43 ® o o cu| ¢ H
+0. =]
2 4020N-040DM | 4.0 2 e o o =
= 5020N-040DM | 5.0 0.4 45 e o o =
° +0.04 3
8 6020N-040DM | 6.0 e o o g J
5 GDFMS 3020N-030DM | 30 | | 03 4.3 e o o e
< +0.
2 4020N-040DM | 4.0 20 e o o o K
[ =
a 5020N-040DM | 5.0 0.08 0.4 4.5 e o o 3
+0.
6020N-040DM | 6.0 e ©o o o
GDFM 3020N-150R-CM | 3.0 1520 | 43| @ C g L
+0.03 3
T 4020N-200R-CM | 4.0 2.0 21 ( ] ® O 2
© 5020N-250R-CM | 5.0 25 45| @ e o
+0.04 =
6020N-300R-CM | 6.0 3.0 | =22 () [ ) = M
* GDFM40/50/60-CM differs from other descriptions in length (INSL) to avoid interference of a toolholder with workpiece. Recommended Cutting Conditions @ G92 <
_|
@ Inserts Identification System § g‘
g= N
GDF||M| S|/30//20/|N|-030| DM
[ [ [ [ [ [ [ [ -g‘f’
| Series | Tolerance Symbol| | No. of edge | |Edge Width Insert Length [ | Hand of Tool Corner-R(RE) Chipbreaker Symbol 3 P
M : M Class | |Nondication: 2-edge 20 :2mm 20 : 20mm N : Neutral 020 : 0.2mm GM : Grooving and Tuming ;_;‘-,U
S: tedge 30:3mm 030 : 0.3mm DM : Grooving &
: 040 : 0.4mm GH : High feed grooving gy
. Chipbreaker Selection 150R : 1.5mm(Full-R)| | CM : Full-R §;3’ R
=0
o'
g2

xepu|
-

General purpose GM  For high feed grooving GH | [ General purpose GM For deep grooving DM For high feed grooving GH General purpose GM

or or

Tough Edge Low Cutting Force Tough Edge

* If chip control is not stable when using the general GM chipbreaker for grooving, change the chipbreaker to the DM chipbreaker for deep grooving or GH chipbreaker for high feed grooving.

@ : Std. ltem : Inserts are sold in :
L 10 piece boxes 1 G81



Face Grooving Toolholders (Separate Type)/

@ Toolholder Assembly Identification

KGDF

Unit Description
(Unit Description is not printed.)

Left-hand : KGDFL...S

e Left-hand shown

Right-hand : KGDFR...S

Right-hand shown

Blade

(Blade Description is printed.)
Left-hand : KGDFL...-C

-

o Left-hand shown
Right-hand : KGDFR...-C

-

o Right-hand shown

- Right-hand Blade for Left-hand Toolholder, Left-hand Blade for Right-hand Toolholder.

- The Unit Description is not printed on the product. It is printed on the box label.

- Combination of the toolholder and blade (both separately sold) can make up the corresponding assembly.
- The insert clamping screw (BH6X10TR), blade fixing screw (SB-60120TR) and wrench (LTW-25) which are included in the toolholder can be used.

Clamp Bolt | Clamp Screw
= (for Insert Clamp) |~ (for Blade) Wrench
>
o
S (‘;
)
External
BH6X10TR SB-60120TR LTW-25
Internal
Face

Toolholder
(Toolholder Description is printed.)

Right-hand : KGDR...-C

+

+

e Right-hand shown
Left-hand : KGDL...-C

@ Face Grooving Toolholder Assembly Identification System

e Left-hand shown

Symbol of assembly toolholder

Hand of unit Toolholder shank size| |Toolholder Length Width
R : Right-hand 2020 :[]20 X : Special 2:2mm
3:3mm
L : Left-hand 2525:[]25 :

— o

S : indicates the unit description

25 |-

3 [[A]LS

KGlDF R

2020 [ X

| |—I

G82

Series External dia. of the groove (MIN.) : DAXN Grooving Depth
- — - * For the maximum external diameter -
KGDF Indicates the minimum external diameter | \hich can be applied to the initial face A:6~13mm 2-edge insert
Face Grooving suitable for the initial face grooving. grooving (you can also use 1-edge B:13~15mm (1-edge insert can also be used.)
. insert), ref. to the MAX. : DAXX value .50
25 :25mm of "External dia. of the groove" 8 . ggmz,ﬁmm 1-edge insert
X in the dimension tables of toolholders .
235 : 235mm and blades.




@ External dia. of the groove DAXN / DAXX

External dia. of the groove within DAXN ~ DAXX

are the available range for the initial grooving on the
unprocessed workpiece (Ref. to Fig. 1).

Then, you can widen it up to the center towards the

inside (excluding the models listed in the right table)
and towards the outside according to machine limits.

i

cw
DAXX

CD

Fig. 1

’ Limit of Turning toward Center Turning towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter.

DMIN | o5 26 27  |28and over
Description od (mm)
od KGDFY 2020x25-3AS | | | | = &
2525X25-3AS é
KGDF%. 2020X25-4AS =
o % /S 2505x25-488 | © | % | 0 |
Interference KGDF?. 2020X25-5AS 7 4 1 g
2525X25-5AS o
Remaining Boss Dia.od | KGDF7. 2020X25-6AS §
2525x25-6As | ° | 4 | 1

e.g)

KGDFR2020X25-3AS with 25 as first cut towards the center, it will cause a rubbing with the toolholder cartridge

if od is 4.0mm.
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Grooving

External

Internal

Face

G84

Face Grooving Toolholders (Separate Type)/

M KGDF

o

LF

LF

HBH

®
HF

® Right-hand shown
(Right-hand Blade and Left-hand Toolholder)

HF

o | eft-hand shown

(Left-hand Blade and Right-hand Toolholder)

@ Toolholder Dimensions

- E = E External dia.
2|z | E | 5 ofthegroove o . i _
< <_;:> RS (mm) Unit Description Stock Blade Description  |Toolholder Description Dimension (mm)
é B| 9 £ (Standard Stock Description) ®Go1 @G31
13| € | 3 |Daxn|DAXx
S5 | S MINJMAX] R|L H [HF[HBH B [ LF [LH [wF|cox
25 | 30 | KGDFR 2020X25-2AS | @ | - |KGDFR -25-2A-C
30 | 35 2020X30-2AS | [ ]| - -30-2A-C
35 | 45 2020X35-2AS | @ | - -35-2A-C
6|45 | 60 2020X45-2AS | [ ]| - -45-2A-C 115| 33 6
60 | 80 2020X60-2AS | @ | - -60-2A-C
80 [ 100 2020X80-2AS | [ 1] - -80-2A-C
100 | 130 2020X100-2AS @ | - -100-2A-C -
[]20 131 25 | 30 252B-C | KGDL2020-C | 20 |20 | 12| 20 118/ 36 24.‘;&
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 No unit description = -45-2B-C
15 60 | 80 60-2B-C 120| 38 15
80 [ 100 -80-2B-C
100 130 -100-2B-C
25 | 30 | KGDFR 2525X25-2AS | @ | - |KGDFR -25-2A-C
30 | 35 2525X30-2AS | @ | - -30-2A-C
35 | 45 2525X35-2AS | @ | - -35-2A-C
6|45 | 60 2525X45-2AS | @ | - -45-2A-C 140| 33 6
60 | 80 2525X60-2AS | @ | - -60-2A-C
80 [ 100 2525X80-2AS | @ | - -80-2A-C
o 100 | 130 2525X100-2AS @ | - -100-2A-C -
0°| 2 12555395 [ 30 2598.c | KODL2525:C | 25| 25| 7 | 25 3455529515
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 No unit description = -45-2B-C
15 60 | 80 60-2B-C 145| 38 15
80 [ 100 -80-2B-C
100 130 -100-2B-C
25 | 30 KGDFR -25-2A-C
30 | 35 -30-2A-C
35 | 45 -35-2A-C
6 | 45 | 60 -45-2A-C 160| 33 6
60 | 80 -60-2A-C
80 [ 100 -80-2A-C
(3220180 No unit description = 7:;(5’?5;’_‘;’ KGDL3232:C |32 32 | - |32 153155 36515
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
15 60 | 80 -60-2B-C 165| 38 15
80 | 100 -80-2B-C
100 | 130 -100-2B-C

Note) 1.In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
2.CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

Applicable Inserts @ G81

@ : Std. ltem
[]: Deleted from the next catalog



@ Toolholder Dimensions

o \E/ € E External dia. g’ A
|z | £ |3 |ofthe groove o . _ _ g
<o 85| (mm Unit Description Stock |  Blade Description  |Toolholder Description Dimension (mm) -
§ 3|2 £ (Standard Stock Description) ®Go1 ®G31 g
£ i S | |oax|Daxx =2 B
S| @ | |MINJ|MAX] R|L H |HF |HBH| B |LF |LH|WF|[CDX| &
25 | 30 | KGDF. 2020X25-3AS | @ | @ | KGDFY. -25-3A-C Q
13[ 30 | 40 2020X30-3AS @ | @ -30-3A-C 118 36 13| =
40 | 50 2020X40-3AS | @ | [ -40-3A-C | 8 C
50 | 65 2020X50-3BS | @ | [ -50-3B-C g
15/ 65185 2020X65-3BS | [ | [] -65-3B-C 120! 38 15
[]20 85 | 110 2020X85-3BS | @ | [ -85-3B-C__ | KGD'/#2020-C | 20 | 20 | 12 | 20 24.5 m
110|145 2020X110-3BS | [ ]| [ -110-3B-C | 8 D
op| 50 | 65 2020X50-3CS | @ |[] -50-3C-C 127] 25 0| B
65 | 85 2020X65-3CS | [ ][ -65-3C-C el
85 | 110 2020X85-3CS || [ -85-3C-C )
251970145 2020X110-3CS | @ || -110-3C-C 130 48 25| §3
25 | 30 |KGDF¥. 2525X25-3AS | @ | @ |KGDF¥. -25-3A-C =5 E
13[ 30 | 40 2525X30-3AS | @ | @ -30-3A-C 143 36 13| 3%
40 | 50 2525X40-3AS | @ | @ -40-3A-C ]
50 | 65 2525X50-3BS | @ | @ -50-3B-C ©
15| 65185 2525X65-3BS | @ | @ -65-3B-C 145 38 sl & F
0°| 3 |25 85 | 110 2525X85-3BS | @ | @ -85-3B-C__ | KGD'#2525-C |25 |25 | 7 | 25 29.5 3
110 | 145 2525X110-3BS | @ | @ -110-3B-C ]
50 | 65 2525X50-3CS | @ | [ -50-3C-C
22765 [ 85 2525X65-3CS | @ | [] -65-3C-C 1521451 |22 @
85 | 110 2525X85-3CS | @ | @ -85-3C-C ]
25410145 2525X110-3CS | @ || -110-3C-C 155 48 5| 3
25 | 30 KGDF7. -25-3A-C
13[ 30 | 40 -30-3A-C 163| 36 13
40 | 50 -40-3A-C | £ H
50 | 65 -50-3B-C !
65 | 85 -65-3B-C
(32| 1° (85 [110 No unit description = -85-38-C__| KGD':3232-C |32 |32 | - |32|1%°| 3B 555 15|
110 | 145 -110-3B-C | 3 )
50 | 65 -50-3C-C 8
2265 | 85 -65-3C-C 17245 |22] =
85 | 110 -85-3C-C
25410145 -110-3C-C 175 48 il .
13| 25 | 35 |KGDF¥. 2020X25-4AS | @ | @ | KGDF?. -25-4A-C 118] 36 3] = Kk
35 | 50 2020X35-4BS | @ | @ -35-4B-C 3
50 | 70 2020X50-4BS | @ | [ -50-4B-C
70 [100 2020X70-4BS | [ ]| -70-4B-C
151900 150 2020X100-4BS | [ ][] -100-4B-C 120138 151 @
150 | 220 2020X150-4BS | [ ||| -150-4B-C S L
[120| [220] = 2020X220-4BS | []|[ -220-4B-C | KGD“:2020-C | 20 | 20 | 12 | 20 245 | 8
35 | 50 2020X35-4CS | @ |[] -35-4C-C ¢
50 | 70 2020X50-4CS (@ | @ -50-4C-C -
70 [100 2020X70-4CS ||| -70-4C-C S
251400 150 2020X100-4CS | (]| [ -100-4C-C 130148 1251 = M
150 | 220 2020X150-4CS | []| [ -150-4C-C
220 | 2020X220-4CS | ]| [ -220-4C-C ,
13| 25 | 35 |KGDF%. 2525X25-4AS | @ | @ | KGDF?. -25-4A-C 143] 36 [13] 5¢&
35 | 50 2525X35-4BS | @ | @ -35-4B-C s N
50 | 70 2525X50-4BS | @ | @ -50-4B-C =X
15|70 [ 100 2525X70-4BS | @ | @ -70-4B-C 145 38 sl =
100 | 150 2525X100-4BS | @ | @ -100-4B-C o
150 | 220 2525X150-4BS | @ | @ -150-4B-C £ p
0°| 4 [[J25] [220] 2525X220-4BS (@ | @ -220-4B-C_| KGD'#2525-C |25 |25 | 7 | 25 295 | ®
35 | 50 2525X35-4CS | @ | [ -35-4C-C Z
50 | 70 2525X50-4CS | @ | @ -50-4C-C -
70 [100 2525X70-4CS | @ | @ -70-4C-C 5o
25400 | 150 2525X100-4CS | @ @ -100-4C-C 1951481 125) 55 g
150 [ 220 2525X150-4CS (@ | @ -150-4C-C =9
220 = 2525X220-4CS | @ | @ -220-4C-C 3
13| 25 | 35 KGDF%. -25-4A-C 163] 36 13|
35 | 50 -35-4B-C z T
50 | 70 -50-4B-C 5
70 [100 -70-4B-C
15400150 -100-4B-C 165) 38 15
150 | 220 -150-4B-C
[132 220 | o No unit description =y -220-4B-C | KGD'/3232-C | 32 |32 | - |32 36.5 |
35 | 50 -35-4C-C
50 | 70 -50-4C-C
70 [100 -70-4C-C
25900150 -100-4C-C 175) 48 25
150 | 220 -150-4C-C
220 | = -220-4C-C
Note) 1. In case the unit description is not available (No unit description), please purchase tooholder and blade separately. ‘ ) App|icab|e Inserts @ G81
°: Stgh (I)t[)é(rhMaxmum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

[[]: Deleted from the next catalog G85
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Face Grooving Toolholders (Separate Type)/

@ Toolholder Dimensions

- E = E External dia.
2|z | £ | 5 lofthegroove ; ;
< <_;:> Q|5 (mm) Unit Description Stock Blade Description | Toolholder Description Dimension (mm)
é 5 Z_‘J £ (Standard Stock Description) ®G9o1 ®G31
13| € | 3 |DAxN|DAXX
(=) >
S| & | S |MNJMAX] R|L H |HF|HBH B | LF | LH|WF|CDX
25 | 35 |[KGDF%. 2020X25-5BS [[]|[]|KGDF%. -25-5B-C
35 | 50 2020X35-5BS | []|[] -35-5B-C
50 | 75 2020X50-5BS | []]|[] -50-5B-C
15| 75 | 115 2020X75-5BS | @ | @ -75-5B-C 120| 38 15
115[180 2020X115-5BS | [ ][ [] -115-5B-C
180|235 2020X180-5BS | [ ][] -180-5B-C
235 o 2020X235-5BS | [ [[| -235-5B-C
20| 25 | 35 2020X25-5CS | []|[] -25-5C-C 125] 43 20
35 | 50 2020X35-5CS | [1|[] -35-5C-C i
[120 5075 2020X50568 | T So0.50.c | KGD':2020-C | 20 | 20 | 12| 20 24.5
75 [115 2020X75-5CS | []|[] -75-5C-C
25415180 2020X115-5CS | [ ][] 115-5C-C 1301481 |25
180 | 235 2020X180-5CS | []|[] -180-5C-C
235] o 2020X235-5CS | []]|[] -235-5C-C
75 [115 -75-5D-C
115/ 180 . - -115-5D-C
32 180 1235 No unit description = 180-5D-C | 137| 55 32
235 | o -235-5D-C
25 | 35 |KGDF?. 2525X25-5BS | @ |[[]|KGDF?. -25-5B-C
35 | 50 2525X35-5BS | @ | [ -35-5B-C
50 | 75 2525X50-5BS [ @ | @ -50-5B-C
15[ 75 [ 115 2525X75-5BS [ @ | @ -75-5B-C 145| 38 15
115180 2525X115-5BS | @ | @ -115-5B-C
180 | 235 2525X180-5BS | @ [[] -180-5B-C
235 o 2525X235-5BS | @ | @ -235-5B-C
20| 25 | 35 2525X25-5CS (@ [ @ -25-5C-C 150] 43 20
. 35 | 50 2525X35-5CS | @ |[] -35-5C-C . g
0°| 5 |[125 50 175 2525X50-505 | @ | [ s0.50.c | KGD"2525-C | 25 | 25| 7 |25 29.5
75 [115 -75-5C-C
2 115 180 No unit description = -115-5C-C | 195)48 2
180|235 -180-5C-C
235 | o -235-5C-C
75 | 115 | KGDF¥. 2525X75-5DS [ @ [ @ -75-5D-C
115]180 2525X115-5DS | @ | @ -115-5D-C
32180235 2525X180-5DS | @ | @ -180-5D-C 162| 55 82
235 2525X235-5DS | @ | [] -235-5D-C
25 | 35 KGDF%. -25-5B-C
35 | 50 -35-5B-C
50 | 75 -50-5B-C
15[ 75 [115 -75-5B-C 165| 38 15
115/ 180 -115-5B-C
180 | 235 -180-5B-C
235 | o -235-5B-C
20| 25 | 35 -25-5C-C 170 43 20
35 | 50 . - -35-5C-C . g i
132 50 | 75 No unit description = 5050-C | KGD'%3232-C | 32 | 32 32 36.5
75 [ 115 -75-5C-C
25415180 -115-5C-C 175) 48 25
180|235 -180-5C-C
235 o -235-5C-C
75 [ 115 -75-5D-C
115180 -115-5D-C
32480235 -180-5D-C 182) 55 32
235 o -235-5D-C

Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.

2. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) (for Blade) DI
Unit
Description
p @)
KGDF". ....S BH6X10TR SB-60120TR LTW-25

Applicable Inserts @ G81

@ : Std. ltem

[]: Deleted from the next catalog



@ Toolholder Dimensions

- E = E External dia.
2|z | £ | 5 lofthegroove ; ;
< <_;:> Q|5 (mm) Unit Description Stock Blade Description | Toolholder Description Dimension (mm)
é 5 Z_‘J £ (Standard Stock Description) ®G9o1 ®G31
13| € | 3 |DAxn|DAXx
(=) >
S| & | S |MNJMAX] R|L H |HF|HBH B | LF | LH|WF|CDX
25 | 35 | KGDF. 2020X25-6BS |[ || [ || KGDF?. -25-6B-C
35 | 50 2020X35-6BS | [ || [] -35-6B-C
50 | 75 2020X50-6BS | [ |[] -50-6B-C
15| 75 | 115 2020X75-6BS | [ ]|[] -75-6B-C 120| 38 15
1151180 2020X115-6BS | [ || [] -115-6B-C
180 | 235 2020X180-6BS | [ || [] -180-6B-C
235 | 2020X235-6BS | [ || [] -235-6B-C
20| 25 | 35 2020X25-6CS ; ; -25-6C-C 125] 43 20
D20 |33 2020X35.805 1 S KGD':2020-C | 20 |20 | 12 20 245
75 (115 2020X75-6CS | [ 1| [] -75-6C-C
25415180 2020X115-6CS | [ ]| ] -115-6C-C 1301481 |25
180|235 2020X180-6CS | [ || [] -180-6C-C
235 | o 2020X235-6CS | [ | [] -235-6C-C
75 | 115 -75-6D-C
1151180 . . -115-6D-C
32 180 1235 No unit description = 180-6D-C | 137| 55 32
235 | o -235-6D-C
25 | 35 | KGDF?. 2525X25-6BS | @ |[]|KGDF? -25-6B-C
35 | 50 2525X35-6BS | [ ]|[] -35-6B-C
50 | 75 2525X50-6BS @ @ -50-6B-C
15| 75 | 115 2525X75-6BS | @ |[] -75-6B-C 145| 38 15
115|180 2525X115-6BS | [ || [] -115-6B-C
180 | 235 2525X180-6BS | [ || [] -180-6B-C
235 o 2525X235-6BS | @ | @ -235-6B-C
20| 25 | 35 2525X25-6CS | [ ||[] -25-6C-C 150] 43 20
o 35 [ 50 2525X35-6CS | [ ] |[| -35-6C-C 1 y
0°| 6 ([ ]25 50 | 75 2525X50-6CS | [ [] 50-6C-C KGD'%2525-C | 25 |25 | 7 |25 29.5
75 | 115 -75-6C-C
2 115 | 180 No unit description = 115-6C-C_| 195148 2
180 | 235 -180-6C-C
235 | oo -235-6C-C
75 | 115 | KGDF?. 2525X75-6DS | @ |[] -75-6D-C
1151180 2525X115-6DS | [ ]| [] -115-6D-C
32480235 2525X180-6DS | [ ]| ] -180-6D-C 162/55) |32
235| 2525X235-6DS | [ || [] -235-6D-C
25 | 35 KGDF%. -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-6B-C
15| 75 | 115 -75-6B-C 165| 38 15
115|180 -115-6B-C
180 | 235 -180-6B-C
235 | o -235-6B-C
20| 25 | 35 -25-6C-C 170] 43 20
32 gg ?g No unit description = 7:23:22:2 KGDY3232-C | 32 |32 | - |32 36.5
75 | 115 -75-6C-C
25415 180 -115-6C-C 17548 |25
180 | 235 -180-6C-C
235| o -235-6C-C
75 | 115 -75-6D-C
115|180 -115-6D-C
32480235 -180-6D-C 18255 |32
235 | o -235-6D-C
Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately. App|icab|e Inserts @ G81
2. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
@ Spare Parts (Common with separate types)
* The parts are included in the toolholder and unit.
Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) (for Blade) U
Unit
Description g.-ﬂ )
p E
KGDF". .....S BH6X10TR SB-60120TR LTW-25
@ : Std. ltem

[[]: Deleted from the next catalog
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Face Grooving Toolholders (Integral Type)/

I KGDF-Z

% CDX
il L
_ I ; m
0 —
§)
|_ LF
% = LH
e -':@ T T
|
® Right-hand shown
@ Toolholder Dimensions
€ _ =
E = £ extemal dia. ofhe groove
~ =3
c% o 2 (mm) o Stock Dimension (mm)
£ = = Description
= o
= | € | 8 |DAXN DAXX
>
el & S | IMIN] | [MAX] R L H HF B LF LH | WF | CDX
50 65 |KGDF%. 2020K50-3B-Z o [
65 85 2020K65-3B-Z [ o
g (120 85 | 110 2020K85-3B-Z e e | 0 | 20 | 2 125 203
3 110 | 145 2020K110-3B-Z o o
S 8 15 750 | 65 |KGDF% 2525M503BZ | @ | @ 80.5 15
65 85 2525M65-3B-Z [ o
)25 85 | 110 2525M85-3B-Z o o 25 25 25 150 253
110 | 145 2525M110-3B-Z | @ @
External 50 70 |KGDF%. 2020K50-4B-Z [ []
120 70 | 100 2020K70-4B-Z [ [ 20 20 20 125 20.3
Internal 4 15 100 | 150 2020K100-4B-Z [ o 30.5 15
50 70 |KGDFY. 2525M50-4B-Z [ [ ] :
B (125 70 | 100 2525M70-4B-Z @ [ 25 25 25 150 25.3
100 | 150 2525M100-4B-Z | @ @
50 75 | KGDF®. 2020K50-5B-Z [ [
120 75 | 115 2020K75-5B-Z [ ® 20 20 20 125 20.3
115 | 180 2020K115-5B-Z o ®
5 5 ™50 | 75 |KGDF%. 2525M505BZ | @ | @ 80.5 15
25 75 | 115 2525M75-5B-Z @ @ 25 25 25 150 25.3
115 | 180 2525M115-5B-Z | @ D
Applicable Inserts @ G81
@ Spare Parts
Spare Parts
Clamp Bolt Wrench
Description
KGDF¥....-Z HH5X16 LW-4

G88

@ Toolholder Identification System (Integral Type)

KGDF

R

2525

M

50

3

B

Z

Series Hand of Tool Shank Size Toolholder Length | |Exiemal dia.of the groove (MIN)| | Edge Width | |Grooving Depth| |Toolholder Type

KGDF Face Grooving R : Right-hand 2020 :[]20mm K :125mm 50 : 50mm 3:3mm B :15mm Z: Integral Type
L : Left-hand 2525 :[ ]25mm M : 150mm : 4 4mm
115 : 115mm 5:5mm

@ : Std. ltem



Face Grooving Toolholders (90° Separate Type)/

I KGDF

5
8
o A
g
]
g =
=3B
L &
i B = &
- & g
2
Q0
| &) g C
cw g
LF ’
I - EI
i ¢ D
@ Right-hand shown (Right-hand Blade and Right-hand Toolholder) ]

@ Combination of Toolholder & Blade

Buiuiyoepy
sled |[ews
m

2 é, g E Efxt:rnaldia. o g g E Efxt:maldia.
[=) £ | 5 [fthe groove i i =) £ | 5 [fthe groove i i
< S o = (m?n) Blade Description| Tooholder Description Dimension g 59 |3 Blade Description Toolholder Bimension
S (s N (mm) S| N [T (m) Description | (mm) 3
c 5|9 5§ O} @ G31 c|l8 & g O} = B
S22 £ |8 Do 2121 £ |8 Do ®a3t @
D g 3| D Q| 3|
AR S | MINJ[MAX] LF | WF Sl & S | MINJ[MAX] LF | WF
25| 30 | KGDFR -25-2A-C 13|25 35 | KGDF?/. -25-4A-C 52.7 a('?
30|35 -30-2A-C 35|50 -35-4B-C g
35|45 -35-2A-C 50|70 -50-4B-C a
6 45|60 -45-2A-C 49.7 15 70 100 -70-4B-C 54.7
6080 -60-2A-C 100150 -100-4B-C ’ o
80100 -80-2A-C 150220 -150-4B-C = H
100[130 -100-2A-C| []20 220| o -220-4B-C|KGDS"%.2020-C| 125 Y
120153725 30 -2528-C | \GDSR2020-C 1255 3550 -35-4C-C
3035 -30-2B-C 50(70 -50-4C-C =
35|45 -35-2B-C 70100 -70-4C-C 3
154560 -45-28-C a7 25/100/150) -100-4C-C 6471 § J
60 | 80 -60-2B-C : 1501220 -150-4C-C| a
80 [100) -80-2B-C 00°| 4 220| -220-4C-C
90°| 2 100[130 -100-2B-C 13|25 | 35 | KGDF"/. -25-4A-C 527 o
25|30 | KGDFR -25-2A-C 35|50 -35-4B-C = K
30|35 -30-2A-C 50|70 -50-4B-C a
35|45 -35-2A-C 15 70 [100) -70-4B-C 54.7
6 45|60 -45-2A-C 49.7 100150 -100-4B-C ’ »
60|80 -60-2A-C 1501220 -150-4B-C %
80 [100) -80-2A-C []25 220| o -220-4B-C|KGDS".2525-C| 150 5 L
100/130 -100-2A-C 35|50 -35-4C-C =3
112553125 30 -2528-C | \GDSR2525-C|150 5777 5070 -50-4C-C e
30|35 -30-2B-C o5 70 [100) -70-4C-C 64.7 =
35|45 -35-2B-C 100[150 -100-4C-C : = M
15 45|60 -45-2B-C 54.7 150220 -150-4C-C a
6080 -60-2B-C ’ 220| oo -220-4C-C|
80 [100) -80-2B-C i —
100130 —— Applicable Inserts @ G81 §§
25| 30 | KGDF'. -25-3A-C 3 N
13[30[40 -30-3A-C 52.7 =g
40|50 -40-3A-C =
50|65 -50-3B-C EU’
65|85 -65-3B-C B
120/ '® (85110 -85-3B-C |KGDS7.2020-C 125 /%% > P
110[145| -110-3B-C &
50|65 -50-3C-C — =
2216585 -65-3C-C 59.7 2g .
85110 -85-3C-C . 33
o0°l 3 25 110145 110-3C-C 61.7 Toolholder : Right-hand %8
25| 30 | KGDF?. -25-3A-C >
133040 -30-3A-C 52.7
40150 -10-3A-C Blade : Right-hand 2T
50 | 65 -50-3B-C - Right-hand 2
15 65|85 -65-3B-C 54.7
[]25 85110 -85-3B-C |KGDS?.2525-C|150|~ - KGDF 90° type is not available as unit (Toolholder + blade).
110[145| -110-3B-C| Please purchase toolholder and blade separately.
5065 -50-3C-C - Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand
22 6585 -65-3C-C 59.7 Toolholder.
85110 -85-3C-C - The insert clamping screw (BH6X10TR), blade fixing screw (SB-60120TR)
25 110145 -110-3C-C 61.7 and wrench (LTW-25) which are included in the toolholder can be used.

Applicable Inserts @ G81

G89



Grooving

External

Internal

Face
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Face Grooving Toolholders (90° Separate Typ%

@ Combination of Blade & Toolholder

° é = E External dia. o E = E External dia.
o |z | £ |35 ptegoone o | Dimension ° |z | £ |35 pihegooe o | Dimension
i 2_ .aﬁ 5 | (mm) Blade Description|Toolholder Description (mm) i 2 _aﬁ 5| (mm) Blade Description|Toolholder Description (mm)
c |3 2 =3 ®aGo1 ®G31 c |3 i/‘) =3 ®aGo1 ®G31
5151 S |3 pajoan 515 5 |3 pajoan
> >
S| & |8 (Mg LF | WF 25 | B FTwe
25 | 35 | KGDF?. -25-5B-C 25| 35 | KGDF?/. -25-6B-C
35150 -35-5B-C 35|50 -35-6B-C
50|75 -50-5B-C 50|75 -50-6B-C
15|75 (115 -75-5B-C 54.7 15|75 115 -75-6B-C 54.7
115[180 -115-5B-C 115180 -115-6B-C
180(235 -180-5B-C 180235 -180-6B-C
235| o -235-5B-C 235| = -235-6B-C
2012535 -25-5C-C 59.7 20]25|35 -25-6C-C 59.7
35|50 -35-5C-C n g 35|50 -35-6C-C 7 g
[J]20 50175 50-50-C KGDS"%.2020-C| 125 [J]20 5075 50-60-C KGDS#%.2020-C| 125
75115 -75-5C-C 75115 -75-6C-C
25 115/180 -115-5C-C 64.7 25 15/180 -115-6C-C 64.7
180(235 -180-5C-C 180235 -180-6C-C
235| o -235-5C-C 235| o -235-6C-C
75115 -75-5D-C 75115 -75-6D-C
115180 -115-5D-C 1151180 -115-6D-C
32 {g0/235 -180-5D-C AR 32 1801235 -180-6D-C AR
90°| 5 235| o -235-5D-C 90°| 6 235| e -235-6D-C
25 | 35 | KGDF?. -25-5B-C 25| 35 | KGDF/. -25-6B-C
35|50 -35-5B-C 35|50 -35-6B-C
50|75 -50-5B-C 50|75 -50-6B-C
15|75 115 -75-5B-C 54.7 15|75 115 -75-6B-C 54.7
115180 -115-5B-C 1151180 -115-6B-C
180(235 -180-5B-C 180235 -180-6B-C
235| o -235-5B-C 235| o -235-6B-C
20]25|35 -25-5C-C 59.7 20125|35 -25-6C-C 59.7
35|50 -35-5C-C 3 y 35|50 -35-6C-C . y
[]25 50175 50-5C-C KGDS#%.2525-C| 150 []25 50175 50-6C-C KGDS#%.2525-C| 150
751115 -75-5C-C 75115 -75-6C-C
25 115[180 -115-5C-C 64.7 25 {15/180 -115-6C-C 64.7
180(235 -180-5C-C 180235 -180-6C-C
235| o -235-5C-C 235| o -235-6C-C
75115 -75-5D-C 75115 -75-6D-C
115[180 -115-5D-C 115180 -115-6D-C
32 180[235 -180-5D-C AR 32 {80235 -180-6D-C AR
235| o -235-5D-C 235/ o -235-6D-C
Applicable Inserts @ G81 Applicable Inserts @ G81
@ Face Grooving Blade Identification System
Hand of blade Width Blade Symbol
R : Right-hand 2:2mm 5:5mm C : Applicable to toolholder
L : Left-hand 3 gmm 6:6mm with suffix "-C"
I I
I I
Series External dia. of the groove (MIN.) : DAXN Grooving Depth Description
KGDF Face Groovin Indicates the minimum external diameter A:6/13mm 2-edge insert
9 suitable for the initial face grooving. B:13/15mm (1-edge insert can also be used.) Lot No. B 4
25 :25mm C : 20mm-~25mm ) - -
235 - 535mm D :32mm 1-edge insert Example of printing of blade description




