Grooving
G1~G104,

@ External Grooving G2~G38
Summary of External Grooving G2
KGBA / KGBAS G9
KGB / KGBS — Will be switched to KGBA / KGBAS G11
KTGF-F / KTGF G12
S...KTGF Sleeve Holder G13
KTG — Will be switched to KGBA G14
KGD (Integral Type for Automatic Lathe) G19
KGD (Integral Type) G20
KGD-S (0° Separate Type) G21
KGDS-S (90° Separate Type) G22
KGM (For automatic lathe) G32
KGM-T G33
KGMM / KGMS G34
KGMU G35
KGH / KGHS G36
KGA G37
KGMW (For Aluminum Wheel) G38
7
‘Q Internal Grooving G39~G59
Summary of Internal Grooving G39
EZG EZ Bars@G22 G41
VNG System Tip-Bars G43

HPG 2-Edge Tip-Bars G44
PSG-S — Will be switched to EZG Tip-Bars G44
SIGE-EH / SIGE-WH / SIGE-WH-90 G47
GIV / GIV-E / GIV-W G52
KIGBA G54
KITG — Will be switched to KIGBA G55
KIGH G56
KIGM-V G57
KIGM-8 / KIGMU-8 G58
KGIA G59

Face Grooving G60~G96

Summary of Face Grooving G60

EZFG G64
VNFG System Tip-Bars G66
HPFG 2-Edge Tip-Bars G67
PSFG-S — Will be switched to EZFG Tip-Bars G67
TWFG/ TWFGT Twin-Bars G68
KGDF (Separate Type) G74
KGDF-Z (Integral Type) G78
KGDF (90°separate type) G79
GFVS-AA/GFVT-AA G84
GFV G86
GFVS /GFVT G88
KFMS G92
KFMS-8 G94
KFTB-S G95
GIFV (Boring Bar Type) G96
Technical Information G97~G104
Recommended Cutting Conditions G97
Guide for Grooving G102

Alternative Toolholder Reference Table for Grooving Toolholder G104

g/4
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G2

Summary of External Grooving -

- Integral Type

Type KGD

Edge Width (mm) 2.0~8.0
Grooving Depth (mm) 6~30
Ref. to Page G20

- Integral Type for Automatic Lathe

Type KGD
Edge Width (mm) 2.0~4.0
Grooving Depth (mm) 10~21
Ref. to Page G19
- Separate Type
Type *KGDS-S
Edge Width (mm) 3.0
Grooving Depth (mm) 10
Ref. to Page G22

* The separate type toolholders can accept all
the blades if their hand is matching.

B KGD Grooving (External Grooving & Turning) (G15~G27)

- Separate Type
Type *KGD-S
Edge Width (mm) 2.0~5.0
Grooving Depth (mm) 10~25
Ref. to Page G21

* The separate type toolholders can accept all
the blades if their hand is matching.

Low Cutting Force Low Feed

GS GL

General purpose

GM

High Feed Copying
PH




M External Grooving(Ge~G14, G36, G37)

Type KGBAS KGBA KGBS KGB KTG
Edge Width (mm) 0.33~4.8 0.33~4.8 0.5~4.8
Grooving Depth (mm) 0.8~5.0 0.8~5.0 1.0~5.0 1.0~5.0 2.0~5.0
Ref. to Page G9 G9 G11 G11 G14
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|| Grooving % n

Ground Ground Chipbreaker Ground

Edge
Shape

® Deep Grooving (Grooving Depth: ~25mm)

Ground Ground Chipbreaker GM
L Chipbreaker Full-R Chipbreaker Chipbreaker ) Chipbreaker Full-R Chipbreaker
General (Square) |Full-R (Round)|GM Chipbreaker|MY Chipbreaker h %

* These shallow groove types of the previous system will be
switched to the system on the left.

KGBS —— KGBAS
KS® 1 «kaBA

Type KGHS KGH KGA
Edge Width (mm) 4.0~8.0 4.0~12.0 3.0~5.0
Grooving Depth (mm) 13 13~17 20~25
Ref. to Page G36 G36 G37

Ground Chipbreaker

Molded Chipbreaker Molded Chipbreaker

G3
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Summary of External Grooving s

B KGM Grooving (External Grooving & Turning) (G28-G3s)

Type KGMM KGMS

Edge Width (mm) 3.0~5.0 3.0~5.0 7 3
Grooving Depth (mm) 4.8 438 (@5
G34

Ref. to Page G34
Molded Molded Chipbreaker Ground
Chipbreaker Full-R Chipbreaker

N

R e —

Type KGM KGM KGM-T KGMU
Edge Width (mm) 15~4.0 3.0~-8.0 2.0~6.0 3.0~5.0
Grooving Depth (mm) 10~16 9~25 17~30 3.5~45
Ref. to Page G32 G32 G33 G35
Molded Molded Chipbreaker Ground Deep Grooving /

Chipbreaker Full-R Chipbreaker Cut-off




B External Grooving of Precision Parts (G12, G13, G19, G32)

For Automatic Lathe

Type KGD Type KGM -
Edge Width (mm) 2.0~4.0 Edge Width (mm) 1.5~4.0 i
Grooving Depth (mm) 10~21 Grooving Depth (mm) 10~16 ) /
Ref. to Page G19 Ref. to Page G32 e

Molded Chipbreaker  Ground Chipbreaker

Type KTGF-F | KTGF S-KTGF
Edge Width (mm) 0.33~2.5 0.33~2.5 :
Grooving Depth (mm) 0.8~25 0.8~25
Ref. to Page G12 G13 L

Ground Chipbreaker

B For Aluminum Wheel External Grooving (External / Facing / Copying) (G38)

Type KGMW
Edge Width (mm) 6.0~8.0
Grooving Depth (mm) 25
Ref. to Page G38

1-edge
PCD

|| Grooving gﬁ n



Grooving Inserts @/

| Grooving %

. Applicable |nsertS P |Carbon steel / Alloy steel | @ (") @) ® Classification of usage
M |Stainless Steel [ ] (] O @: Continuous-Light Interruption /
(mm)| K |Cast Iron () O | 1stChoice g
Descriptio A od N |Non-ferrous Metals @ | ©: Continuous-Light Interruption /| § %
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys @ | 2ndChoice g %
GBA43_ 12.70 476 55 Hard materials (~40HRC) ™Y @) @) @: Continuous / 1st Choice | &0
GBA43%.480 12.70 5.00 55 H Hard materials (40HRC~) O: Continuous / 2nd Choice 2%
u— @©
(Previ Dimension (mm) ['MC| Cermet '85%5 PVD Coated Carbide | Catide Avplicabl &)%
. revious pplicable =2
L Destiee Description) | w | g | re g g § 8 8 8|8 g Toolholders =
Handed Insert shows Right-hand E 8 E = E E E E =
GBA327. 033-005 *1 - 0.33 | 0.8 )
050-005 *2 |GBA32%. 050*2 | 0.50 | 1.0 [ ] [ )
050-005 *2 - 0.50 | 1.2 o YN
075-005 |GBA32Y. 075 | 0.75 0.05 () LI K JK )
095-005 095 | 095 ' L () (L I JK )
100-005 100 | 1.00 L ) (I JK JK )
110-005 110 110 | 2.0 [ 2K )
120-005 120 | 1.20 [ J ( 2K J
125-020 125 | 1.25 o [ JX ) L JE JK JK )
130-020 130 1.30 [ ) [ 2K )
140-020 140 | 140 | 25 o ( 2K J KGBAW.---16
145-020 145 1.45 | 2.0 @ KGBAS'Y%---16
145-020 . 145 | 25 ) T KIGBA!/-++16 (Internal)
150-020 |GBA32%. 150 | 1.50 | 2.0 )
150-020 - 1.50 [ J ( JK
160-020 |GBA32%. 160 | 1.60 | 2.5 | 0.2 o ( JK
170-020 170 | 1.70 () (JL ]
175-020 |GBA32%. 175 | 1.75 | 2.0
175-020 - 1.75 o 000
200-020 |GBA327. 200 | 2.00 ® o 0
225-020 25 |225]| 25 () (L
250-020 250 | 2.50 [ J ( 2K J
300-020 300 3.00 ® [ 2K )
GBA437. 125-010 . 125 | o () () G9
125-020 |GBA43%. 125 |1.25 | [ 2K ) [ J ( JLJK ) G111
140-020 140 | 1.40| 35 | 0.2 ) YD)
145-020 145 145 | 2.0 G54
145-020 - 1.45 0.2 () [ JE 2K ) (Internal)
150-010 - 1.50 0.1 [ ) [ )
150-020 |GBA43% 150 | 1.50 (2 ) @ ® ©® 0 ® kgAY ..22-15
170-020 170 1.70 ( } ( 3 J KGBAS'%---22-15
175-020 175 1.75 0.2 [ ) ® O ©® O KIGBA%--22 (intemal)
185-020 185 | 1.85 | 35 [ J L JL ) (L 2 JK )
195-020 195 | 1.95 ( 2K J
200-010 - 2.00 0.1 [ ) [ )
200-020 |GBA43%. 200 2.00 oo [ X J ( 2K ) o
225-020 225 | 225 0.2 @ ( 2K J
230-020 230 | 230 o ( 2K ) ( 2K J [
250-010 - 250 | 50 | 0.1 o M) 1
250-030 | GBA43% 250 250 | 4.0 [ X ) [ ] @ =2
250-030 - 250 | 5.0 [ ) [ X ) #1
265-030 |GBA43%. 265 2.65 | 4.0 03 [ ) [ ) @ 2
265-030 . 265| 50 | [ J [ #1
280-030 |GBA43%. 280 2.80 | 4.0 [ ] [ ] @2
280-030 - 2.80 @ [ J
5.0 #1
300-010 - 3.00 0.1 [ ) [ )
300-030 |GBA43%. 300 3.00 | 4.0 [ X ) [ ] @ =2
300-030 - 300 | o () ( JLJK ) #1
325-030 |GBA43%. 325 325 | 0.3 R R "
330-030 330 3.30 | 4.0 [ ) [ ) [ ]
330-030 - 330 | 5.0 [ ) (L JK ) i1
- Dimension B shows available grooving depth. | Recommended Cutting Conditions @ G97

*1. The edge width tolerance of GBA32%. 033-005 : 0.33 %%
*2. The edge width tolerance of GBA32%. 050-005 : 0.50:3%
*MC indicates MEGACOAT Cermet.

* Applicable Toolholders
1:KGBA"....22-25T5, KGBAS':...22-25T5, KIGBA'...22
2:KGBAW....22-25T5, KGBAS'%...22-25T5, KGBA".....22-25, KGBAS %...22-25, KIGBA'*...22

e @ : Std. Item

Inserts are : | .
sold in 10 piece boxes. | R : Std. ltem (Right-hand Only)




. Appllcable Inserts L L © © Classification of usage
® L O @: Continuous-Light Interruption /
() O 1stChoice g
Description @ | ©: Continuous-Light Interruption /| :o: %
GBA32_ 9.525 3.18 4.4 @ |  2ndChoice g <
GBA43_ 12.70 4.76 55 . Hard materials (~40HRC) ™Y O O @: Continuous / 1st Choice E,Q
GBA43%.480 12.70 5.00 5.5 Hard materials (40HRC~) ©: Continuous / 2nd Choice 9%
(Previ Dimension (mm) ‘MC| Cermet %5%5 PVD Coated Carbide | Caride Avplicabl &)%
. revious ICable o
Insert DEESae Description) | w | g | re ,g' g § 8 5 288 g To%rl)holders =
Handed Insert shows Right-hand E 8 E g E E E X
GBA437. 350-010 - 350 | 50 | 0.1 o o
<0028 350-030 |GBA43%. 350 | 3.50 03 ) Y0 o oloo
% 400010 - 4.00 0.1 e o KGBAY....22-35
O Dl s 400040 |GBAATT. 400 | 400 | o0 oo eoeoo0oo0o KGBASL/L/R...22-35
) ::gg:g zgg :.30 04 ) Rle ©® ©| @ @ KIGBA%...22 (itemal
T - 50 @ R @ ® 00 e
480-040 480 | 4.80 ) Rl@® o ooe@
PRew GBA437. 140-010GM 1.40 0.1 M)
150-020GM 1.50 M) CGBATL..22-15
: 750206 178 1 45 L KGBAS...22-15
O ) 185 0.2 o KIGBA%...22 (iteré)
N\ w0025 200-020GM 2.00 ®
NI 230-020GM 2.30 (]
Molded Chipbreaker (@ %% 250-030GM | _ 550 °
GM Chipbreker 4 265-030GM | 265 ° KGBA"....22-25T5
e it KGBASY;...22-25T5
S00-030GH 800 03 L4 KIGBA...22 (riera) | G9
330-030GM 3.30 | 5.0 ) G11
350-030GM 3.50 ® KGBAY....22-35
R KGBASY...22-35 |G54
400-040GM 4.00 0.4 ( KIGBA:...22 (ilemal) | (e
GBA437. 175-020MY |GBA43%. 175MY | 1.75 M) M) YD) CGBATL..2215
185-020MY 18sMY| 185 | | M) M) o |0 KGBAS//.. 2215
2UGTA R 200 ® O & O Geas..22(mem)
230-020MY 230MY | 2.30 M) M) ) )
/ﬁ\ 250030MY | GBA43T. 250MY | 2.50 | 4.0 ° 2
1 e 250-030MY : 250 | 5.0 Y Y M 1
TAT-”“ PER = 265-030MY | GBAA3T. 265MY | 2.65 | 4.0 ° 2
olded Chipbreaker 4@ g,( [ 265-030MY . 265 | 5.0 °® ° °® 1
Chipbreaker L 300-030MY | GBA437. 300MY| 3.00 | 4.0 | o4 ° 2
. 300-030MY - 3.00 | 5.0 M) ™) ) 1
=8 ﬁi 330-030MY |GBA43%. 330MY | 3.30 | 4.0 R #2
g 330-030MY : 330 | 50 e @ R |+
350-030MY | GBA43. 350MY | 3.50 ) ) ® ® KGBA¥L....22-35
5.0 KGBASY;...22-35
4o0-040MY 400MY | 4.00 0.4 ® |(® |@® | KIGBA%...22 (temd)

|| Grooving % n

[ - Dimension B shows available grooving depth. | Recommended Cutting Conditions & G97
* MC indicates MEGACOAT Cermet.
* Applicable Toolholders
1:KGBAW....22-25T5, KGBAS'; ...22-25T5, KIGBA'%...22
2:KGBA"....22-25T5, KGBASY; ...22-25T5, KGBAW....22-25, KGBAS': ...22-25, KIGBA'*:...22

@ Rake Angle (o) after @ Rake Angle (o) after

Instaliment of GBA-GM type Installment of GBA-MY type

o Insert Description o Insert Description

10° GBA43%.150-020GM GBA43%.175-020MY
GBA43%.175-020GM 15° !