Face Grooving Blade s

@ Blade Dimensions z
[
External dia. > A
. . of the groove |Edge Widh 8
Shape Blade Description Stock [Dimension (mm)|  (mm) ) Applicable Inserts |Toolholder Description| &
& 3 DAXNIDAXX ®G81 ®G31 g
R|L| L[ T][A [MNMX]|cw 5 B
KGDFR -252AC | @ | - 25 [ 30 g
-30-2A-C | @ | - 30 | 35 3
-352AC | @ | - 35 | 45 g
-452A-C | @ | - |44.35| 6 45 | 60 z C
-60-2A-C | @ | - 60 | 80 S
-80-2AC | @ | - 80 | 100 &
-100-2A-C | @ | - 100 | 130
2528C | @ 4735 73 1 15 25 T30 | 2 |GDFM 2020N-020GM o
-302B-C_ | @ | - 30 | 35 gD
352BC | @ | - 35 | 45 2
-452B-C_ | @ 45 | 60
60-28C_| @ | - |10 15 60 | 80 =9
-80-2BC_ | @ 80 [ 100 SSE
-1002B-C | @ | - 100 | 130 29
KGDFY. -25-3AC | @ | @ 25 | 30 @z
-30-3A-C | @ | @ |47.35| 13 30 | 40
-403AC | @ | @ 40 | 50 ]
50-3B-C | @ | @ 50 | 65 GDFM 3020N-030GM = F
«
'gg'gg'g : : 49.35 15 | gg 18150 5 | GDFM 3020N-030DM
-50-3C-C @0 .. 50 | 65 GDFM3020N-150R-CM S
653C-C @ | @ ° 65 | 85 §
-85-3C-C [ BN ) 85 [110
-110-3CC | @ | @ 59.35) 25 110 [ 145
KGDF. -25-4A-C | @ | @ |47.35] 13 25 | 35 o)
-35-4B-C | @ | @ 35 | 50 z H
504B-C | @ | @ 50 | 70 =
-7048C_ | ® | @ 70 [100 | |GDFM 4020N-040GM
100-4BC | @ | @ |10 15 100 | 150 =
1504BC @ | @ 150 1220 GDFM 4020N-040GH 3y
2204BC | © | @ 3 [220] = | 4 |GDFM 4020N-040DM s
ggzgg : : 2(5) ?8 GDFMS 4020N-040DM @

} 704CC | @ [ @ | . o 20 1900 GDFM4020N-200R-CM o
-100-4C-C | @ | @ |7 100 | 150 KGDY...-C = K
-150-4CC | @ | @ 150 | 220 &

0 220-4C-C | @ | ® 220 |

< KGDFJ. 255BC | @ | @ 25 | 35 KGDS%..-C | @
355B-C | @ | @ 35 | 50 g L
-50-5B-C [ 3K ) 50 [ 75 g
755B-C | @ | @ |49.35| 15 75 | 115 &
115882 : : 121891 |GDFM 5020N-040GM _

Right-hand shown 2355B-C @ | @ 235| o GDFM 5020N-080GM =M
-25-5C-C ® | @ 54.35 20 25 | 35 GDFM 5020N-040GH @
o' o 4 2250 5 |GDFM 5020N-080GH o
-75-5C-C ® o 59.35| 25 75 115 GDFM 5020N-040DM ga N
-115-5C-C | @ | @ | 115180 GDFMS 5020N-040DM ‘;Q
:;gg:gg:g : : 180 295 GDFMS5020N-250R-CM =
755D-C_ | @ | @ 75 115 g
-1155D-C | @ | @ 115[180 s P
-180-5D-C | @ | @ °°%° 2 180235 g
2355D-C | @ | @ 235 | w @

KGDFY. -25-6B-C | @ | @ 25 | 35 5
-356B-C | @ | @ 35 | 50 °g R
506BC | @ | @ 50 | 75 23
75-6B-C | @ | @ |49.35| 15 75 | 115 g
:};g:gg:g : : 15 180 GDFM 6020N-040GM
-235-6BC | @ | @ 235 | o GDFM 6020N-080GM g T
-§5-gg-g : : 54.35| 20 25 | 35 GDFM 6020N-040GH x
-35-6C- 35 | 50
5060C | ©  ® 5 |2 75| 6 |GDFM6020N-080GH
-75-6C-C o o 59.35| 25 75 115 GDFM 6020N-040DM
-1156C-C | @ | @ [ 115|180 GDFMS 6020N-040DM
:;gg:gg:g : : 180 2% GDFM6020N-300R-CM
756D-C | ©® | @ 75 | 115
-115-6D-C | @ | @ 115 | 180
-180-6D-C | @ | @ |05 32 180 | 235
2356D-C | @ | @ 235 |

@ : Std. ltem
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Recommended Cutting Conditions -

@ Recommended Cutting Conditions (Vc)

Recommended Insert Grades(Cutting Speed Vc: m/min) £
Workpiece Material Cermet MEGACOAT g
TN620 TN90 PR1225 PR1215 g
w PAq * PAe
Carbon Steel 60~200 80~200 60~160 80~160
PA¢ PA¢ * PAG -
Alloy Steel 60~160 70~160 60~150 60~150 =
©
(o)
Stainless Steel - - 50:’?20 50}/:1?20 o
*
Cast Iron - - - 80460

% : 1st Recommendation ¥ : 2nd Recommendation

@ Recommended Cutting Conditions (Feed Rate / ap)

[Workpiece Material: S50C]

Grooving Shoulder grooving (Side grooving) Turning
S
9 = = ~
S| 3 3 of
o <_f 77 =
o) 0 IR | <
Q 7 72\ o
g ]/ 7 o
O Il In the graph below indicates the Il In the graph below indicates the - ap ‘
most recommended value of feed (f) most recommended value of feed (f)
—
2| € T
= | € b7 | | E 6b——-- B } * 2mm width : Not available for turning
6
£ £ £ 1 N ' 3.0
= 5 5 5 N 1 || | £
> £ 4 £ 4p- e E 20
c ke 3 o
= s 3 s 3 S I ®
g §» 2 §’ 2] 1o
= fiv} w
S 1 1 1 1 L 1 L 1 1
005 010 015 020 025 0.05 0.10 0.15 0.20 0.25 0.30 0.05 0.0 045 020 025 0.30
% f (mmirev) f (mm/rev) f (mm/rev)
e
=
S| ®
= E 6t N £ 30|
£ g st—1 || H = £
£ £ o E 20l
2 g 4 S I [ S 5 o
£ H 2 ©
s = CW=5mm
= Y o 1.0 —cw=4mm
2| & | L1 o L ' ' ' '
cé; 005 010 0.5 020 025 030 005 0.10 015 020 025 030 005 010 045 020 025 030
= f (mmirev) f (mm/rev) f (mm/rev)
S
2| -
o
S E 6 E 6 1 || e 3.0~
5| 5 s g sp—1 || . B
= £ 4 £ 4fe T I T— £ 201 cwoomm
o = 2 =3 CW=4mm
o E S 1.0
> o 3 2 3 {1 - P —
(=) > CW=3mm
& 3 3
o | ™ ' ' ' u R T N e
— 005 010 015 020 0.25 005 010 0.15 020 025 0.30 0.05 010 015 020 025 030
g f (mm/rev) f (mmirev) f (mmirev)
T P
3
| & epe — ———— S E— E—— sof-
2| & sfm T Z 5| £ e
= £ < < 20
a ; 4 p-mes S I £ 4r- — g
o) = N
T o E— e —— rop | ova~_
s | & g L L1
(@) ! L L L L L L L L L 010 020 030 040 050
0.05 010 0.15 0.20 0.25 0.30 0.05 0.10 0.15 0.20 0.25 0.30
f (mm/rev)
f (mm/rev) f (mm/rev)

@When shoulder grooving
- If ap is set smaller, set feed higher.
- If ap is set larger, set feed lower.

1) The above values are based on the condition that the CDX of toolholder is 15 mm or less.
2) If the toolholder's CDX is over 15 mm, set the values for turning to 90% or less of those above.



For Successful Machining with KGDF/

Il Guide for Face Grooving

sepelr) uasu|
>

1) Toolholder Selection 2) Cutting conditions (Feed rate : f)
When machining on steel, set the
feed rate (f) so that chips are
created in a helical
form in cut-off.

Check the range of applicable
"External dia. of the groove" as
well as the groove width and
depth.

S}asu| 8jqexepy|
Buiung
os)

s00L 40 3 NED
(¢

3) How to widen the groove (Plunge milling and Turning)

Start machining from the outside and then proceed to the inside.
Chip control will be better in this way.

[euseixg
O

Plunge milling (Grooving + Side grooving) Turning

Buiuiyoepy
Sled |[ews
m

Bunog
m

@
o
2
@
%
z H
=
S
(0]
4) Guide for turning °%’ J
A. When the cutting amount (ap) is over 0.5 mm ‘ 9 @
(1) Perform Plunge milling. % o
(2) Return the cutting by 0.1 mm. =) = K
(Failure to pull the tool back before | @ @
traverse machining will result in an 4 © o
unbalanced load applied on only B | %
one side of the cutting edge.) Fig. 1 g L
(3) Perform turning. @
(Ref. to Fig. 1) =
=M

W Buiuing
10} sj00|
=

@ When widening the face groove width (Ref. to Fig. 2)
Apply the “Step Turning”
Then perform finishing.

sped aledg I
o

=]
e
b

Fig. 2

uolnew.ou|
[eoluyos)
=)

>
g T
B. When the cutting amount (ap) is
under 0.5 mm ©
(1) Perform Plunge milling.
(2) Perform turning. -(1)

Machining without interruption is

possible. (Ref. to Fig. 3) 2
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Small Dia. Face Grooving Toolholders [GVF-AA Insert]/

M GFVS-AA

4

)

ey

CcDX
CDX
w
@ =
L | 4/
LF Y
PanY of
N
o
HT P
i o i
N '
T L y

%
o0,
N
; 2% é}g%
I %)%

® Right-hand shown

e |eft-hand shown

C

’Leﬂ—hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

1

HF

® Right-hand shown

WF
CDX

o

LF

T

e |eft-hand shown

Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

Stock Dimension (mm External dia. Spare Parts
o ension (mm) of the groove | Clamp Set Wrench sl e
L pplicable Inserts
Description
RIL| H [HF| B | LF | LH | wF |cDx| PAXN| DAXX '\/ @ Gos5
MIN.] | [MAX.] §
GFVS#L 2020K-08AA (@@ 20 | 20 | 20 | 125 25 8 o GVFY:100-005AA
18 22 CPS-5V FT-15 !
2525M-08AA (@ ® 25 | 25 | 25 | 150 32 (0) | () GVF4300-005AA
GFVTY, 2020K-08AA (@ ® 20 | 20 | 20 | 125 25 8 o GVFY+100-005AA
14 22 CPS-5V FT-15 !
2525M-08AA (@@ 25 | 25 | 25 | 150 32 0) | () GVFY:300-005AA

Note 1./CDX shows available grooving depth.|

2.The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity ).
The value () of External dia. of the groove (DAXN) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial

groove between DAXN ~ DAXX.

@ : Std. ltem



Grooving Inserts

M Applicable Inserts O ot =
pp o) Classification of usage §
(mm) o @ :Contuous-Ligit rerpion s Cho g A
P ; <Continuous~Light Interruption / 1st Choice a
REsalliel o () Continuous~Light Inerruption  2nd Choice 3
GVF?. 100-...AA [ ] @ :Cont /1st Choi =
200-...AA 43 12 45 [ [Hard materials (-40HRO) ® O O:CO"t!nuous / zsd C:@e g
300-...AA Hard materials (40HRC~) oninuous fen olee §§ B
Dimension PVD ! é 3
(mm) MEGACOAT Coated Carbide Carbide N 52 §
. pplicable | & 3 =
Insert Description PR1225 | PR930 | KW10 |Toolholders| & 2| 8 €
CW |CDX| RE 5 8 g_,‘
Handed Insert shows Right-hand R L R L R L §
m
GVF. 100-005AA | 1.00 e o0 0 0 o gD
02 |0.05 GFVS'/s...-08AA Gcoa 3
200-005AA | 2. : :
00-005 00 ® &6 6 & 06 O .\ . o
i 300-005AA | 3.00 e 6 06 06 0 o 28 E
‘~ CDX shows available grooving depth. ‘ g 3
- GVF%....005AA inserts are not compatible with GVF7....- OOO A (See Page G101) inserts because their Side Relief Angle is 10°. )
@ External dia. of the groove of GFVS-AA (apply to GFVT-AA) o F
Exem da.of e groove )
Description DAXNIDAXX| Applicable Inserts |t is available to infinity oo in case of machining
[MIN.][MAX] the first groove bigger than DAXN. 8
GFVSL 2020K-08AA 3
2525M-06AA 8 o0 GVF4Yr100-CO5AA ® \When machining towards the outer diameter %
GFVTY 2020K-08AA t then there is no MAX. limit to the further groove &
L = .
————— (0 GVF4Y:300-005AA machining.
25250-08AA | (0 {.(=) i o
 H
o
®‘When machining the initial groove on the face at DAXN @8 e\\hen widening the groove width to inner diameter. =
If the initial groove is made smaller than this, For machining up to the center of 4
the toolholder interferes with the workpiece. the workpiece regardless of insert width. =2
8§ J
=8
2| 5| a
- E ) 3 H
i 7 7 o
3| 2 = v s 7 ‘ ) ‘ = K
) ) 9 «Q
g = | L ) g & © ; g © :
£ ! = ' S | S
- il - i 52 82 S L
£% £% g
Installing GVFL100-005AA | Installing GVFL300-005AA o
Installing GVFL100-005AA |Installing GVFL300-005AA
=
@ Recommended Cutting Conditions (GFVS-AA / GFVT-AA) E M
Recommended Insert Grades (Cuting Speed Ve: mimin)
MEGA PVD ) Grooving Turning* 4
COAT  |Coated Carbide Carbide § §
Workpiece Material o Remarks g= N
[ (= o = )
N &Y S f ap f e
- i < (mm/rev) (mm) (mm/rev) @
s P
Carbon steel / Alloy steel 50:‘1'00 50?1700 0.01~0.05 | Max.0.5 | 0.01~0.05 s
@
. g
Stainless Steel Ko | s% 0.01~0.03 | Max.0.3 | 0.01~0.02 |Coolant 8 o
o =
=0
QO
Non-ferrous Metals % | 0.01~0.08 | Max.0.5 | 0.01~0.08 5=

* ap has to be set for less than corner-R(RE) when turning of edge width 1.0 mm (GVF?.100-005AA). % : 1st Recommendation ¥t : 2nd Recommendation

xepu|
-

@ : Std. ltem Inserts are sold in

I
I
10 piece boxes ) G95



Face Grooving Toolholders [GVF Insert]/

M GFV

| @’bq

GFV7%.2020K-201A ﬁl:

GFV%.2525M-201A
shows right figure

® Right-hand shown o |eft-hand shown
9 !

Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

. . External dia. Spare Parts
SIS DI (), of the groove Clampget Wrench it | t
Description @@ ppiicable Inserts
R|IL| H |HF| B | LF | LH | WF |CDX [[;;\l)h(lh;[[lz/ﬁ\);x] @ QQ %F @G0
’ ’ § § FT
GFVF/. 2020K-201A (@@ 20 | 21 | 20 |125| 20 | 25 20 GVF7,200~340-020A
2525M-201A |@® 25 | 26 | 25 |150 23 | 32 | 22 (12)| * | PSSV - FT-15 | GVFY.200-...-300-.. AR
= GFV7, 2020K-351B (@/®| 20 [ 21 | 20 [125| 28 | 25 | , GVF7.250~350-020B
3 2525M-351B (@@ 25 | 26 | 25 |150 | 30 | 32 | "° | 35| 50 GVF?,300-150BR
& 2020K-352B (@(@| 20 | 21 | 20 [125| 28 | 25 | . [(25) () GVF7,400~490-020B
2525M-352B (@@ 25 | 26 | 25 [ 150 | 30 | 32 |~ GVF?,400-200BR
2020K-501B (@@ 20 | 21 | 20 [125| 28 | 25 | , . GVF?.250~350-020B
External 2525M-501B (@@ 25 | 26 | 25 |150| 30 | 32 | " | 50 | 70 ] cpsev | Lw.g |GVFL00-150BR
2020K-502B (@ @ 20 | 21 | 20 | 125 | 28 | 25 (25)| (o) GVF7.400~490-020B
Internal 2525M-502B (@@ 25 | 26 | 25 150 | 30 | 32 | > GVF?L400-200BR
Face 2020K-701B (@/@] 20 | 21 | 20 [125| 28 [ 25 | , . GVF?.250~350-020B
2525\-701B (@@ 25 | 26 | 25 [150 | 30 | 32 | ° | 70 |100 GVF?,300-150BR
2020K-702B (@/®| 20 | 21 | 20 [125| 28 | 25 | . [(25) () GVF7,400~490-020B
2525\1-702B (@ ® 25 | 26 | 25 [ 150 | 30 | 32 |~ GVF?,400-200BR
GFV7. 2525M-501C |@|@ 6.6 | 50 | 70 GVF7,350~450-040C
2525M-502C |@ @ 8.1 |(25)]| (o) GVF7,500~600-040C
2525M-701C |@ @ 6.6 | 70 | 100 GVFY,350~450-040C
2525M-702C |@ @ 8.1 |(25)| (co) GVF7.500~600-040C
2525M1-1001C (@@ 2> | 26 | 25 | 150135 1 32 reeool1s0| - | PS8V W rGuRiaso-450-0400
2525M-1002C (@ @ 8.1 |(25)| (o) GVF7,500~600-040C
2525M-1501C |@ @ 6.6 | 150|250 GVF7.350~450-040C
2525M-1502C (@ @ 8.1 |(25)] (o) GVF¥,500~600-040C

Note 1.[ CDX shows available grooving depth.]
2. The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity co).
The value () of External dia. of the groove (DAXN) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove between DAXN ~ DAXX.
3. Standard toolholders are designed with the edge position 1.0mm above the center. When using non-standard toolholders, set the edge position 1.0mm above the center.

@ Selection of Toolholder & Insert
Tooholder |  Right-hand Toolholder Left-hand
Insert | Right-hand Insert Left-hand

¥

0

5o

it
O

@ : Std. ltem
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Integral Toolholder

@ External dia. of the groove of GFV
(1) e.g.) GFVL...-201A

sepelr) uasu|
>

Externald.of he goove | e |t is available to infinity  in case of machining _
Description DAXNIDAXX| Applicable:Inserts the first groove bigger than DAXN. %_‘
[MIN.] [MAX] g5 B
GFV*L 2020K-201A |°20 | oo’ GVF%.200~340-020A ® When machining towards the outer diameter then there g<
2525M-201A | (12) (c0) i GVF¥.200-...~300-...AR is no MAX. limit to the further groove machining. o
=z
®'When machining the initial groove on the fdce at-DAXN.g20 e When widening the groove width to inner diameter. § C
o
If the initial groove is made smaller than this, the toolholder interferes with the Face groove diameter DAXN (12) is the limit; the toolholder interferes with the workpiece in g
workpiece. Boss Dia. depends on insert width. case of smaller than 12. The toolholder interferes with the workpiece when closer to the center.
m
. z g E D
< 2 8 >
= 2 5 gl i 7 g
2 7 ¥ 2d 1 |4s
g e = "] 2 i | =2
— sl s 2 blogl e L 8
| H
g ° 59
= ~ % Z < % é Qg
Installing GVFR200-020A | Installing GVFR340-020A Installing GVFR200-020A | Installing GVFR340-020A
]
(2) e.g.) GFV"i...-351B/352B (same as GFVL...-OOOB or GFV....-OOOC) =
- Exteal da. of the groove _
Description [%m R/IAA))(()E Applicable Inserts . . . o 2 H
g g possible to widen the groove to infinity e S
GFV*iL 2020K-351B GVF?.250~350-020B when machining the initial groove within DAXN
2525M-3512!:35 | 50 | GVF¥.300-150BR ~ DAXX and then widening to outer diameter. 4
e VTR | - e >
2020K-352B{ (25) |:(0). | GVF¥.400~490-020B g J
o 2T =] - = o
2525M-352B | GVF7400-200BR 3
e\When machining the initial groove on the.face at DAXN 235 e \When machining the initial groove on the face at DAXX ¢50.
)
If the initial groove is made smaller than this, the toolholdet intetferés with If the initial groove is made larger than this, the toolholder interferes with = K
the workpiece. Boss Dia. depends on insert width. the workpiece. Boss Dia. depends on insert width. 3
7 7 2 7 z
- V) a L
2 g
7 % . I3 %
e z ! e 2 32 7
2 8.7 2 27 3| g5 s 38~ :
S| 2g- 3 8% - / > ‘ EE / g 8 | z
Ny RS el s ) i = M
1 d ! Q
T = | |
Q2 s 7 : 7 : 22N
o ~ [
=3
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B | Installing GVFR490-020B =
w
® \When widening the groove width to inner diameter. E
®
225 Boss Dia. is the limitation regardless of insert width, 3 P
even widening the groove width to the center from the initial groove at DAXN (235) or DAXX (250). =
The toolholder interferes with the workpiece when closer to the center. _
=
[0)
7 2 7) St R
=q
% g %
= | P = 5
= g = s | I3 o < e
g o / [E] |5 EAA 3 w3 5
5 88 - E} ﬂ/f \ S| 9% 8 95 ‘ N
% e | e 3ol 29 )
1 i = ‘ ‘
i %/7
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B | Installing GVFR490-020B
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Face Grooving Toolholders [GVF Insert]/

. GFVS This toolholder can machine various face grooving diameters by replacing the blade.
I

[
[
JalE |
/ | A
L H | & i | .
N \ ]
\
[

!
; ; s
- - 5SS
) | A
N T O
Qo
% <

® Right-hand shown | o Left-hand shown

‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

. GFH I This toolholder can machine various face grooving diameters by replacing the blade.
I
|
' \ gl Sl
] w m @/ S |'“!
@P ] o S
__ 115 L]
HF 2enly LH LF | \
g | ;
ma\d\aa&:}ﬁ:é ‘ =V J S
L e o) — - (T~Lthe g,
= | R
- e Right-hand shown | e Left-hand shown

‘Leﬂ-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

(o))

c§> @ Selection of Toolholder & Insert

(% GFVS GFVT
Tooholder | Right-hand Tooholder | Left-hand Tooholder |  Right-hand Toolholder | Left-hand
Insert Left-hand Insert | Right-hand Insert Left-hand Insert | Right-hand

= £ & o
= |- NF N N A F

@ Combination of Base-Holder & Blade

Toolholder Description |Stock Blade Description Toolholder Description Example of installation (GFVS) How to refer to the face

(Stamped below) RIL (Unit Description) grooving toolholder and blade
SFR/L -351 B GFVSR/L2020K -351 B ‘oolholder description mart lam e N “ -
-352B | GFVTY.2020K -352B — S O s S rVSHEsZM
GFVS7,.2020K-HB @ @ -501B -501B face grooving toolholder,
GFVT%.2020K-HB (@ @ -502B -502B the size of cutting dia. is
-701B -701B unknown.
-702B -702B How could it be found out?
SF%. -351B | GFVS%.2525M -351B A : Take off the blade.
-352B | GFVT#.2525M -352B Description of the blade
GFVS?.2525M-HB |@ | @ -501B -501B s lsted on the back of
GFVT%.2525M-HB (@ @ -502B -502B theblade.
- 2 sing the description,
_;g;g _;8;3 check the description
SF. -501C | GFVS7.2525M -501C of e toonoldern he
catalog.
ggﬁg GFVT?,2525M ?gfg e 001G
- - isi d
GFVS7.2525M-HC |@ @ -702C 702C o rpEHC:
GFVT%.2525M-HC (@ @ -1001C -1001C the description of
-1002C -1002C — L the toolholder is
-1501C -1501C (v?lﬁcé? ((ngck side) ) Blade (Face side) “GVFSR2525M-1001C”
_1 502C _1 502c ith Blade Description

- Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
- Installation of GFVT is also pursuing example of installation of GFVS.

@ : Std. ltem
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Separate Type

@ Toolholder Dimensions

. . External dia. Spare Parts >
Stock Dimension (mm) of the groove| Clamp Set | Wrench Blade Bolt Applicable Inserts § A
Beseleticl pAXN|Daxx| =2 T & ocen |z
S o 74 g
R|L| H |HF| B | LF |LH |WF| CDX IMIN [MAX g / § %g B
GFVS7. 2020K-351B (@ @ 20 | 21 | 20 |125| 30 | 25 | 5.1 SF¥.-351B GVF#250-350-0208|
2525M-351B (@ @ 25 | 26 | 25 (150 32 | 32 | (4.6) | 35 | 50 GVF300-150BR g
2020K-352B (@ @| 20 | 21 |20 |125 30 | 25| 5.1 |(25)|(e) SF?,-3598 GVF#400~490-0208| 3 ©
2525M-352B (@ @ 25 | 26 | 25 |150| 32 | 32 | (5.1) ' GVF4400-200BR o
2020K-501B (@ @ 20 |21 |20 |125/ 30 |25 | 5.1 SF¥.-501B GVF250~350-020B
2525M-501B (@ @ 25 | 26 | 25 |150| 32 | 32 | (4.6) | 50 | 70 cPS-6V | LW-3 HHAX12 GVF300-150BR Y
2020K-502B (@ @| 20 | 21 | 20 (12530 | 25| 5.1 |(25) (=) SF7.-502B GVF#00-4900208| & D
2525M-502B (@ @ 25 | 26 | 25 |150| 32 | 32 | (5.1) : GVF4400-200BR 2
2020K-701B (@ @ 20 |21 |20 |125/ 30 |25 | 5.1 SE¥.-701B GVF*#250~350-020B =®
2525M-701B (@ @ 25 | 26 | 25 |150| 32 | 32 | (4.6) | 70 |100 GVF300-150BR g8 E
2020K-702B (@ @| 20 | 21 | 20 ({12530 | 25| 5.1 |(25) (=) SF%.-702B GVF400-490-0208| 3%
2525M1-702B (@@ 25 | 26 | 25 [150| 32 | 32 | (5.1) : GVF#400200BR | €@
GFVS®. 2525M-501C | @ @ 8.1(6.6) 50 | 70 SF%.-501C GVF4350~450-040C|
2525M-502C (@ @ 8.1(8.1)|(25) | (e0) SF7.-502C GVF$500~600-040C| S F
2525M-701C (@ @ 8.1(6.6) 70 | 100 SF.-701C GVF*%350~450-040C| <€
2525M-702C (@ @ 8.1(8.1)|(25) | (e0) SF¥.-702C GVF500~600-040C
2525M-1001C|@ @] 2° | 26| 25 150132132 31661100 150| S8V | "W Isko-1001c] PP [Gyrusso-aso0ic| €
2525M-1002C |@ @ 8.1(8.1)|(25) | (e0) SF%.-1002C GVF4500-600-040C| ~ £
2525M-1501C |@ @ 8.1(6.6)| 150 | 250 SF%.-1501C GVF'4350~450-040C| <
2525M-1502C |[@ @ 8.1(8.1)|(25) | (c0) SF¥.-1502C GVF500~600-040C
GFVT?. 2020K-351B (@ @ 20 | 21 | 20 |125| 22 | 30 | 5.1 SF¥.-351B GVF*#250~350-020B 2 H
2525M-351B (@ @ 25 | 26 | 25 |150| 25 | 35 | (4.6) | 35 | 50 ' GVF300-150BR S
2020K-352B (@@ 20 | 21 | 20 (12522 |30 | 5.1 |(25) () SF7.-3508 GVF'400~490-020B
2525M-352B (@ @| 25 | 26 | 25 [150| 25 | 35 | (5.1) ' GVF4400-200BR 3
2020K-501B (@ @ 20 |21 |20 |125/22 |30 | 5.1 SF¥.-501B GVF*#250~350-020B g J
2525M-501B (@ @ 25 | 26 | 25 |150| 25 | 35 | (4.6) | 50 | 70 cPs-6V | LW-3 HHAX12 GVF300-150BR 3
2020K-502B (@ @| 20 | 21 | 20 (12522 | 30| 5.1 |(25) (=) SF7.-502B GVF4400~490-0208
2525M-502B (@@ 25 | 26 | 25 [150| 25 | 35 | (5.1) : GVF*400-200BR o
2020K-701B (@@ 20 |21 |20 |125/22 |30 | 5.1 SF¥.-701B GVF4250~350-020B 3 K
2525M-701B (@ @ 25 | 26 | 25 |150| 25 | 35 | (4.6) | 70 (100 GVF300-150BR
2020K-702B (@ @®| 20 | 21 |20 (12522 (30| 5.1 |(25)| () SFYL-702B GVF#400~490-020B| &
2525M-702B (@@ 25 | 26 | 25 [150| 25 | 35 | (5.1) : GVF4400-200BR L
GFVT?. 2525M-501C (@ @ 8.1(6.6) 50 | 70 SF7.-501C GVF350-450-040C| &
2525M-502C (@@ 8.1(8.1)[(25) | (e0) SF9.-502C GVF500-600-040C|
2525M-701C (@@ 8.1(6.6) 70 |100 SF%.-701C GVF'4350~450-040C| = "
2525M-702C (@@ 8.1(8.1)|(25) | (c0) SF¥.-702C GVF4500~600-040C| 5
2525M-1001C |@ @ 252625150 27 38 8.1(6.6)| 100|150 CPS8V) LW4 SF-1001C, NH4X12 FoyRras0-aso-0a00|
2525M-1002C |@ @ 8.1(8.1)|(25) | (e0) SF¥.-1002C GVF#500-600-040C| o1 _
2525M-1501C |@|@® 8.1(6.6)| 150 | 250 SF?.-1501C GVF4350-450-040C| 3.8 N
2525M-1502C |@ @ 8.1(8.1)|(25) | (e0) SF¥.-1502C GVF4500~600-040C “;3
Note 1.\ CDX shows the distance from the toolholder to the cutting edge. The grooving depth is the mentioned in (). \ =
2.The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity ). é)
The value () of External dia. of the groove (DAXN) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial @ P
groove between DAXN ~ DAXX. ;_,"?
3. Standard toolholders are designed with the edge position 1.0mm above the center. @
When using non-standard toolholders, set the edge position 1.0mm above the center. 5
4.GFVS and GFVT are composed of a base-holder and a blade. S
If the blade should be damaged, replace it with a new blade as listed in the left table. g 5 R
(e.g.) GFVSR2020K-HB + SFR-351B = GFVSR2020K-351B 5 &
(e.g.) GFVTR2020K-HB + SFR-351B = GFVTR2020K-351B >
T
x

@ : Std. ltem
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Face Grooving Toolholders s