15° 2 GBA43%.350-030MY
GBA43%.265-030GM 14° GBA43%.400-040MY
GBA4TLI00-030GM | Lipsas e sk s e conerf e

120 :
GBA43%.400-040GM

o indicates the rake angle at the center of the
edge width, after installing insert.

@ : Std. Item T

. Inserts are
R : Std. ltem (Right-hand Only) i sold in 10 piece boxes.
S



Grooving Inserts

R -

. Appllcable Inserts L J ° © ) Classification of usage
o @ O @: Continuous-Light Interruption /
@ O 1stChoice s
Description @ |©: Continuous-Light Interruption /| :o: %
GBA32_ 9.525 3.18 4.4 @ | 2ndChoice g s
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) o O O @: Continuous / 1st Choice | & |2
GBA43%.480 12.70 5.00 55 Hard materials (40HRC~) ©: Continuous / 2nd Choice | © %
- @
Dimension (mm) |'MC| Cermet %5%5 PVD Coated Carbide | Catie ) & %_
_ (Previous Applicable o
Insert Description L 2|z|8lol® wiwl 9o <
Description) Slg|8€lala T28c Toolholders
Wi B |re |ES g &l EEE&IE
Handed Insert shows Right-hand a|F|F|F|a oo o
GBA32R 200-100R 2.00 1.00 R R KGBAR...16
Prvers— - 2.5 KGBASL...16
4 300-150R 3.00 1.50 R R KIGBAL...16 (Internal)
GBA43%. 100-050R |GBA437. 050R | 1.00 | 2.0 | 0.50 | @ { I ) ® @ ® ® KGBAY...22-15
( , 150-075R 0758 | 150 | . 075 |@ © 0 (00 0 @ KGBASL.215 |~g
\44 200-100R 100R [2.00] °° [1.00 | @ Y ® ©® @ @ KIGBA%...22 (intemal) G11
R -
Pl 2 250-125R 1258 | 2.50 125 o0 o000 022
FullR (Round) KGBAS'...22-25
4.0 KGBA“/t/...22-25T5 G54
p KGBAS'%...22-25T5 | (|nternal
300-150R 150R | 3.00 1.50 o0 ® o0 e KIGBAY...22 ((ena) ( )
'_ KGBA'....22-35
400-200R 200R | 4.00 | 5.0 |2.00 R @ ® @ | ® @ KGBAS'..22-35
KIGBA'%...22(Internal)
[- Dimension B shows available grooving depth. | Recommended Cutting Conditions & G97
*MC indicates MEGACOAT Cermet.
. Applicable Inserts Classification of usage
@: Continuous-Light Interruption /
1t Choice g
Description [ ] (: Continuous-Light Interruption / :o: %
GBA32_ 9.525 3.18 4.4 o 2nd Choice o=
GBA43_ 12.70 4.76 5.5 Hard materials (~40HRC) @: Continuous / 1st Choice | &2
GBA43R/L480 1270 500 55 Hard materials (40HRC~) O . (O: Continuous / 2nd Choice 9 %
- @
Dimension (mm) | CBN | PCD A &)%
L i pplicable [
Insert Description D(Preylct)y S 28|52 Toolhold <
escription) | \y B e (202188 oolholders
. m m | a | o
Handed Insert shows Right-hand X | X | ¥ | X
GBA32R 125-010 |GBA32R 125 1.25 R KGBAR...16
2.0 | 0.1 KGBASL...16
150-010 150 | 1.50 R|R KIGBAL...16 (Interal)
GBA437. 125-010 |GBA437. 125 125 20 0.1 [ J
125-020 125 ) ) 02 @ ©® . G9
y KGBA%....22-15
150010 1014 50 0.1 e o KGBAS#..22-15 |G
150-020 150 35 | 02 @@ KIGBAY...22 (nteral)
200-010 200 ’ 0.1 ( 2K J
GBA2 8-1.7 200-020 200 2.00 02 @ @ God
GBA43 S=19 i : {|mema|)
250-010 250 250 0.1 ( 2K J KGBAH/LL/...22-25
y : KGBAS'...22-25
250020 250 4.0 02 10 @ KGBA'....22-25T5
300-010 CLLU P 0.1 LA KGBAS...22-25T5
300-020 300 ) 02 @ @ KIGBAY...22 (Internal)

\~ Dimension B shows available grooving depth. \

Recommended Cutting Conditions & G97

GBA type applicable for KGBA / KGBAS type toolholders is also usable for KGB / KGBS type toolholders.

@ Rake Angle (o) after Installment of GBA type

GBA327.000-000 GBA43%.000-000 |GBA43%.000O-O0O0-R (Full-R)
o Insert Grades o Insert Grades o Insert Grades Full-R Description
TN90,PV7040,PR930 0° KBN510, KBN525 10° TN90,PV7040,PRI30 050R~150R
1071 PRITIS,PR1215,PR90S TCA4ON,TN9O,PV7040, PRI30 PRI PRIZ10, 005
KPD001,KPDO10 10°|  PR1115PR1215,PRI05 TNSO0,PV7040,PR930 200R
KPD(501 KPDb10 140 PR1115,PR1215,PR905
20° KW10 20° KW10 KW10 050R~200R

For GM Chipbreaker and MY Chipbreaker, ref. to page G7.

l sold in 10 piece boxes.

Inserts are

CBN & PCD Inserts are

1
1

I
| - -

) sold in 1 piece boxes.
<

@ : Std. Item

R : Std. ltem (Right-hand Only)



External Shallow Grooving Toolholders -

Lever Lock

B KGBA

@ Alternative Toolholder Reference Table

»Lr
= 6 o KGBA <= (KGB)

zo\L T ; > KGBA#..-22-15 KGB".---22-15
< L2 L1 o KGBA%.--22-25 | KGB.--22-25

'/ \
YO KGBAW..--22-35 | KGBWY...-22-35
< T KGB#..--22-25
o ) KGBA.---22-25T5| (Available grooving
Right-hand Insert for Right-hand Toolholder, depth has a limit)

Left-hand Insert for Left-hand Toolholder.

¢ Right-hand shown

B KGBAS

- Short shank type is not available for KGB / KGBS.

@ Alternative Toolholder Reference Table

‘ T i @ KGBAS &= (KGBS)
l i R g o KGBAS.---22-15| KGBS.---22-15
T Nn KGBASH,---22-25| KGBSW.---22-25
afl -
1 1 * KGBAS?,-22-35| KGBS?--22-35
Tz KGBS7.---22-25
Left-hand Insert for Right-hand Toolholder, KGBAS"/.---22-25T5| (Available grooving ]
* Right-hand shown Right-hand Insert for Left-hand Toolholder. depth has a limit)
® Toolholder Dimensions o
Spare Parts 3
. . 8
Std. Dimension (mm) Clamp Set | Wrench &
L Applicable Inserts
Description @ G6~G8 —
R|L|Hi=h|H3| B |L1|L2|F1|A|T
KGBAF. 2020K-16 ®® 20 20 [125 25 | e -
SEoEM-16 e e 25 40|55 150| 24| 50 2.5 LGBA-167%.S GBA327type
2020K22-15 @@ 20 20 [125 25
2525M22-15 @@ 25 40| o5|150]%55] 30 | 10|40
2020K22-25 @@ 20 20 [125 25
2525M22-25 @ @ 25 40 25 150|255 30 |20 |45
2020K22-25T5 ®/® 20, 201250 [25,, FT-15
2525M22-25T5 ® ® 25 ™" 25|150/™> 30 |7, LGBA-227%.S GBA43%itype
2020K22-35 ®(® 20 |, 201250255,
2525M22-35 @ ® 25 “Y| 25 150> 30 | =
2020H22-15* ° 1.0 4.0
2020H22-25" @ | 20|40/ 20 (100255 25 [2.0 |45
2020H22-35* D 3.0 /5.5
KGBAS". _ 2020K-16 @ ® 20 4020|125 25 | }
SESENILIE ® @ 55 45|25 |150| 25 | 30 25 LGBA-16Y:S GBA32's type
2020K22-15 ®/®( 204520 [125| . [27 [ 140
2525M22-15 ®|®| 25 5.0 25 150 32 | Y
2020K22-25 ®|® 20 [45] 20 [125 27
2525M22-25 @ @ 25 50|25 150| 2® |32 |20|45 LGBAZ2US FT-15 GBAA3: tyne
2020K22-25T5 ®/®| 20 4520 [125| . [27 |, R RP
2525M22-25T5 @ ®| 25 |5.0] 25150 32 | =7 ¢
2020K22-35 ®/® 20 (4520 [125| 5 |27 |54
2525M22-35 @ ®| 25 5.0 25 |150 32 | >

- Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. ‘

- Clamp Set : KGBA%....LGBA-OORS for Right-hand Toolholder, and LGBA-OOLS for Left-hand Toolholder.
KGBAS"....LGBA-OOLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.

M External Grooving Toolholders KGBA Short Shank types are available

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

@ : Std. Item

* mark indicates short shank type

G9
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G'I 0 :\ sold in 10 piece boxes.

= GB inserts will be switched
Grooving Inserts ™ e

M Applicable Inserts
Classification of usage
(mm) @: Continuous-Light Interruption / 1st Choice
Description A T (: Continuous-Light Interruption / 2nd Choice
GB32_ 9.525 3.18 @: Continuous / 1st Choice
GB43_ 12.70 476 H Hard materials (~40HRC) O: Continuous / 2nd Choice
GB43%.480 12.70 5.00 Hard materials (40HRC~)
; : PVD |
Dimension (mm) |Cermet| . Lk PCD Applicable Ref.to Page
Insert Description C |22 g 8¢5l for Applicable
W | B o |2|8/8|8|2|8|8| Toolholders Toolholders
O|o|x| <2 o
Handed Insert shows Right-hand re - |o o | X
GB32%. 050 * 0.50 | 1.0 C0.05 AR
oo 075 0.75 AR
A c W_(; 095 0.95 R|R
=) 100 1001 20 3 KGBY. 16
| 125 125 coto —= R KGBSY: 16
] 145 145 RIR
eneral (Square) ‘_u_;T 150 1.50 AR
(C(?rnemsl(()igmlerld) 200 200 P 5 A R
(Corner is Chamfered) 250 2.50 . RIR
GB43%. 125 0.1 AN
125 1251201 o5 |alala
— 145 1.45 | 2.0 02 |AIRIR
GB32
ee 150 1 50 0.1 A
150 ) 0.2 |AIA|A KGB®L --22-15
175 1.75 02 |AIAIR KGBS'%:  ---22-15
185 1.85 | 3.5 0.2 |A|AIR
200 0.1 AN
PR 200 200 02 |Alala
= 230 2.30 0.2 |A|AIR
250 0.1 AN
250 2.50 03 |AlalA
General (Square) T 265 2.65 0.3 AIR|R R ...29.
(Corner is R shape) 280 2.80 4.0 0.3 YANVAN R KGB /LL 22-25
KGBSY: -..-22-25
300 3.00 0.1 A
300 ) 0.3 |A|A|A
_— 330 3.30 03 |AIAIR
GB43 type 350 0.1 A
350 350 03 |AlAlA G11
400 0.1 VAN R
GB insert changes to GBA type. 400 4.00 5.0 0.4 A A A ESES/LL/H ;g gg
Check th rner-R(re)of th el
insz::t \:/hz:c::h:ngirfg Jortne 430 4.30 0.4 A R R
450 4.50 04 |AR|A
480 4.80 04 |RIR|A
GB43%. 125 1.25 | 2.0 R
KGB"L --22-15
150 1.50 35 = KGBS'Y%:  --22-15
200 2.00 0.1 R
250 2.50 40 R| kGB™ ...22-95
300 3.00 | A|KGBSY  -..22-25
GB43%. 050R 1.00 | 2.0 0.50 VANVAN
KGB®L --22-15
B 075R 1.50 a5 0.75 VANVAN KGBSYs  ..22-15
y - A 100R | 2.00 100 | |A|A
y
o, TlE ll 125R 2.50 0 1.25 VANVAN KGB, ..22.25
: L ey -
150R | 3.00 150 | |ala KGBSY: 2225
KGB"L --22-35
Full-R 200R 4.00 | 5.0 2.00 JANVAN KGBSY:  ...22-35
\~ Dimension B: shows available grooving depth.\ Recommended Cutting Conditions ©) G97
- The edge width tolerance of GB32%.050 is different 0.50:3% (*)
* Material selection standard when changing to GBA.
GB Inserts = GBA Inserts
TC40N TC40N / PV7040
TC60M TN9O
PR630 PR1215/PR1115
PR930 PR1215/PR1115
KPDO10 KPD001(KPD010)
* Check the corner-R(rz)of the insert when changing. /\ 2 Will be switched to new item(Check Availability)
e I R : Std. ltem (Right-hand Only)
' Inserts are CBN & PCD Inserts are Will be switched to new item (Check Availability)

I
I
sold in 1 piece boxes. |



External Shallow Grooving Toolholders [for GB / GBA Insert]/

B KGB (will be switched to KGBA @ G9)

Top Clamp

«Right-hand shown

L1

[ Ht el

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

M KGBS (will be switched to KGBAS @ G9)

¢ Right-hand shown

—
2 [ m
h o L2 — L1

n ™
_I]