@ Blade Dimensions

; ; Exemal da.of he groove Aoplicable
Siese Description Stock Dimension (mm) AN DA Applicable Inserts - pFIJh y
RIL| L [H[T[W/MN.][MAX] oolholders
GVF/250~350-020B
R -
— SF%. -351B (@ @ » 2.0 a5 | 50 GVF4300-150BR
GVF4400~490-020B
‘ -352B |0 @ 3.4 GVF%400-200BR
- GVF4250~350-020B | GFV(S/T)¥.0000]
Rl -
@’ SF%. -501B @ ® 305| 15 4.7 2.0 50 | 70 |_GVF#300-1508R -000B
[ H 5028 @@ "3 GVF'#400~490-020B | [ Toolholder Stamp
] B - ' GVF400-2008R GFV(SIT)LOOOCT-HB
s 1w R GVF#250~350-020B
N SF%. -701B (@ @ . 2.0 -0 | 100 GVF300-150BR
\ ’ 39 GVF%400~490-020B
- ! -702B @ @ 3.4
ﬂgﬁ GVF*400-200BR
| E SF%. -501C @ @ 15 2.8 50 | 70 GVF'%350~450-040C
w — —w -502C @ @ 4.3 GVF'%500~600-040C
Top shape of SFR/L -701C . . 20 28 70 100 GVFL/R350~450-040C GFV(S’T)R/LOOOOD
Y0016, 1501C -702C (@@ . ;5|43 GVF#4500-600-040C -C00C
SFR/L '1 001c . . 23 ’ 28 100 150 GVF'350~450-040C Toolholder Stamp
e Right-hand shown -1002C | @ © 4.3 GVF4500~600-040C GFV(SIT)’.O00C-HC
- Right-hand Blade for Right-hand Toolholder, | SF?, -1501C | @ @ 23 2.8 150 | 250 GVF*%350~450-040C
Left-hand Blade for Left-hand Toolholder. -1502C | @ | @ 4.3 GVF4%500~600-040C
@ External dia. of the groove of GFVS / GFVT
e.g.) GFVS¥....-351B/352B
(same as GFVSH....- OOOB, ...- OOOC ®G99
o GFVT#....- OOOB, ...- OOOC ®G99)
£
8 Bemal da.of e rooe
15} Description DAXN|DAXX| Applicable Inserts
[MIN.][[MAX.] ® |t is possible to widen the groove to infinity o when
GFVSHL 2020K-351B GVFYs 250~350-020B machining the initial groove within DAXN ~ DAXX
External 2525M-351B| 35 |-50 | GVFY-300-150BR and then widening to outer diameter.
2020K-352B | (25) | () 1 GVF4/=2400~490-020B
el 2525M-352B | | GVFY/« 400-200BR
Face ®\When machining the initial groove on the face.at DAXN ¢35 eWhen machining the initial groove on the face at DAXX @50
If the initial groove is made smaller than this, the toolholder If the initial groove is made larger than this, the toolholder interferes with
interferes with the workpiece. Boss Dia. depends on insert width. the workpiece. Boss Dia. depends on insert width.
p! p
7 7
1 | 3 X 1
5l I : 5
‘ N o | <
Installing GVFL250-020B | Installing GVFL490-020B Installing GVFL250-020B | Installing GVFL490-020B

®\When widening the groove width to inner diameter
225 Boss Dia. is the limitation regardless of insert width, even widening the groove
width to the center from the initial groove at DAXN (235) or DAXX (250).
The toolholder interferes with the workpiece when closer to the center.

\

NKLN

|
035 (DAXN)
(Min. boss Dia.

050 (DAXX)
225
(Min. boss Dia.)
I
f
050 (DAXX)

235 (DAXN)
925
(Min. boss
(Min. boss Dia.

N

(Widening the groove|

(Widening the groove|
width to center)

width to center)

Installing GVFL250-020B | Installing GVFL490-020B Installing GVFL490-020B

@ : Std. ltem
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Grooving Inserts -

M Applicable Inserts

(mm) ‘_‘2‘?
Description W1 INSL S e Car.bon steelfAloystee! SEE) Classification of usage > A
GVF?. ..-OOOA 43 | 12 | 45 M_Stainless Stecl © g
..-O0O0OB 5.8 20 5.0 E z::t_fl::)us Vietals : ° @ :Continuous-LightInterupton / 1st Cholce 7
--O00C 7.0 27 7.0 S [Titanium Alloys ol e O:Corrous-L et 2 Chice %_‘
..-OOOAR 4.3 12 4.5 H Hard materials (~40HRC) ®| O .igom!nuous ; ;Stdcé;:)l.ce ié B
..-OOOCBR 5.8 20 5.0 Hard materials (40HRC~) O:Continuous / 2nd Choice %
i : PVD = o)
DGR Cermet '\C’Igﬁ? Coated | Carbide| PCD % ® =
(mm) Carbide Applicable 23 g C
Insert Description 52| ¢
TN90|TC40N|TC60M[PR1225[PRO30|KW10|kPDO0|  Toolholders | g, 'S g
CW CDX| RE ST
Handed Insert shows Right-hand R|IL|R|L|R|L|R|L|R|L|R|L|R|L § m
GVF®. 200-020A |2.00 o00000O0COOGOGOGO g D
230-020A |2.30 o0 |[oe® |00 =
250-020A |2.50 5302 o000 000000 GFVY%. .-201A | G96| = 2
270-020A (270~ | oo | (@o/0e@e ' GIFVI .-201A G106 53
=
290-020A (2.90 () 000000 g%
340-020A |3.40 ( I J 000000
GVF. 250-020B |2.50 000000000000 GFV?. ..-OO1B D
RE GFVS' ..-OO1B = F
_ 300-020B [3.00| 4.8 000000 0O0OOGOGS GEVT% ..-O01B @
s 2:96 350-020B |3.50 000000 000G OO GIFV7. ..-OO1B
- CD%H: CWx0.03 ®
{ e 400-020B |4.00 0.2/00000000000e . . .. g
o T T 430-020B [4.30| 0000000000 (GFVS. 028 g
WL 460-020B |4.60| oo |ee@e/®e | GFVTH..-OC28B .
13" 13 GIFVL ..-O02B
490-020B |4.90 0000000000 o
GVF%. 350-040C |3.50 eoeo0000000000 | GFV/ .-O0IC £ H
GFVS' ..-O0O1C =
400-040C [4.00|6.8 00000000 0COOO GEVT% ..-OO1C
450-040C |4.50 04 0000000000 GIFV7,. ..-OO1C =
500-040C |5.00 " oeooeeoeoeeeee GFV7. ..-O02C g J
GFVS% ..-O02C | G96 | o
550-040C |5.50 8.3 (O eeeeeeee | ==K cos| 3
600-040C |6.00 0000000000 GIFVH. ..-O02C (G106
o
GVF?. 250-020B |2.50 oo = K
4.8 ;o @
GFVT'4 ..-OO1B
300-020B |3.00 ()
RE 0.0 GIFV?. ..-OO1B ®
z X GFV. ..-O02B g
- %J:Jgs 400-020B |4.00/ 5.3 o GFVSHh -.-OC28 g -
CDX ' ' GFVT'% ...-O02B 23
: INSL | CWs0,03 GIFV7. ..-O0O2B
; W/  |GVF 350-020C |3.50 i =
@ ~—6.8/0.2 GFV7. ..-O01C = M
400-020C |4.00 M |\GFVSY% ..-OO1C @
GVF. 350-040C |3.50 68 0.4 o E::F\(I-I';/L/R ...-OO}g .
-edge 400-040C 4.00 ~ |~ | [PV 00 58 N
GVF?. 200-100AR |2.00 1.00 000000 FV 201A ‘; 2
G Lo G9% | =~
250-125AR |2.50| 2.3 [1.25 ®0® 00 | | vy 01a |Gi0S|
300-150AR |3.00 1.50 00/0000 B
GFV ..-O01B > P
GVF% 300-150BR |3.00 4.8 |1.50 eoj0oi0e FIZh-OUE @
GIFVY, ..-OO1B | G96| 35
G99 | 35S
SHL GFVY. ..-OC2B |g10s| 52 R
GFVS'% ..-OO2B g8
400-200BR (4.00| 5.3 |2.00 000000 GFVTY% ..-O02B
Full-R GIFVY. ..-O0O2B -
- CDX shows available grooving depth. Recommended Cutting Conditions® G110 § T

@ : Std. Item

[]: Deleted from the next catalog ! Inserts are sold in CBN & PCD Inserts are
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Face Grooving Toolholders

/

B KFMS (will be switched to KGDF @ G80~G87)

¢t

‘ External dia. of the groove

o | eft-hand shown

=0

CDX : 16 mm or under

=

CDX : 20 mm or over

CDX : 16 mm or under

CDX : 20 mm or over

% ) LZLN \ @ w (%¢ @ A
—/, A S ; I:ﬂ"
| CDX
(@__‘ :?0 > CDX L
CDX LH LH
-+
A A \ i
[T
T < T T
y y y
Y C / T
@ Right-hand shown rE
@ Toolholder Dimensions
. . Edge Width External dia. Spare Parts
S8 DIEmEen (i) (mm) |of the groove|Clamp Bolt| Wrench
Description S
RIL| H |HF |[HBH| B |LF | LH |WF|WF2/CDX| CW DAXN| DAXX /
MINJMAX] 1=
=
= KFMS®. 2020K2530-3 [ ] 25|30
3 2020K3040-3 [ ] 39 6.1 13 30 | 40
<] 2020K4050-3 [ ] - 40 | 50
o 2020K5065-3 ® 20|20 20 |125 41 20.7 2 50 | 65 | HH5X20 | LW-4
2020K6585-3 [ ) } 65 | 85
2020K85110-3 |@ 5 44 o5 85 110
External 2020K110145-3 (@ 3 110/145
2525M2530-3 @@ 25|30
Internal 2525M3040-3 (@@ 39 6.1 13 30 | 40
2525M4050-3 @@ 40 | 50
Face 2525M5065-3 (@@ 25|25 | - | 25150 41 25.7 2 50 | 65 | HH5X25 | LW-4
2525M6585-3 @ @ ) 65 | 85
2525M85110-3 (@@ 44 o5 85 110
2525M110145-3 @ @ 110145
KFMS®. 2020K2535-4 [ ] 39 71112 25|35
2020K3550-4 [ ] - 20 35 | 50
2020K5070-4 [ ] 50 | 70
2020K70100-4 @ |20 20 20 125 20.7| _ 70 |100| HH5X20 | LW-4
2020K100150-4 (@ 5 44 25 100150
2020K150220-4 (@ 150|220
2020K220800-4 @ 4 220| oo
2525M2535-4 (@@ 39 71,12 25|35
2525M3550-4 (@@ 20 35 | 50
2525M5070-4 @@ 50 | 70
2525M70100-4 @@ 25 25| - | 25150 25.7 70 [100| HH5X25 | LW-4
2525M100150-4 | @ @ 44 25 100150
2525M150220-4 @ @ 150|220
2525M220800-4 @ ® 220| oo

G102
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@ Toolholder Dimensions

. . Edge Width|External dia. Spare Parts g
SIS DITEREIER (i) (mm)  fof the groove|Clamp Bolt| Wrench g A
Description _g
R/L| H |HF HBH| B | LF | LH |WF WF:/CDX| CW DB g
[MIN.]|[MAX.] §§ B
KFMS7, 2020K25355 |@ 20 20 2535 g
2020K3550-5 [ ] - 35 | 50 =
2020K5075-5 [ ] 20.7 50 | 75 =
2020K75115-5 @ 20| 20 20 [125 ’1 '2 - 75 |115| HH5X20 | LW-4 3 C
2020K115180-5 |@ : 44 B3] o5 115/180 g
2020K180235-5 (@ 180|235
2020K235800-5 @ 5 235 = m
2525M2535-5 (@@ 39 50| (6) [25]85 ¢ D
2525M3550-5 [ ) ) 35 | 50 D
2525M5075-5 [ J[ ) 44 25.7 25 50 | 75 o
2525M75115-5 @ @® 25|25 | - | 25 (150 26.2 - 75 |115| HH5X25 | LW-4 £3
2525M115180-5 (@ @ L . 115|180 52
2525M180235-5 @ @ 180|235 28
2525M235800-5 @ @ 235| o @
[- CDX shows available grooving depth.| o
- External dia. of the groove : The diameter range of the initial groove. Q F
- For KFMS/....-5 toolholder can hold a 6mm width insert. ( ) value shows the dimension of a 6mm width insert. g
@ Selection of Toolholder & Insert
Tooholder | Right-hand Tooholder | Left-hand @
Insert (Neutral) Insert (Neutral) \ §.
| a
o O] |
1 — o
| % L
( =
T _ @ | g\_“ g_ J
— E
H o
. Appllcable Inserts (mm) P [Carbon steel / Alloy steel [} cl if . f % K
Description INSL S M |[Stainless Steel (") assification of usage «@
FMM?O-OS 12 3.5 I}\(l ﬁHStflmn Metal L @ :Continuous-~Light Interruption / 15t Choice ®
FMM60-04 S T_:__erm:: cas ():Continuous~Light Interruption / 2nd Choice 5 L
FMN3 HENEMATONS LJ @:Continuous / 1st Choice 5
! 12 3.5 H el LTl o O (O:Continuous / 2nd Choice &
FMNG6 Hard materials (40HRC~) ’
g g
. . gl 5 PD |2 z
Dimension (mm) & | E[Coated Carbide § = M
Insert Description o 6o a o Applicable Toolholders|
® AN - O |-
cw RE 1218 2882 £y
Flolaaa|¥ 28 N
P o FMM  30-03 3.0 03 000000 KFMSY.... 3 Sz
V E 40-04 4.0 © 00000 Kmsi..4 -
e el 50-04 5.0 04 000000 | . . i B
oocomomaes| [ 1] 6004 | 60 o0 o000 T
/ & FMN 3 3.0 ( L J [ ] o KFMS#.... 3 7
\f/ g 4 4.0 s @O @ @ KFMS™.... 4 25
e <°‘“ ° 5 5.0 < e o @ ; 2z R
Sharp- Cuft?lsg grﬁ%\tner;g /M Class U) 6 6.0 . . . KFMS".... 5 §~ g

- FMN inserts are only for Deep Grooving and not applicable for Turning. Recommended Cutting Conditions ® G109

’ Limit of Turning toward Center Turning towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter. g T
@
X
od DMIN: 25 26 27  |28and over eg)
o KFMSR 2525M2530-3 with 825 as first cut towards the center, it
Description od (mm) will cause a rubbing with the toolholder cartridge if od is 4.0mm.
KFMS%. 2020K2530-3
OMINS / KEMS?. 2525M2530-3 4 2 0 0 *() value shows the Dimension using FMM60-04 Insert.
oroence KFMS7. 2020K2535-4 | . . |
KFMS". 2525M2535-4 iy
Remaining Boss Dia.od | KFMS¥. 2020K2535-5 7 | 4 1 re::i')”g
KFMS. 2525M2535-5 *(5) *(2) *(0)

_____________________

@ : Std. ltem ! Inserts are sold in

|
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Face Grooving Toolholders

/

B KFMS-8
\
\
g 2 \
£| c | E
£ S cox |O @ O
LF \
LH |
— *Fﬁrc:: | —
T T
© 7
\
CDX T
L2 & |
\
@ Right-hand shown L ® Left-hand shown
@ Toolholder Dimensions
. . Edge Width External dia. Spare Parts
Stock
Bieenln) (mm) |of the groove| Clamp Bolt Wrench
Description DAXN|DAXX
R|L| H |HF |[HBH| B | LF | LH | WF |CDX| CW IMINJ [MAX] /
KFMS7. 2525M5464-8 | @ ® - e
" (0) | (=)
2525M6382-8 (@ @ 2.4 o |
25| 25 25 | 150 26 | 25 8 80 1115
6 40 1051160 HH6X25 LW-5
2525M105160-8
2 oe (©) (=)
o
(% 2525M155510-8 @@ 25 | 25 | 6 | 25 |150 43 26 - o 155|510
3232P155510-8 @ |32 | 32| - | 32 170 33 (0) | (o)
External [- CDX shows available grooving depth.|
- The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity ).
Internal The value () of External dia. of the groove (DAXN) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove between DAXN ~ DAXX.
nernal
Applicable Inserts Cle fficat
Face . pp | © Classification of usage
PeserHion (mom) L C;) @ :Continuous~Light Interruption / 1st Choice
G 030 000w
GMG 8030-050MG | 30 55 H Hard materials (~40HRC) | @ O:Continuous/anChoice
GMGA 8030-400R Hard materials (40HRC~) :
g ] D g [0}
DI € | 2 |pvD Coated Carbide| ©
(mm) 8|88 8
L Applicable
Insert Description 3 g w 28 |o Toolholders
cw | RE |23 2 /2 2 =
ol | o o |X
= ﬁg
—) _ Io
INSL e GMM 8030-080MW| 8.0 0.8 OO | OO |0
| ==y
Chip Control Oriented / M Class
4 RE
\/ - GMG 8030-050MG| 80 | 05 | O | O Ol0| 0| KFms' .8
SnarpCating Orted/ Prcion Class 15° wj:a
Ground Chipbrealer
P @) s
/ “wsc %S |GMGA 8030-400R | 8.0 | 40 o
SharpCumngOnemed’Prems\onC\ass o N wiﬁ
Ful-R Copying