A |
s -

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

® Toolholder Dimensions

: . Spare Parts ,
Std. Dimension (mm) Clamp | Clamp Bolt |  Spring wrench _|Applicable
Description e
RIL|Hzh|H3 | B [L1|L2|F1| A | T \@' ® G6~G8
- @G10
KGB™. 2020K-16 |00 20 | |20 [125] |25 . 0B327. tyoe
2525M-16 O|0| 25 25 | 150 30 B : GBA32%/. type
2020K22-15 |0|0)| 20 20 |125 25
- 115 25.5 1.0 | 4.0
2525M22-15 |O|O)]| 25 25 | 150 30 R ! _
2020K22-25 ||| 20 |11 | 20 [125 5o 25 | 50 ag| o0 f | BHeX25 |  SP-6 LW-4 - oBagit ype
2525M22-25 (O|0O| 25 ) 25 | 150 i 30 ’ i GBA43%. type
2020K22-35 |0|0)| 20 20 | 125 25
2525M22-35 |O|O| 25 |11-2| 25 | 150|2%-5| 39 | 30| 55
KGBS7. ~ 2020K-16 [C/O[ 20 [, [20[125] |25 [, GB32 type
2525M-16 O|0| 25 25 | 150 30 : GBA32Y% type
2020K22-15 |00 20 20 |125 27
11.5 25 1.0 1 4.0
2525M22-15 |O|O)| 25 25 | 150 32 L y _
2020K22-25 ||| 20 |1 o] 20 [125| o | 27 |50 ag| oo fa | BHEX25 |  SP-6 W4 aBa3th ype
2525M22-25 (O|O| 25 ’ 25 | 150 32 ’ . GBA43Y% type,
2020K22-35 |0|0)| 20 20 | 125 27
2525M22-35 |O|0| 25 |'1®| 25 | 150| 2% | 30 | 30|55

\ - Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. \

- 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.

@ Rake Angle (o) after Installment of GB

GB32%.000 GB43%.000 GB43%L.O00O0R (Full-R)
o Insert Grades o Insert Grades o Insert Grades
. TC60M .| TC40N TC60M . | TCeOM
5 PR630 5| PR630 PRO30 | > | PR630 } 050R~150R
10° KPD010 TC60M
20° KW10 : W 14°|PRO30 | 200R
20 10 KW10:--050R~200R

O : Check Availability

—

KGB Toolholder

KGBA Toolholder

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

Better Chip flow.

* For applicable insert, GB insert will be switched to GBA.
There are various type of GBA insert materials available
dependent on the user's cutting condition requirements.

|| Grooving % n

G11



Screw Clamp

External Shallow Grooving Toolholders [for TGF Insert]/

B KTGF-F (without offset)

> 2-5) * *Clamp screw can also be operated from this side.
i 1 i
b i )
20* — y Hi ,El I v
i N 5 L1 = ?
o Insert Grades ja > > - \ 8
.| PR1115, PR1215 A I A
20 PR930, KW10 cv @\ i I K
11° KPDOO01 AWZAN / T "
6° TC40N %A
¢ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
B KTGF (with offset)
> (2.5)
A \ A
- l o
[T ! " '
\ I A
i 2° L1 0]
o L2 I
o Insert Grades — ‘ £ "
A A
.| PR1115, PR1215 -
20°| " PR30, KW10 N ® v T
11° KPDOO01
6° TC40N )
g’ ¢ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
>
8 e Toolholder Dimensions
O]
. . Spare Parts
= Std. Dimension (mm) Ciamp Scrow] Wrench
Description an) o
R|L|H=h|H2 [H3| B |L1| L2 | F1 v /®
KTGF?. 1010JX-16F (@ @ 10| 2 10 10
1212JX-16F (@@ 12 ) 25112 |120|18.5| 12 SB-4070TRW| FT-8
1616JX-16F @ @ 16 16 16
KTGF". 1212F-16F ®® 12| - (25|12 |85 [185] 12 SB-4070TRW| FT-8
KTGF?. 1010F-16 ®® 10| 4 10 | 80 12
1212H-16 00 12| 2 12 {100 /18.5| 16
1616H-16 @ ® 16 25|16 |100 20 SB-4070TRS | FT-10
2020K-16 @0 20 - 20 [125 20 25
2525M-16 ®® 25 25 |150 32

® Usage difference between KTGF-F and KTGF toolholders
Q: What is the difference between "Without Offset" and "With Offset " of KTGF 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 F1 dimensions as shown below.
It is necessary to use “Without Offset” in such cases.

Dimension F1

Dimension F1

No gap Dimension B Large gap Dimension B

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

@ : Std. Item

G12




Screw Clamp

B S-KTGF (Sleeve Holder)

L1 He o Insert Grades
o zv_F—ZO H1 oo:| PR1115, PR1215
o2 | 3 & ‘ PR930, KW10
or o =B g ] 11 KPDO0O01
g LI ‘ 6 TCA40N

¢ Left-hand shown ‘ Right-hand Insert for Left-hand Toolholder.

Note1) Dimension B shows available grooving depth.

® Toolholder Dimensions

Spare Parts

Dimension (mm)

Clamp Screw| Wrench
Description Std. B
oD | L1 | F1 | F2 | od1 | ¢d2 | Hi=H2 V /®
S12F-KTGFL16 ® 12 | 8 11.0 11
S14H-KTGFL16 [ ] 14 100 9.0 13.0 13
S15F-KTGFL16 ® 15875 : a6 s
S16F-KTGFL16 ® 16 . : .
S19G-KTGFL16 ° 90
S19K-KTGFL16 ° 19.05 120 10.5 17.6 17 SB-4070TRS| FT-10
S20G-KTGFL16 ° 90
S20K-KTGFL16 o 2 1o 1.0 | 186 18
$25.0H-KTGFL16 ® 25 | 100
S25K-KTGFL16 ® 254 | 120 | 0 | 140 ] 236 32 | 23

|| Grooving % n

[ | Applicable Inserts ® 00 Classification of usage
| M |[Stainless Steel | @ )| @ @: Continuous-Light Interruption /
(") 1st Choice
(mm) (") [ ] (©): Continuous-Light Interruption /
e [ B ) 2nd Choice
Description s v 0d H Hard materials (~40HRC) [ ] O |0 @: Continuous / 1st Choice
TGF32_ 9.525 3.18 4.5 Hard materials (40HRC~) ©: Continuous / 2nd Choice
Dimension (mm)|Cermet| ¥EGR PVD Codtedcyrige pep e
Insert Description = [ 2 lal2lal 5 | fEEks s
W/ B |r | J = 2=z § Toolholders 1o
Handed Insert shows Right-hand ™ E o E X 3
TGF32%.033-005 | 0.33| 0.8 0.05 R R|R|R
050-005 |0.50 | 1.2 ) R ®@ © O R
075-010 | 0.75 R ® O o R
095-010 | 0.95 R ® O o R
100-010 | 1.00 R ® O o R
120-010 | 1.20 () ()
125-010 | 1.25| 2.0 R ® O o R
140-010 | 1.40 0.1 [ J [
145-010 [1.45 R |  ® @ e R KTGF?....16F G12
150-010 | 1.50 R ® O o R KTGF%....16 G13
175-010 | 1.75 R ® O o R S...KTGF7-16
200-010 | 2.00 o5 R ®@ o o R
250-010 |2.50 | R ® O o R
TGF32%.125-010 | 1.25 R
2.0
i 150-010 | 1.50 0.1 R
125-1505=17 _|T] 200-010 |2.00 | 2.5 R
I-edge 200 S=1.9
- Dimension B: shows available grooving depth.‘ Recommended Cutting Conditions @ G98
@ 3t hom (Right-hand Only) { insertsare E " CBN&PCDInserts
)

l sold in 10 piece boxes.

i I
I
. aresoldin1 piece boxes. ! G'l 3



External Shallow Grooving Toolholders [TG Insert]/

Screw Clamp

B KTG (will be switched to KGBA @ G9)

« Right-

hand shown

e
e | o
e
< ;TG L2 g .
=7

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

® Toolholder Dimensions

Description

Dimension (mm)

Spare Parts

Clamp Screw

Wrench

H3

L1

L2

A

E

-

KTG"L

2020K-16
2525M-16

3.0

125
150

20

2.5

SB-4TR

2020K22-15
2525M22-15

3.0

125
150

25

1.0

4.0

2020K22-25
2525M22-25

3.0

125
150

25

2.0

4.5

2020K22-35
2525M22-35

O
O

3.0

125
150

25

3.0

55

GS-50

LW-3

‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth.