\~ If using a full-R insert with KFMS-8 toolholder, you need to modify the corner of insert adapter of toolholder.\ Recommended Cutting Conditions ® G111

Inserts are sold in
10 piece boxes

@ : Std. ltem
O : Check Availability




Face Grooving Blade -

B KFTB-S

sepelr) uasu|
>

I
@ & A CW
g o |
£ & | 5
é | © )( g | g:; %l g? B
= | | 3
‘ r&l [ L@\ E S
CDX [ =)
A | g
=) — 150 ‘ g C
LF | g
CDX ® Right-hand shown L ® Left-hand shown
m
@ Blade Dimensions ¢ D
n D
Stock Dimension (mm) Edge Width =] d|a.Sparle il
of the groove| Releasing Wrench . o
o , Applicable Blocks | £3
Description . DAXN|DAXX Applicable Inserts S H35 =) E
51
R/L| H |[LF| A |[CDX| C Cw IMIN [MAX] E g’
KFTBL 65100-4S [ J(J 25| 4 65 |100 o
90150-4S [ J(J 5.2 90 |150 KTKTB20-32| = F
2 |1 4, FTK4 3
150250-4S @@ 8 50 30| 0 0 140|250 25-32 | €
250800-4S @@ 3.2 230| oo LTK-5 32-32 o
KFTB". 90150-5S [ J[ ) 5.0 30 90 [150 KTKTBF25-32 g
150250-5S @ @® 32 |150| "~ |32 | O 5.0 [150|250 FTK5 32-32| =
250800-5S @@ 4.0 38 250 oo e
‘ - CDX shows available grooving depth.‘
- External dia. of the groove : The diameter range of the initial groove. Q
- The insert has Self-Clamping system and it is not suitable for tight tolerance grooves (tolerance+0.05mm). ?; H
- Lightly tap an Insert with a Plastic hammer. (End of insert does not touch toolholder.) =
- KFTB%.65100-4S toolholder is designed with the edge position 4mm above the Center.
*Dimension H shows virtual apex distance. ;
2 J
i o - 3
. Appllcable Inserts (M |Stainloss Steel | ° Classification of usage @
o . . ) . o
@ :Continuous~Light Interruption / 1st Choice =
“ : (9):Continuous~Light Interruption / 2nd Choice | 3 K
Hard materials (~40HRC) O @ :Continuous / 1st Choice
H Hard materials (40HRC-) (O:Continuous / 2nd Choice g
3| 8 2 2L
q . £ | S| PDCoated | -5 Q
Dimension (mm) 5 9% . § s
Insert Description o829 o Applicable Toolholders =
] RE 282 |= =M
FEE e @
oo
KFTBY.  65100-4S =
90150-4S 58
& FTIK 4 4.0 o000 o 150250-4S 32 N
§ 0.25 250800-4S =
: & © KFTB.  90150-5S g
5 5.0 o000 oo 150250-5S fﬂJ P
250800-5S §~
Recommended Cutting Conditions® G110 5
@ Selection of Blade and Insert % § R
o =
Combination of Blade + KTKTB Combination of Blade + KTKTBF §§
Blade | Right-hand Blade | Left-hand Blade | Right-hand Blade | Left-hand
Insert | Neutral Insert | Neutral Insert | Neutral Insert | Neutral g T
(Reverse mounting) (Normal mounting (Reverse mounting) (Normal mounting) 2
b=l TR I Py N
Blade Block Blade Block Blade Block Blade Block
KFTBR + KTKTB KFTBL + KTKTB KFTBR + KTKTBF KFTBL + KTKTBF
|-=l = .-——_—=ﬁ
- I -
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)

@ : Std. ltem
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Integral Type

Face Grooving Toolholders (Round Shank)[GVF Insert]/

I
‘ \
I z
i gl |
: 9]
i al
!
H | Extemal . of te grove
\ ia.)
\ Il N
| i ]
N 0t | ‘
/I \
GIFVR3532B-201A GIFVL3532B-201A
shows right figure ‘ shows left figure
\
|
® Right-hand shown | ® Left-hand shown
Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

: : External dia. Spare Parts
Stock ISR (), of the groove Clamp Set Wrench Applicable | -
- pplicable Inserts
Description (@
R|L DMINDCON H | LF|LH|WF|CDX [[;/lAm [[mx] '\~'.-/ .\g‘__'/ / il
==
Rl -
GIFVY. 3532B-201A (@@ 35 23| [22jp) = |CPSSV | - | P | - SV

L 35 | 50 GVF¥.250~350-020B

GIFVY. 3532B-351B (@ ® 46/ (25)| (o0) GVF9.300-1508R

o 35

2 35| 50 GVF#400~490-0208

8 3532B-3528 |0 @ %1125 (c0) GVF?/.400-200BR
G 80 50 | 70 CPS-6v W3 GVFA250-350-0208

5032B-501B @ ® - 32130250 | 16/4.6| 55 () ) ] GVF?(300-150BR
50 | 70 GVF#400~490-0208

Externa 203285028 @ P Yes) () GVF?.400-2008R
wend | |GIFVY. 5032B-501C |@® 6.6 (gg) Zf) GVF?350-450-040C

50 35 =0 CPS-8V LW-4

Face 5032B-502C (@@ 8.1 (25) (e0) GVF%.500~600-040C

Note 1. \CDX shows available grooving depth.\
2. Standard toolholders are designed with the edge position 1.0mm above the center.

@ External dia. of the groove depends on the application.

enddacitiegune | External dia. of the groove
Applications Description DAXN | DAXX Remarks
(MIN.) IMIN] | [MAX] (MAX.)

= GIFV¥. 3532B-201A )
= J _ GIFV%. 3532B-351B 35 50
g] /W]: = 3532B-352B
£ = 5032B-501B - )
E A I E 5032B-502B 50 | 70
g )~ GIFVH. 5032B-501C

5032B-502C
= Z| GIFVY. 3532B-201A 12 o I @D1 > 58-2CW, the Face Grooving Dia. can be expanded
= 7 ! = | |GIFVY. 3532B-351B 35 | g9 to Internal dia. of the groove (MIN.) toward the Center.
L Py = 3532B-352B CW = Edge Width
= Ja——k 5032B-501B o w
b= =l ‘ = 5032B-502B 50 | 70 If D1 > 75—20W, the Face Grooving Dia. can be expanded
k= // GIFVF. 5032B-501C to Internal dia. of the groove (MIN.) toward the Center.

5032B-502C CW = Edge Width
= GIFV?¥. 3532B-201A 12 )
= GIFV?. 3532B-351B 35 50
g 3532B-352B
= 5032B-501B | w
£ 5032B-502B 50 | 70
£ GIFV?. 5032B-501C
= 5032B-502C

- The value () of External dia. of the groove (MAX.) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX (It is possible to widen the groove to infinity oo).
- The value () of Internal dia. of the groove (MIN.) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove
between DAXN ~ DAXX.
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Recommended Cutting Conditions -

@ GBA inserts (Ground Chipbreaker)

5
w
Recommended Insert Grades (Cutting Speed Vc: m/min) (1) Hfor Grooving (mmitev) > A
mc | cermet  |MEGA|MECA bvp Coated CarbidelCarbidel CBN |PCD g ) gl &
Workpiece erme NaNo | /D Coated Carbide Carbide (8) ap for Turning (mm) = 5
Material == €| =
g 8|3 s|=/8 8|8 8 2 Egggwmmmwmwmwmwmmemmemg ggB
= ~— ~— -~ £
|| R |F |2 | I R~ oo g g 033~100-...[125~200-...230~300-....330~400-...[400~480-... 23
=
1) 0.03~0.08] (1) 0.04~0.09| (1) 0.05-0.1 | (1) 0.05~0.12| (1) 0.05~0.12 @
TR SRS IRAIR TR FIRAAAIAS ( ~ . ~ -
Carbon Steel |71y 85”520 |150-220/150-220|80-200|80-180|80-180|80-180 g; “g: oo Eg; &g: gl'gg gg &gi g:; g; ,(\’,lg)s(_ 8_'; Eg; &2? g_'; 8
* | % | % % (1) 0.03~0.07| (1) 0.04~0.08| (1) 0.05~0.09] (1) 0.05~0.1 | (1) 0.05~0.1 g C
Alloy Steel 130~220| 80~200 |130~200|130~200/80~180|80-~160 80~160|80~160 Ei; “g: :2232 g; &2:78:;)8 E?,; &2?8;29 (2; &25_”8;; Eii &Zi’fﬁ'& g_f
(1) 0.03~0.07] (1) 0.04~0.08] (1) 0.05~0.09] (1) 0.05~0.1 | (1) 0.05~0.1
Stainless Steel Yo | Yo | k| Yr | Y (2) Not recom. | (2) 0.04~0.08| (2) 0.05~0.09 (2) 0.05-0.1 | (2) 0.05~0.1 m
70~150/60~15060-~130/60~130 60~130 (3) Not recom. | (3) Max. 0.3 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max.0.8 | __ g« D
(1) 0.03~0.08 (1) 0.04~0.09| (1) 0.05~0.1 | (1) 0.05-0.12| (1) 0.05~0.12| G 3
Cast Iron - - - - - - - - * (2) Notrecom. | (2) 0.04~0.09| (2) 0.05~0.1 | (2) 0.05~0.1 | (2) 0.05~0.1 | © D
80-18060-120/150~400 (3) Notrecom. | (3) Max. 0.3 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | 3
(1) 0.05~0.12] (1) 0.05~0.15] (1) 0.05~0.15 (1)oos~o.15 (1) 0.08~0.15 =0
Aluminum Alloys | - - - - - - - - - 150*;00 - 150*2'000 (2) Not recom. | (2) 0.05~0.15| (2) 0.05~0.15 (2)003~o.15 (2) 0.08~0.15 gg
- “4TF (3) Notrecom. | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8 . E E
(1) 0.05~0.12| (1) 0.05~0.15| (1) 0.05~0.15| (1) 0.08~0.15| (1) 0.08~0.15 2
Brass - - - - - - - - - * - * (2) Not recom. | (2) 0.05~0.15/ (2) 0.05~0.15/ (2) 0.08~0.15| (2) 0.08~0.15 Qg
150~300 200-800] (3) Not recom. | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8
* (1) 0.02~0.05 (1) 0.03~0.07 -
Hard materials | - - - - - 8020 (2) Notrecom. | (2) 0.01~0.04 - <) F
- () Not recom. | (3) Max. 0.1 g
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation ¥ : 2nd Recommendation
MEGA indicates MEGACOAT, and MEGANANO indicates MEGACOAT NANO.
MC indicates MEGACOAT Cermet. g"
. . o
@ GBA inserts (GM Chipbreaker) =y
«
(1) f for Grooving (mm/rev)
Recommended Insert Qrades (2)ffor Tuming (mmirev) *
(Cutting Speed Vc: m/min) (8) ap for Turning (mm) E o
Workpiece Material | - Gormet | MEGACOAT | Gaaqay, GBA43Y. GBAGSTL GBA4STL eBassy. | 5| & H
140-010GM 150-020GM | 179:020GM- | 250-030GM~ | yo0laay | @[ <
TN620 PR1215 230-020GM 350-030GM
(1) 0.03~0.1 (1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15 3
Carbon Steel (2) 0.03~0.08 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 3
80~240 80~220 (3) Max. 0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8 . 2 J
* S (1) 0.03~0.1 (1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15 S 5
Alloy Steel (2) 0.03~0.08 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 S «@
80~220 80~200 (3) Max. 0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8 o)
* (1) 0.03~0.1 (1) 0.03~0.1 (1) 0.03~0.1 (1) 0.04~0.12 (1) 0.04~0.12 O o
Stainless Steel (2) 0.03~0.08 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 =
60~150 (3) Max. 0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8 H K
* Above cutting condition is for external grooving. Set both cutting speed and feed 20% lower for internal grooving. % : 1st Recommendation ¢ : 2nd Recommendation @
@ GBA inserts (MY Chipbreaker) @
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev) ‘:1, L
- . (2) f for Turning (mm/rev) () Is)
Cermet | MEGA |PVD Coated Carbide(Carbide) CBN | PCD (3) ap for Turning (mm) (x% =3
Workpiece Material o |3 R B "
p § z E § 'ﬁ_ = Z |82 GBA43". GBA43". GBA43, GBA43". GBA43%, CIE)
S 3 = 2 = E =z g9 175-020MY ~ | 230-020MY ~ 300-030MY 330-030MY~ 400-040MY | =
= = o o a ¥ | X X | 200-020MY | 265-030MY 350-030MY 5 M
(1) 0.03~0.08 | (1) 0.04~0.09 | (1) 0.05~0.1 | (1) 0.05~0.12 [ (1) 0.05~0.12 @
Carbon Steel hig - * ¥e ¥ - 2)0.03~0.08 | (2) 0.04~0.09 | (2)0.05~0.1 2) 0.05~0.1 2) 0.05~0.1
150~220 80~200 |80~20080~200 53; Max. 0.3 53; Max. 0.3 53; Max. 0.5 53; Max. 0.5 53; Max. 0.8 I
(1)0.03~0.07 | (1) 0.04~0.08 | (1) 0.05~0.09 |(1)0.05~0.1 | (1) 0.05~0.1 S| s5&
Alloy Steel ¥ * ¥ - 2) 0.03~0.1 2) 0.04~0.08 | (2) 0.05~0.09 | (2)0.05~0.1 2) 0.05~0.1 T 23
y 130~200 80~180|80~180|80~180 Es{ Max. 0.3 Es{ Max. 0.3 Es{ Max. 0.5 Es{ Max. 0.5 Esg Max. 0.8 3| &2 N
S _ Y Y (1) 0.03~0.07 | (1) 0.04~0.08 | (1) 0.05~0.09 |(1)0.05~0.1 | (1) 0.05~0.1 O g8
ainless Stee - - - 2) 0.03~0.1 2) 0.04~0.08 | (2) 0.05~0.09 | (2) 0.05~0.1 2) 0.05~0.1
70~150 60~15060~150|60~150 Es% Max. 0.3 Es{ Max. 0.3 Es{ Max. 0.5 Esg Max. 0.5 Esg Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. MEGA indicates MEGACOAT. % : 1st Recommendation v\ : 2nd Recommendation
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Recommended Cutting Conditions s

@ TGF inserts (Ground Chipbreaker)