Grooving %

* GBA Insert cannot be installed to this toolholder.

—— [l Applicable Inserts

(TG insert will be switched to GBA @((,-‘.6)~G8)
mm

m Stainless Steel

Classification of usage

@: Continuous-Light Interruption / 1st Choice
Description A T ¢d “ ): Continuous-Light Interruption / 2nd Choice
TG32_ 9.525 3.18 4.5 Hard materials (~40HRC) . Continuous/ 1st Choi?e
TG43_ 12.70 4.76 55 H Hard materials (40HRC~) - Continuous /2nd Choice
Dimension (mm)| Cermet RetloPage
Insert Description C |olo|Z|=| Applicable Toolholders | forApicatle
W | B | o 2288 Toohalders
Handed Insert shows Right-hand re ||k :‘_’ f;’
y 2008 TG32%. 075 0.75 O
Gene(al (Square) 095 0 95 O
(Corner is Chamfered) ' tt 125 1 25 O
\ g 145 145 2.0 |C0.1[0 KTG..-16 G14
150 1.50 O
e 175 1.75 O
TG32 type (Corner is Chamfered) 200 2.00 @)
TG43%. 150 1.50 O
i 175 1.75 O R
f 200 5001 35|02 |5 KTG%.--22-15
=008 230 2.30 ®
A N 250 2.50 O
A Y 265 265 o
«' g 280 2.80| 4.0 O KTG?.--22-25 G14
oot ‘ 300 3.0 9315
T 330 3.30 O
350 3.50 O
400 4.00 O R
L 430 4230|5904 O KTG"....22-35
ype
450 4.50 O

‘ - Dimension B: 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 depending on the user’s
cutting condition requirements.

* Check the corner-R(re)of the insert when changing.

_____________________

Inserts are

sold in 10 piece boxes.

Recommended Cutting Conditions @ G98

KTG

m

KGBA

O : Check Availability




KGD Grooving

M Features

gz’z Various insert lineup

® Smooth chip control

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

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

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

® Application Map ® Chipbreaker Selection
Grooving and Turning Application

T
=)
=

High Feed

General External Grooving
purpose
Non-ferrous Low Feed Carbon Steel High Feed

Metals Alloy Steel

Cutting force

Stainless Steel

Interruption

v v v

Low Cutting Force Low Feed General purpose High Feed Copying

GS GL GM PH CcM

|| Grooving % n

Low rigid
Low Feed Rate High material

L

® Comparison of Chip Control (SCM415 Vc=150m/min, f=0.15mm/rev)

GM Chipbreaker Competior A Competitor B
Smooth chip control

¥

Less chip biting troubles

® Features of MEGACOAT ® Comparison of Wear Resistance

0.20
Cutting Conditions : Competitor C PR 1 225:
. et 1st choice for cut-off, grooving and turning.

Ve=200m/min,
ap=2.0mm
f=0.1mm/rev

40

)

o

=

o
T

@
S

Competiogd PR1215: _

With superior wear resistance,
Competitore  PR1215 recommended for grooving and cut-off
under the stable conditions as well as
machining of cast iron.

=]
o
o

Hardness (GPa)
3
Frank wear (mm

=)

o
o
a

0 200 400 600 800 1,000 1,200
Oxidation temperature (°C)

o
o
=}

20 40 60 80 100
Cutting Time (mm)

o

G15



KGD Grooving s

Integral Type Separate Type

® 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.

Even if the blade is broken, you only need to replace the

broken part.

R -

Toolholder

M Structure of toolholder unit (Toolholder + Blade)
® KGD-S (0°separate type) ® KGDS-S (90°separate type)

Insert clamp bolt

Toolholder

Blade fixing bolt Blade

Toolholder

*Note for the toolholder and blade combination of *Note for the toolholder and blade combination of
0° Separate Type 90° separate type
Toolholder (KGD. OOOO-C) Toolholder (KGDS%. OOOO-C)
+ +
Blade (KGD®.-OTOO-C) Blade (KGDY%-OTOO-C)
= Right-hand Blade for Right-hand Toolholder, = Left-hand Blade for Right-hand Toolholder,
Left-hand Blade for Left-hand Toolholder. Right-hand Blade for Left-hand Toolholder.

G16



Inserts for Grooving and Cut-off f_-

B GDM DM D - e ©
G IG S / G G Classification of usage m ® | O
@: Continuous-Light Interruption / (") %
©: Cintinﬁgfs-ught Interruption / fon-ferous Vetals L %
2nd Choice L o ?
@: Continuous / 1st Choice T [LerimaterialclGOHRAC) O <9
O: Continuous / 2nd Choice Hard materials (40HRC~) 2 g
O =
o O
Dimension (mm) Cermet | "% MEGACOAT | Cattide | & 2
[e]
Insert Description W o BlR[w|[w|®
k(M| L|H|S|2 | 8|9 g (F
Tolerance L S S - SO
GDM 2420N-020GM | 2.4 0.0 1:95 0 e o
3020N-020GM | , gl PO 0 e o G19
3020N-040GM | ™|  .10.4 |~ 0 e e G20
4020N-020GM =02 0 o o G21
4020N-040GM | 4.0 04133 50,5 @ e o G22
4020N-080GM 0.8 Yl e e o
5020N-040GM 0.4 0 e o
5020N-080GM | °©| 0.8 %2 ° ° o gg?
6020N-040GM | . . ™[ 0.4] . , 0 e o G2
.g General purpose 6020N-080GM | 0.8 i L) e o
5 2-edge 8030N-080GM | 8.0 x0.05| "~ 6.0 | 30 | 5.5 IO G20
E < N GDMS 2220N-020GM | 2.2 0.2[1.75 0 NI G19
2 %@; 3020N-040GM | 3.0 1003  , [2.3 ° o o a0
g EE— 4020N-040GM | 4.0 7133|2043 @ LK) G22
0] (@]
T 5020N-080GM | 5.0 42 ° o o G20 2
g C__5-0 6020N-080GM | 6.0 - %8 155 ° ° o &2 3
GDM 2420N-020GL | 2.4 0.0 1:95 0 e o G19 &
3020N-020GL | , 03 0 e o G20
3020N-040GL |~ |0.03 0.4 | < ° e o G21| ——
4020N-020GL 0.2 20|43 ® e o
4020N-040GL | +© 33 ° o o G22
5020N-040GL | 5.0 0.4 4.2 ° e o G20
Low Feed +0.04 G21
2-edge 6020N-040GL | 6.0 5.2 ° e o G22
GDG 2520N-020GS | 2.5 2.0 0 ® o @ Gi9
3020N-020GS | 3.0 0223 0 ® | ® @ G20
o 3520N-020GS | 3.5 2.8 ° ® | o[ @ G2
H 4020N-040GS | 4.0 |.0 00 33|20 |43 @ ® o | & G22
5 5020N-040GS | 5.0 0.4 142 ° e o o ggg
Low Guting Force 6020N-040GS | 6.0 5.2 ° e © o G2
2-edge 8030N-040GS | 8.0 6.0/30 55 @ ® o e G20
- GDM  3020N-150R-CM | 3.0 00s 1523 20 ° o o an
£ +
2 . G21
8 4020N-200R-CM | 4.0 2.0/33 43 ° e o é%2
x 5020N-250R-CM | 5.0 25 4.2 ) C ) G20
T £0.04 *21 G21
6020N-300R-CM | 6.0 30|52 ° e o G22
GDM 2020N-020PH | 2.0 0215 o o o
i 3020N-030PH | 3.0 [£0.03) 0.3 | 2.3 | 20 e o o 619
2 4020N-030PH | 4.0 0.3/33 i3 o o o G20
2 GDMS 2020N-020PH | 2.0 0215 ' o o o g21
s I W — 7 ) 22
& : ° 3020N-030PH | 3.0 +0.03| 0.3 | 2.3 | 20 o o o
High Foed 45 4020N-030PH [ 40| |0.3[3.3 o o o

*GDM50/60-CM differes from other descriptions in length (L) to avoid interference of a toolholder with workpiece.

@ Inserts Identification System

Recommended Cutting Conditions @& G25, G26

(2)Tolerance Symbol (4) Width (6) Hand of Tool
M: M Class 20: 2mm N: Neutral
G: G Class 30: 3mm

40: 4mm

I | |
|G|D||M||§||3o||2|o||N| —IO:IOI|GM|

(1) Series

(3) No. of edge

(5) Insert Length

@ : Std. Item

(Without Indication) : 2-edge
S: 1-edge

20: 20mm
30: 30mm

(8) Chipbreaker Symbol

GL: Low Feed
GS: Low Cutting Force

GM : Grooving and Turning

CM: Copying
PH : High Feed
NB : Without Chipbreaker

(7) Corner-R (re)

020:0.2mm
040:0.4mm
150R: 1.5mm (Full-

R)

G17



Inserts for Grooving

. GDGS (CBN / PCD) Classification of usage m
O o Cnoge RN N Nonterrous wetats | o ¢
(: Continuous-Light Interruption / [ 5 o
o énd Choice istoh H Hard materials (~40HRC) ‘.q_,) E
: Continuous / 1st Choice - o
(: Continuous / 2nd Choice H_ard materials (40HRC-) LJ §|9
Sintered Steel [ ) )
MEGA =8
Dimension (mm) ARSIE corr | cen | pep | @ £
CBN a
Insert Description W =88 <
re [ M| L H|S 0|22 §
Tolerance 2 0 ¢
CBN a GDGS 2020N-020NB| 2.0 0218 ® O @ g9
ﬁgﬂi ] 3020N-020NB 0.2 ® | oo
L . 3020N-040NB 3.0 0.4 23 e o a21
2 Y= Zf 4020N-020NB| , | 02,4 °
g sco 4020N-040NB| "~ 2003 04 |~ |20 (43|29 - | @ @ G22
O] b= kN -
ﬂ = 5020N-020NB 50 0.2 4.2 ([ J G20
TSI, 5020N-040NB 0.4 o o 21
vor 6020N-020NB 6.0 0.2 50 ([ J
-odge Y74 6020N-040NB| - 04> o o G22

Recommended Cutting Conditions @& G25, G26

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

(@]

E . .

3 @ Insert setting angle for grooving toolholders

© KGD...0° Conventional tools KGM...5°

.

G18

‘

New Insert

GDM

oy

New Toolholder

KGD

is not recommended.

Conventional Insert

!

Conventional Toolholder

Installing conventional inserts to the new toolholder

@ : Std. Item




Toolholders for Grooving and Cut-off s

Il KGD (Integral Type for Automatic Lathe) Width: 2.0~4.0mm
L= m
N
Insert Setting Angle ; L2
%) \ | ‘/
=2 \ 1/
w 9l ]
o %1 1 Vi E
L AN\~
! <
KGDR1616 Al & o
) - L1
* Right-hand shown
® Toolholder Dimensions
Cutting . . Width Spare Parts
Std. : Dimension (mm
Dia. (mm) W(mm) | Clamp Screw Wrench
Description
@
R|L |¢Dmax |Hi=h|H2| H3 |H4 | B | L1 | L2 | F | A |[MIN.|MAX. %
KGD#. 1010JX-2 ®® 20 102 8 |10 18 |9.15 E@
SB-40120TR LTW-15S
1212JX-2 Ll 24 12 2 10 | 121120 |19.5/11.15/ 17 | 2.0 | 3.0 ‘ for Clamp Screw Recommended tightening torque 2.0N-m ‘
1616JX-2 e 32 16 | - 10 | 16 24.5|15.15 g)
KGD". 1010JX-2.4 |@ @®| 20 | 10 | 2 8 | 10 18 9 3
SB-40120TR LTW-15S o
1212JX-2.4 Ll 24 12 2 45 10 | 121120 |19.5] 11 |2.0| 24 | 3.0 ‘ for Clamp Screw Recommended tightening torque 2.0N-m ‘ (O]
1616JX-2.4 ® e 32 16 | - 10 | 16 245| 15
KGD%. 1212JX-3 ® 0 24 12 | 2 10 | 12 19.5(10.8 3.0 SB-40120TR LTW-15S
1616JX-3 Y ) 32 16 ~ 10 | 16 120 245(14.8 24130 4.0 \ for Clamp Screw Recommended tightening torque 2.0N-m \
KGD®. 1212F-2 ® e 24 12 | 2 10 | 12 19.5|11.15/1.7 | 2.0 | 3.0 SB-40120TR LTW-15S
1212F-2.4 eole o 12| o 10 | 12 85 195 11 |20] 2.4 | 3.0 [ for Clamp Screw Recommended tightening torque 2.0N-m |
KGD". 1616JX-3D38 | @ | @ | 38 16 | - 10 | 16 29 |14.8
SE-50125TR LTW-20
2012JX-3D42 @ | ® 42 20 | - 6 14 12 1120 31 10.8/2.4| 3.0 | 4.0 [ for Glamp Screw Recommended tightening torque 2.5N-m |
2020JX-3D42 @ © 20 18.8
Note) 1. 4mm width Insert can be installed in KGD%.1212JX-3, but is not recommended due to the toolholder's rigidity. Applicable Inserts ®G17, G18

2.Recommended tightening torque of clamp screw : 2.0N-m(Clamp screw : SB-40120TR), 2.5N-m(Clamp screw : SE-50125TR)
3.When machining the material greater than ¢36mm with KGDRY/L...-3D38 or KGDRI/L...-3D42 toolholders, please use 1-edge inserts.