Grooving

Recommended Insert Grades (Cutting Speed Ve: m/min) (1) tfor Grooving (mm/rev)
- - (2) f for Turning (mm/rev) »
Cermet| MEGA |PVD Coated Carbide | Carbide| CBN | PCD (3) ap for Turning (mm) ~<
Workpiece Material ) ) ° |gg s
P § ™ § = S uz) § 8 TGF32%. TGF32%. TGF32%L TGF32%. OE_,
(S} o o o 5 M | aa | 033~050-005 | 075~095-010 | 100~145-010 | 150~250-010 | T
Fla |8 | a ¥ (¥¥
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Carbon Steel ¥ * ¥ Yo - - - | (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03-0.06
150~220| 80~180 | 80~180 | 80~180 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2
Allov Steel Y (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
O! eel - - - 2) Not recom. 2) Not recom. 2) 0.02~0.05 2) 0.02~0.05
y 130~200| 80~160 | 80~160 | 80~160 23; Not recom. 23; Not recom. 23; Max. 0.2 53; Max. 0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Stainless Steel - s ¥ * - - - | (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05 €
60~130 | 60~130 | 60~130 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2 E
* (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 8
Cast Iron - - - - - - | (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (&)
60~100 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2
* * (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Aluminum Alloys - - - - - (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
150~400 150-2,000) (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2
* * (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Brass - - - - - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
150~300 200~800 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2
- MEGA indicates MEGACOAT. % : 1st Recommendation v : 2nd Recommendation
@ TG inserts (Ground Chipbreaker) @ will be switched to GBA.
Recommended Insert Grades (Cutting Speed Ve: m/min)
‘ . f (mm/rev) @
Cermet PVD Coated Carbide| Carbide | CBN | PCD X
Workpiece Material ° |59 g
P 28 8|3 8 g B |85 | TGOOU | TGOOH. | TGOOM | TGOOH | TGOOH | §
Z o o - - - - - o
= g f;’ s o < n¥: & & 075~095 125~200 | 230~300 | 330~400 | 430~450
Carbon Steel 5o - -] -] -] - - |008-0.07]0.03~0.08 0.05~0.1 |0.05~0.12|0.05~0.12| £
©
Alloy Steel 13(f200 - - - - - - - 10.02~0.06 |0.03~0.07 |0.05~0.09| 0.05~0.1 | 0.05~0.1 8
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation vy : 2nd Recommendation
@ GH inserts (Ground Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev)
- - (2) f for Turning (mm/rev) »
Cermet PIDCieedCatity Carbide Ceramic (3) ap for Turning (mm) X
Workpiece Material = o
P $ 2 3 8/ 2 g 2 8| on GH GH GH £
£ S 8 & S| < g £ | 40-50.. | 55-70.. | 75-80.. |100-120.. o
(1)0.07-0.2 | (1)0.07-0.2 | (1)0.1~0.25 | (1) 0.15-0.3
Carbon Steel w ¥ ¥e * - - - 2)0.07~0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 2) 0.15~0.25
150~220/150~220|100~150/ 80~180 53) Max. 1.0 53) Max. 1.0 53) Max. 1.5 Es) Max. 2.0
N % * 21; 0.07-0.18 21; 0.07-0.18 21; 0.1-0.23 513 0.15-0.27
oy Steel - - 2)0.07-0.13 | (2) 0.07~0.13 | (2) 0.1~0.18 2) 0.15~0.22
y 130~200/130~200|80~130| 80~160 (3)Max.1.0 | (3)Max.1.0 | (3) Max. 1.5 | (3) Max. 2.0
(1)0.07-0.16 | (1) 0.07~0.16 | (1)0.1~0.21 | (1) 0.15~0.25
Stainless Steel ¥ v * - - 2)0.07~0.13 | (2) 0.07~0.13 | (2) 0.1~0.18 | (2) 0.15~0.22
70~150 60~100/60~130 53; Max. 1.0 53; Max. 1.0 53; Max. 1.5 53; Max. 2.0
KW10 KW10 KW10 KW10
(1)0.07-0.2 | (1)0.07~0.2 | (1)0.1~0.25 | (1) 0.15~0.3
(2) 0.07~0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 (2) 0.15~0.25 €
Cast Iron i i ) i 60*1'00 15(?%00 15(?%0015(?%00 5\3&5“//':;6111'0 féshfféé&'o fésh//l:gérllls fgshf:gérilo 3
- ~ - ~ ]
(1) 0.03~0.07 | (1) 0.03~0.07 | (1) 0.05~0.09 | (1) 0.05~0.09 O
(2) Not recom. | (2) Not recom. | (2) Not recom. | (2) Not recom.
(3) Not recom. | (3) Not recom. | (3) Not recom. | (3) Not recom.
. * (1)0.07-0.2 [ (1)0.07-0.2 | (1)0.1~0.25 | (1) 0.15-0.3
Aluminum Alloys - - - S P o R - (2) 0.07~0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 (2) 0.15~0.25
- (3)Max. 1.0 [(8)Max.1.0 | (38)Max.1.5 | (3) Max. 2.0
* (1)0.07-0.2 [ (1)0.07-0.2 | (1)0.1~0.25 | (1)0.15-0.3
Brass - - - - - - (2) 0.07~0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 (2) 0.15~0.25
150~300 (3)Max.1.0 | (3)Max.1.0 | (3)Max.1.5 | (3) Max. 2.0
(1) 0.02~0.05 | (1) 0.02~0.05 | (1) 0.02~0.05
Hard materials - - - - - ¥ ¥ ¥ (2) 0.01~0.03 | (2) 0.01~0.03 | (2) 0.01~0.04
40~80 | 40~80 | 40~80 | (3) Max. 0.1 | (3) Max. 0.2 | (3) Max. 0.2
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation ¥y : 2nd Recommendation
@ GHU Inserts (Molded Chipbreaker)
Recommended Insert Grades (Cutting Speed Vc: m/min) (1)t for Grooving (mm/rev)
) - " (2) f for Turning (mm/rev) »
Cermet coedcarice P VD Coated Carbide) - Ceramic (3) ap for Turning (mm) <
Workpiece Material 10 e
p g 2/ %5 8§ 8 8 g & on GHU GHU 5
Z o [id © H H H o
= |C_> g E o i < < 40-20 50-20 60-20
(1) 0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15
Carbon Steel 2 - ¥ - - - (2)0.05~0.1 | (2) 0.05-0.1 | (2) 0.05~0.12
130~200 80~180 (3)Max. 1.0 | (3)Max. 1.0 | (3) Max. 1.5 -
Y Y (1) 0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15 S
Alloy Steel - - - - (2) 0.05~0.1 | (2) 0.05~0.1 | (2) 0.05~0.12 S
100~180 80~160 (3)Max. 1.0 | (3)Max. 1.0 | (3) Max. 1.5 o)
% (1)0.06-0.1 | (1) 0.06~0.1 | (1) 0.06~0.12 )
Stainless Steel - - - - - - - | (2)0.05~0.08 | (2)0.05~0.08 | (2)0.05~0.1
60~130 (3) Max. 0.8 | (3) Max.0.8 | (3) Max. 1.2
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation ¥ : 2nd Recommendation
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@ GA Inserts (Molded Chipbreaker)

A o A (1) f for Grooving (mm/rev) §.
Recommended Insert Gradt;zvf (Cutting Speed yc. m/@n) e LR w s A
Cermet e caice| P VD Goated Carbide| Carbide (3) ap for Turning (mm) ~ §
a . 7y (v} »
Workpiece Material s | g § § § § § g GA GA GA aE> -
Z | 2 c | | &8
= = |L—) 'C_) 8 o o 7 30 40 50 ig B
1) 0.06~0.18 | (1) 0.06~0.21 | (1) 0.06~0.25 &
Carbon Steel ¥ * 52; 0.05~0.15 52{ 0.05~0.17 Ez{ 0.05~0.2 @
130~200 80~180 (3)Max. 0.8 | (3)Max.1.0 | (3) Max. 1.3 - 9
Ao G (1)0.06~0.15 | (1) 0.06~0.18 | (1) 0.06~0.22 S 2
2)0.05~0.12 | (2) 0.05~0.15 | (2) 0.05~0.18 ° =
oy stee 100~180 80~160 Esg Max. 0.3 Esg Max. 0.5 23; Max. 0.8 8 S C
* (1)0.06~0.1 | (1)0.06~0.1 | (1) 0.06~0.12 O g
Stainless Steel - - - - (2) 0.05~0.08 | (2) 0.05~0.08 | (2) 0.05~0.1 &
60~130 (3)Max. 0.8 | (3 Max. 0.8 | (3) Max. 1.2
% : 1st Recommendation ¥ : 2nd Recommendation ~ [I!
@ GIA Inserts (Molded Chipbreaker) g D
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev) e
) - - (2) f for Turning (mm/rev) )
Cermet oated Catie| P VD) Coated Carbide| Carbide (8) ap for Turning (mm) x = %
q g 0 © >
Workpiece Material s | g § § Q § § g GIA GIA GIA g %% E
= = 2} | 5o
1) 0.04~0.08 | (1) 0.04~0.09 | (1) 0.05~0.1
Carbon Steel ¥ * Ez% 0.02~0.08 52; 0.02~0.08 §2§ 0.05~0.08 W
60~120 60~120 (3)Max. 0.3 | (3 Max.0.4 | (3) Max. 0.5 - S F
* (1)0.04~0.07 | (1) 0.04~0.07 | (1) 0.05~0.08 S a
Alloy Steel (2) 0.02~0.07 | (2) 0.02~0.07 | (2) 0.05~0.08 S
60~100 60~100 (3)Max. 0.3 | (3) Max.0.4 | (3) Max. 0.5 Q
(1)0.04~0.07 | (1) 0.04~0.07 | (1) 0.05~0.08 O
Stainless Steel (2) 0.02~0.07 | (2) 0.02~0.07 | (2) 0.05~0.08 ()
60~80 (3)Max. 0.3 | (3) Max.0.4 | (3) Max. 0.5 g
% : 1st Recommendation ¥ : 2nd Recommendation é
4 FMM /FMN
Recommended Insert Grades (Cutting Speed Ve: m/min) Face Grooving (FMM / FMN) Turning (FMM) o
Cermet o 2id PVD Coated Carbide (Carbide Edge Width (mm) Edge Width (mm) g E’ H
. . ®© =
o
Workpiece Material | o | & | | 8 | 8 | 2 | g9 40 |50/60 | 30 40 |50/60 | &
Z b2 o o o S | 3
3 e e e f (mm/rev) f (mm/rev) g g
Ag DAY Y R =3
Carbon Steel 100220 | 80°500 | 80300 80'!500 0.03~0.05|0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 a
Alloy Steel so?\\z?oo 70?\{80 7073\{80 701A1'so 0.03~0.05|0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 o
. e 2l 2 K
Stainless Steel 70?\*1’60 602150 aoﬁso 60?\*1’50 0.03~0.05|0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 % 3
o
Cast Iron aoﬁso 70?\*1750 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | 3 o
o
Aluminum Alloys - - - - - 200!'500 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 z L
o
Brass - - - - - 105200 0.03~0.05|0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 &
- Set the feed rate 1/100 of edge width on the first groove and check chip evacuation. % : 1st Recommendation ¥ : 2nd Recommendation
- FMN type Inserts are only for Deep Grooving, and when used for turning, set to ap=0.2mm and under. E M
Ref. to the notes below for turning conditions. 3
ap and f of FMM
_|
Recommended Cutting Conditions 5 g‘
ap (MAX.) (mm) under 50% of Edge Width| -ap < 0.5CW igN
f (MAX.) (mm/rev) under 3~5% of Edge Width | .f < [0.03(Min.) ~ 0.05(Max.)Jcw =
n
ap x f should be as follows. g
‘ SN -
Loadimmd) Edge (o) 3.0 4.0 5.0 6.0 Y
@
ap x f ~0.09 ~0.14 ~0.25 ~0.36
-ap x f < 0.01CW?

uolnew.ou|
[eoluyos)
=)

xepu|
-
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Recommended Cutting Conditions s

@ GV Inserts (Ground Chipbreaker)

Grooving

(1) f for Grooving (mm/rev)
Recommended Insert Grades (Cutting Speed Vi: m/min) (2) f for Turning (mm/rev)
(3) ap for Turning (mm)
Cermet MEGA| PVD |1 bide 100G3¥0R/Lss i Sl Ehe £
Workpiece Material COAT (Coeed Cartie 100~300-. | 146-185-.B | 200-280-..B | 300~400-..B g
)
)
28 38|88 g S avi | avw | avw | avw | avw |T
4 - ~340-...
Fle|e| x| &2 xamm 200-100BR | 300-150BR | 280-300-..C | 340~400-..C | 430~500-..C
(1) 0.03~0.08 | (1) 0.03~0.08 | (1) 0.04~0.09 | (1) 0.05~0.12 | (1) 0.04~0.09 | (1) 0.05~0.12 | (1) 0.05~0.12
Carbon Steel Yol Yoo | Ye | k| Y 2) 0.03~0.08 | (2) 0.03~0.08 | (2) 0.04~0.09 | (2) 0.05~0.1 | (2)0.04~0.09 | (2) 0.05~0.1 | (2)0.05~0.1
120~180)120~18080~120|80~160|80~140 Eag Max. 0.3 Esg Max. 0.3 tsg Max. 0.3 Ea; Max. 0.5 gsi Max. 0.3 fsi Max. 0.5 Ea; Max. 0.5
P BhoBialoola ol |Biiey [Beier (nerer ue ey g stcase 0% e
oy Stee .03~0. .03~ .04~0. .05~0. .04~0. .05~ .05~
y 100~160/100~160/80~100|80~140|80~120 (3)Max. 0.3 | (3) Max. 0.3 | (3) Max. 0.3 | (3) Max.0.5 | (3) Max.0.3 | (3) Max. 0.5 | (3) Max. 0.5
Stainloss Stoel % x| % | % (1;o.os~o.o7 E1)0.03~oo7 (1)0.04~0.08 (1;o.os~o.1 g1)o.o4~o.oa }1;0.0541 E1;0.os~o1 -
ainless Stee 2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.08 | (2) 0.05~0.1 | (2)0.04~0.08 | (2)0.05~0.1 | (2)0.05~0.1
70~130 60~100/60~130]60~110 Es) Max. 0.3 (33 Max. 0.3 }3; Max. 0.3 ge,) Max. 0.5 (3% Max. 0.3 | (3) Max. 0.5 | (3) Max. 0.5 3
| (1)0.03-0.081(1) 0.03-0.08 | (1)0.04-009 [ (1) 0.05-0.12 | (1) 0.04-0.09 | (1) 0.05-0.12 | (1) 0.05-0.12 8
Cast Iron - - - - - (2) 0.03~0.08 | (2) 0.03~0.08 | (2) 0.04~0.09 | (2) 0.05~0.1 | (2)0.04~0.09 | (2) 0.05~0.1 | (2)0.05~0.1 |
60~100| (3) Max. 0.3 | (3) Max. 0.3 | (3) Max. 0.3 | (3) Max.0.5 | (3) Max.0.3 | (3) Max. 0.5 | (3) Max. 0.5
(1) 0.05-0.12 | (1) 0.05-0.12 | (1) 0.05-0.15 | (1) 0.08~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08~0.15
Aluminum Alloys - - - - - * (2) 0.05~0.12 | (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
150~300| (3) Max. 0.5 | (3) Max. 0.5 | (3) Max.0.5 | (3) Max. 0.8 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8
(1) 0.05-0.12 | (1) 0.05-0.12 | (1) 0.05-0.15 | (1) 0.08~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08-0.15
Brass - - - - - (2) 0.05~0.12 | (2) 0.05~0.12 | (2) 0.05-0.15 | (2) 0.08~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
100-250] (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8
* Use MEGACOAT, PVD coated carbide or carbide for turning with edge width 1mm (GV?.100SS / 100S / 100A) % : 1st Recommendation v : 2nd Recommendation
@ GVF Inserts (Ground Chipbreaker)
(1) f for Grooving (mm/rev)
Recommended Insert Grades (Cutting Speed Vc: m/min) (2) f for Turning (mm/rev)
(3) ap for Turning (mm) @
Cermet MEGA| PVD [ . | GVF% GVF. GVF. GVF. GVFT | £
Workpiece Material COAT | Cocted Cartide 200~340...A|250~350...B|400~490...B|350~450...C|500~600...C| £
10 o)
Z Z o o N . y
E | E | S O | & | E | Z | 3050ar 300-150BR|400-2008R
(1)0.03-0.08 | (1) 0.04~0.09 | (1) 0.05~0.1 | (1) 0.05-0.12 | (1) 0.05~0.12
Carbon Steel ¥ ¥ pig * i 2)0.03~0.08 | (2)0.04~0.09 | (2)0.05~0.1 2) 0.05~0.1 2) 0.05~0.1
150~220 | 150~220 | 100~150 | 80~200 | 80~180 53; Max. 0.3 53; Max. 0.3 53; Max. 0.5 23; Max. 0.5 533 Max. 0.8
Aoy Ses A Gasss poeaer (e home nlere,
oy Stee .03~0. .05~ .05~0.
y 130~200 | 130~200 | 80~130 | 80~180 | 80~160 (3)Max.0.3 | (3)Max.0.3 | (3)Max.0.5 | (3) Max.0.5 | (3) Max. 0.8
E— 2 e * % E1;o.os~o.o7 51;004 ~0.08 E1;o.os~009 51;005 ~0.1 E1go.os~o.1 N
ainless Stee 2) 0.03~0.1 2) 0.04~0.08 | (2) 0.05~0.09 | (2) 0.05~0.1 2) 0.05-~0.
70~150 60~100 | 80~150 | 60~130 (3) Max. 0.3 | (3)Max.0.3 | (3)Max.05 | (3)Max.0.5 | (3) Max.0.8 3
% | (1)0.03-008 (1)0.04-0.09 | (1)0.05-01 | (1)0.05-0.12" [ (1) 0.05-0.12 8
Cast Iron (2)0.03~0.08 | (2) 0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 &)
60~100 | (3) Max. 0.3 | (3) Max.0.3 | (3) Max.0.5 | (3) Max. 0.5 | (3) Max. 0.8
(1)0.05-0.12 | (1) 0.05~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08~0.15
Aluminum Alloys (2) 0.05-0.12 | (2) 0.05~0.15 | (2) 0.05~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
150~400 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8
% | (1)0.05-0.121(1)0.05-0.15 | (1) 0.05-015 | (1) 0.08-0.15 | (1) 0.08-0.15
Brass (2)0.05~0.12 | (2) 0.05~0.15 | (2) 0.05~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
150~300 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8
- Apply a sufficient amount of coolant. % : 1st Recommendation v : 2nd Recommendation
- The ap should be under 0.5mm if a good surface finish is required.
OFTK
Recommended Insert Grades (Cutting Speed Ve: m/min) Edge Width (mm) 2
Workpiece Material | Cermet | o @umise| PVD Coated Carbide | Carbide 40 | 50 | \ \ g
TN90 | CR9025 | PR660 | PR930 | KW10 f (mm/rev) &
* * PAe PAS .
Carbon Steel 120-200 | 80-180 | 60-130 | 60-130 0.05~0.15|0.05~0.15
Y * pAe PAe i
Alloy Steel 100160 | 70150 | 60-130 | 60-130 0.05~0.15|0.05~0.15
: Y PAq * PAq =
Stainless Steel 80-150 | 60-140 | 50-120 | 50120 0.05~0.15|0.05~0.15 é
i B i i * 5 - 3
Cast Iron 50-100 0.10~0.30 | 0.10~0.30 5]
. i . i i > N -
Aluminum Alloys 200-450 0.05~0.25 | 0.05~0.25
i B i i *
Brass 100-200 | 0-09~0.25|0.05~0.25

% : 1st Recommendation ¥ : 2nd Recommendation

€ GMN Inserts (CBN / PCD)

Recommended Insert Grades (Cutting Speed Vc: m/min) ({iffforGroovingl{mmyrev) @
(2) f for Turning (mm/rev) <
Workpiece Material CEL FLD (8 EploaItininglmm) g
KBN510 KPD0O01 GMN2 GMN3 (1~ GMN6 o
KBN525 (KPD010) GMN5 o
i * (1) 0.05~0.15 (1) 0.05-0.15 (1) 0.08~0.18 (1) 0.10~0.20
Aluminum Alloys - 15023 000 Egg 'c\)nos g.;s g; &05}?;5 g; &08~8;8 g; &10 830
’ ax. 0. ax. ax. ax. 0.
* (1) 0.05~0.15 (1) 0.05~0.15 (1) 0.08~0.18 (1) 0.10~0.20 N
Brass - 200500 (2) 0.05~0.15 (2) 0.05~0.15 (2) 0.08~0.18 (2) 0.10~0.20 €
o0 T omey T ootz T (ossom | 8
Cast Iron f - (2) 0.04~0.09 (2) 0.05~0.1 (2) 0.05~0.12 (2) 0.05~0.15 38
150~400 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8
i (1) 0.02~0.05 (1) 0.03~0.07 (1) 0.03~0.08 (1) 0.05~0.1
Hard materials 80820 - (2) 0.01~0.03 (2) 0.01~0.05 (2) 0.03~0.08 (2) 0.05~0.1
(3) Max. 0.1 (3) Max. 0.2 (3) Max. 0.3 (3) Max. 0.4

% : 1st Recommendation
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Recommended Cutting Conditions -

€ GMG / GMM / GMN / GMGA 5
Recommended Insert Grades (Cuting Speed Ve: m/min) Grooving Turning % A
. Cermet| s IPVD Coated Carbide|Carbide Edge Width (mm) Edge Width (mm) M
Workpiece 0 sl 2
Material $ | 8 z | 88 g 20-30| 4.0 50 |6.0/8.0/20-30| 4.0 50 [60/80 & =
< o o o ol &4
o S
"|lo|& & & X f (mm/rev) f (mm/rev) =2 B
Carbon Steel 10(?}?220 80?\*2’00 80?\*2’00 80}‘2'00 0.05~0.15 | 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40 %O
Alloy Steel 80?\\2?00 70?*1’80 70?\*1’80 70}‘1'80 0.05~0.15 | 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40 § C
Stainless Steel 7O?§60 60?1750 602‘1'50 Goﬁ’so 0.05~0.15 | 0.10~0.20 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.25 | 0.20~0.40 | 0.25~0.40 g §
o
Cast Iron 100500 70?{50 0.05~0.20 | 0.10~0.30 | 0.15~0.40 | 0.20~0.40 | 0.10~0.25 | 0.15~0.35 | 0.20~0.45 | 0.25~0.45 | 3 m
Aluminum Alloys sooss0o | 0:05~0.20 | 0.08~0.25 | 0.10~0.25 | 0.12~0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30 § D
Brass 10(1‘;00 0.05~0.15 | 0.08~0.20 | 0.10~0.25 | 0.12~0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30 ”
=z
Ref. to the notes below for turning conditions. % : 1t Recommendation 3 : 2nd Recommendation %_;i E
(1) When using KGM Toolholder LS
2]
Recommended Cutting Conditions
ap (MAX.) (mm) 80% or under of Edge Width | - ap < 0.8CW f cw € F
f (MAX.) (mm/rev) 10% or under of Edge Width| -f < 0.1CW 2 @
(ap) x (f) shall not exceed 1/2 of ap (MAX.) x f (MAX.) S a i o
Load(mrd) Eglidtm)) - 2.0~2.5 3.0 4.0 5.0 6.0 8.0 © ‘ N@ g
ap x f ~0.20 ~0.36 ~0.64 ~1.00 ~1.44 ~2.56 < ’/\‘ e
i ! (@]
.ap x f =3 x 0.8CW x 0.1CW=0.04CW? | £ H
(20 When using KGM-T Toolholder (Deep grooving type) =
Use 90% of KGM conditions 4
=2
(38) When using KGMM / KGMS / KFMS-8 Toolholder g J
Recommended Cutting Conditions a
ap (MAX.) (mm) 50% or under of Edge Width| -ap < 0.5CW
o
f (MAX.) (mm/rev) 4% or under of Edge Width | -f < 0.04CW % K
should be as follows. (50% or under of KGM) @
Loadimmd) Egglidhmn)|  2.0~2.5 3.0 4.0 5.0 6.0 8.0 o
s
L
ap x f ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28 ) g'
-ap x f < 0.02CW @
(4) When using KIGM Toolholder =
Recommended Cutting Conditions E M
ap (MAX.) (mm) 70% or under of Edge Width| .ap < 0.7CW
f (MAX.) (mm/rev) 8% or under of Edge Width | .f <0.08CW gg‘
should be as follows. (70% or under of KGM) ig N
Loadlm EdgeVitfon) 3.0 4.0 5.0 =N
w
el
ap xf ~025 | ~044 | -~0.70 5 p
-apxf < 0.04CW? g
¥ GMG / GMM / GMGA 8030 (Face Grooving) 5
Recommended Insert Grades (Cutting Speed Vc: m/min) Face Grooving Turning 3 2R
Cermet | gaimiie| PVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) g =8
. . - c| >
Workpiece Material S g g § § ° 8.0 8.0 % )
|2 | & & & |8 T
o f (mm/rev) f (mm/rev) 2
Carbon Steel 10(?}’220 80??60 80?\*1’60 80'560 0.1~0.2 0.1~0.25
Alloy Steel 80?\3?60 702%760 707}1760 70‘~A1'60 0.1~0.2 0.1-0.25
Stainless Steel 70?\;?40 eoﬁso eoﬁso 60?\{30 0.1~0.2 0.1~0.25 g
o
Cast Iron soﬁso 70330 | 0-1~0.3 0.1~0.35 8
Aluminum Alloys 200-a00 | 0-08~0.25 0.08~0.30
Brass 100450 | 0-08~0.25 0.08~0.30

% : 1st Recommendation ¥ : 2nd Recommendation
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Grooving

Guide for Grooving

M Guide for External Grooving

@ Point () (Turning after Grooving)
1) Grooving Depth 0.5mm or over : For roughing (Refer to Fig. 1)

Before turning, pull the tool back about 0.1mm after grooving, instead of

turning subsequent to grooving.

(Failure to pull the tool back before traverse machining will result in an

unbalanced load applied on only one side of the cutting edge.)
2) Grooving Depth 0.5mm or under : For finishing (Refer to Fig. 2)

Turning subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge. (Retention time is not necessary.)

@ Point (1)
1) When widening the groove width (Refer to Fig. 3),
apply the "Step Turning."
2) The widened groove and side walls should be finished last.

(For better chip control, ap 0.5mm or over is recommended.)
Note) If the workpiece is not supported at the center,
reduce the feed rate when grooving towards center.

0.1mm

Before turning, pull the tool back about 0.1mm after grooving.
(Grooving Depth 0.5mm or over at roughing)

Fig. 1

M Guide for Face Grooving

<Toolholder Selection>

(1) Choose the best tool depending on the groove width.
External dia. of the groove listed in the catalog indicates the available range
(between DAXN and DAXX ) for the initial grooving on the unprocessed workpiece
(Ref. to Fig. 1).

(2) Confirm Grooving Depth (CD)

Fig. 3

Turning subsequent to grooving
(Grooving Depth 0.5mm or under at finishing)
Fig. 2

DAXN

CD

Fig. 1

(3) It is recommended to install the toolholder Toolholder

Right-hand

Toolholder

Left-hand

in the reverse position. (Fig. 2) Insert

(Neutral)

Insert

(Neutral)

(This will provide smooth chip flow and chip clearance.)

<Guide for turning>

Turning direction should be from the outer diameter
to the inner diameter as shown in Fig. 3

This improves chip evacuation.

o
‘_
0]

Fig. 3

G112

Fig. 2 Toolholder's Hand and Rotation




B Guide for Face Grooving (Continued)

sepelr) uasu|
>

@ Point () (Turning after Grooving)

1) Grooving Depth 0.5mm or over : For roughing (Refer to Fig. 4)
Before turning, pull the tool back about 0.1mm after grooving, instead of

S}asu| 8jqexepy|
Buiung
os)

turning subsequent to grooving.
(Failure to pull the tool back before traverse machining will result in
an unbalanced load applied on only one side of the cutting edge.)

s00L 40 3 NED
(¢

Before turning, pull the tool back about 0.1mm after grooving.
(Grooving Depth 0.5mm or over at roughing)
Fig. 4

[euseixg
O

2) Grooving Depth 0.5mm or under : For finishing (Refer to Fig. 5)
Turning subsequent to grooving is possible because shallow groove depths

Buiuiyoepy
sled |[ews
m

relate a small load on the cutting edge.
(Retention time is not necessary.)

Bunog
m

Turning subsequent to grooving g’
(Grooving Depth 0.5mm or under at finishing) 2
>
Fig. 5 @
2
z H
=
@ Point (I1) .
=2
1) When widening the groove width. (Ref. to Fig. 6) g J
Apply the “Step Turning?’ a
2) The widened groove and side walls should be finished last. 0.1mm
(For better chip control, ap 0.5mm or over is recommended.) g K
Fig. 6 a
@ Trouble shooting o
=L
Trouble Countermeasures g
(1) Increase the cutting speed for finishing process only. ¢
(This can handle most of the cases.) =
If the method is not successful, | 5 M
1
try (2) as follows. ‘ } @
Whitish trace remains at the | (2) Check the insert edge’s parallelness. 90" =5 | @ ‘ =
S 4
groove bottom. (Adjustment: Apply the insert edge to the 4%}}_#— \ } gé N
workpiece face and adjust the toolholder ! 2 g
within the angle of £5". (Fig. 7)

Fig. 7

sped aledg ”!
o

(1) Install the toolholder in the reverse position.
Adjust the coolant flow to the cutting edge.

(2) When widening the groove, do not machine one deep groove.
Instead, repeat shallow grooving and turning.

Chips are entangled.

uolnew.ou|
[eoluyos)
=)

Insert cracks when turning. | Reverse the facing direction.

xepu|
-

Check the edge’s parallelness.

Groove is not straight. Decrease the feed rate.
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Grooving Cermet Insert with Molded Chipbreaker

Guide for Grooving s

@ Guide for Grooving with Cermet Insert (Steel)

1. Set the f under 0.12mm/rev (0.05~0.10mm/rev normally).
2. Coolant is recommended.

3. Set the cutting speed Vc=150~220m/min.

4. Set the toolholder overhang as short as possible.

@ How to Improve Surface Finish (when surface roughness below 3uym Rz is required)

1. Increase the cutting speed (Vc=220m/min MAX.)
2. Program retention time at the groove bottom.
3. Apply a light hone to the cutting edge by hand lapper.

@ Chip Control of Grooving Insert with Molded Chipbreaker

1. Good chip control to cover wide application range stable chip control.
Stable chip control at high cutting speed, covering wide range of feed rate
2. Improved chip control and excellent surface finish.
Superior chip control performance and MEGACOAT PR1215 realizes the
excellent surface quality
3. Chip control improvement at automated production line.
(prevent frequent machine stop)

GBA GM chipbreaker

MUlt[EumpIDesion
L b

Center bump and dent squeeze and control chips

Grooving

Helps modifying chip shape

Stable chip control at shoulder grooving and chamfering

Front bump : Stabilize chip control at low feed rate

Smooth chip control with optimum bump layout on the chipbreaker

M Alternative Toolholder Reference Table for Grooving Toolholder

Conventional Toolholder Alternative Toolholder
Spare Parts
Clamp Wrench Wrench
Screw Q
©
Description %V:ﬂlr‘igg] Description O;errra]llrle;:\g);th Remarks %
S5 ’
KTGF?. 1010K-16F 125 KTGF?. 1010JX-16F| 120
1212M-16F 150 |SB-4070TRW FT-8 - 1212JX-16F| 120 G18
1616M-16F 150 1616JX-16F| 120
KGM?L. 0810K-1.5-125 | 125 - - No Alternative
1010K-1.5-125 | 125 |SE-40120TR - LTW-15S | KGM. 1010JX-1.5 | 120
1212M-1.5-150 | 150 1212JX-1.5 | 120
KGM?. 0810K-2-125 125 - - No Alternative
1010K-2-125 125 |SE-40120TR - LTW-15S |KGM. 1010JX-2 120
1212M-2-150 150 1212JX-2 120 G40
1616M-2-150 150 |SE-50125TR - LTW-20 1616JX-2 120
KGM%. 1010K-2.5-125 | 125 KGM®. 1010JX-2.5 | 120
1212M-2.54150 150 - 40120TR ) LTW-15S 1212JX2.5 | 120
1616M-2.5-150 | 150 |SE-50125TR - LTW-20 1616JX-2.5 | 120
KGM%. 1616M-3-150 150 |SE-50125TR - LTW-20 |KGM%. 1616JX-3 120

Note) The corresponding alternative toolholder may be different from the conventional toolholder in insert clamping system or insert size.
Make sure of their specifications by referring to the catalog or other documents.
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