@ Toolholder Identification System

K G D R 1 61 6 JX - 3 D38 (Integral Type for Automatic Lathe)
| | | | |

Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Cutting Dia.
R: Right-hand| GDM/GDMS oDmax
L: Left-hand 16x16mm 120mm 3~4mm 38mm

KGD R||1616 H |- 2 T | 06 | (ntegraiType)
| | | | |

Toolholder Hand Shank Size Tookholder Length | | Applicable Inserts Max. depth of cut
R: Right-hand| GDM/GDMS .
L: Left-hand 16x16mm 100mm 2-3mm 06 : 6mm

KGD
R 2020 X - 3 T 10 S (Separate Type / Unit Description)
KGDS 1" =1 T |

Toolholder Hand Shank Size Toolholder Type | | Applicable Inserts Max. depth of cut
R: Right-hand Unit GDM/GDMS .
L: Left-hand 20x20mm Description 3~4mm 10 : 10mm

@ : Std. Item

G19



Toolholders for Grooving and Cut-off s

Bl KGD (Integral Type)

A T
w [a0]
— L2 °
® ( -
Al )
o — e
« Right-hand shown
® Toolholder Dimensions
= : Spare Parts
a 2 Std. Dimension (mm) Ww(lgmw)
£ _g,\ Clamp Bolt| Wrench
= ‘gg Description
T | O~
s § R|L|HizhjH2 |H3| B | L1 |L2 | L3 |F1| A | T |MN.|MAX. /
@ E
KGD7. 1616H-2T06 | @ @ | 16 | 4.0 16 [100|27.7|28.0(/15.2 HHEX16
2 6 2020K-2T06 | @ | ® | 20 20 [125/28.0 19.2 6
§ 2525M-2T06 | @ @ | 25 25 |150|28.0 24.2 HH5X25
5] KGD?%. 1616H-2T10 | @ @ | 16 | 4.0 16 [100|30.2|30.5/15.2 HH5X16
10 2020K-2T10 @ | @ | 20 20 |125(30.5 19.2 10
— 2 - - 1.7 2.0 3.0 LW-4
2525M-2T10 | @ @ | 25 25 |150(30.5 24.2 HH5X25
KGD%. 1616H-2T17 | @ @ | 16 | 4.0 16 [100|31.2|31.5/15.2
17 2012K-2T17 | @ | @ 20 12 (125 11.2 17 HH5X16
2020K-2T17 | @ | @ - 20 |125|32.5| - |19.2
2525M-2T17 | @ @ | 25 25 1150 24.2 HH5X25
KGD". 2012K-2.4T17 @ | @ 12 |125 11.0
24|17 2020K24TI7 (@ | ® 20 | - 20 1125 32.5| - 190 20|17 | 24| 3.0 | HH5X16 LW-4
KGD7. 1616H-3T06 | @ @ | 16 | 4.0 16 [100|27.7|28.0{14.8 HH5X16
6 2020K-3T06 (@ @ | 20 20 |125(28.0 18.8 6
2525M-3T06 | @ @ | 25 25 |150(28.0 23.8 HH5X25
KGD%. 1616H-3T10 | @ @ | 16 | 4.0 16 [100|30.2|30.5/14.8 HH5X16
10 2020K-3T10 @ @ | 20 20 (125 18.8 10
3 - 30.5| - 24 3.0 4.0 LW-4
2525M-3T10 | @ @ | 25 95 25 |150 23.8 HH5X25
KGD% 1616H-3T20 |@ (@ | 16 |4.0| | 16 |100|34.2|/34.5(14.8
2012K-3720 | @ | @ 12 (125 10.8 HH5X16
2 . 2
0 2020K-3T20 | @ | @ 20 - 20 (125 345 - [18.8 0
2525M-3T20 (@ @ | 25 25 |150(35.5 23.8 HH5X25
10 KGD%. 2020K-4T10 | @ @ | 20 20 (125 305 18.3 10 HH5X16
2525M-4T10 (@ | @ | 25 25 [150| 23.3 HH5X25
4 20 KGD?%. 2020K-4T20 @ @ | 20 | - 20 |125|34.5| - |18.3| 34 20 4.0 | 5.0 | HH5X16 LW-4
2525M-4T20 (@ @ | 25 25 |150(35.5 23.3 HH5X25
25 | KGD%. 2525M-4T25 |@ | @ | 25 25 |150(40.5 23.3 25
10 KGD%. 2020K-5T10 | @® @ | 20 20 (125 305 17.8 10 HH5X16
2525M-5T10 | @ @ | 25 25 [150| 22.8
5 KGD%. 2020K-5T17 (@ @ | 20 | - 20 | 125 - |17.8/ 4.4 5.0 6.0 LW-4
7 2525M-5T17 | @ (@ | 25 25 | 150 875 22.8 17 HHoX25
25 | KGD%. 2525M-5T25 |@ | @ | 25 25 |150(40.5 22.8 25
15 | KGDY. 2525M-6T15 | @ @ | 25 25 |150(32.5 22.4 15
© 30 [kaD¥ 2525M6730 |® @ 25| 25 [150|455 ~ |22.4] > [ 3o | &0 | 60| HHOX25 | LW-4
KGD7. 2525M-8T25 (@ @ | 25 | 7.0 25 1150 44.2122.0
8 | 25 3232P8T25 | @ @ 32 | - 32 1170 43.3— 29.0 6.0 | 25 | 8.0 | 8.0 | HH6X25 LW-5
Note) 1. Dimension T shows the distance from the Toolholder to the cutting edge. Applicable Inserts @ G17. G18

(If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ : Std. Item
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B KGD-S (0° separate type)

[

* Right-hand shown (Right-hand Blade and Right-hand Toolholder)

H1

@ Toolholder Dimensions (Toolholder + Blade)

S| E|€E I , L Std. Dimension (mm) Width
g £ -§§ oz Unit Description 5 BIa_det:. I'jl'oolhpl?_er W(mm)
£ | & |55 2] (ment ook |- oo eetiton
(_%’ g g% - P L Hizh|H2| H3 | B | L1 | L2 [L3| F1 | A | T |MIN. MAX.
(020 |KGD®. 2020X-2T17S ) KGD?%.2020-C | 20 | 12 20 |122 23.4
2 | 17 |O25 2525X-2T17S @ | KGD7.-2T17-C | KGD?.2525-C | 25 | 7 25 |147 | 40 28.4(1.7|17 | 2.0 | 3.0
132 No unit description = KGD?%.3232-C | 32 | - 32 | 167 35.4
(020 [KGD". 2020X-3T10S ) KGD?%.2020-C | 20 | 12 20| 115 23.0
10 |25 2525X-3T10S | @ | @ | KGD7.-3T10-C | KGD%.2525-C | 25 | 7 25140 | 33 28.0 10
032 3232X-3T10S |@ | @ KGD%.3232-C | 32 | - 32 | 160 35.0
° 120 |KGD?. 2020X-3T20S | @ | @ KGD#.2020-C | 20 | 12 20 | 125 23.0 243040
20 |25 2525X-3T20S | @ | @ | KGD?-3T20-C | KGD%.2525-C | 25 | 7 25 150 | 43 28.0 20
032 3232X-3T20S | @ | @ KGD%.3232-C | 32 | - 32 1170 35.0
(020 [KGD". 2020X-4T10S (@ | @ KGD?%.2020-C | 20 | 12 20 | 115 225
10 025 2525X-4T10S | @ | @ [ KGD?.-4T10-C | KGD?.2525-C | 25 | 7 25 140 | 33 27.5 10
. 032 3232X-4T10S | @ | @ KGD%.3232-C | 32 | - 32 | 160 34.5
0 (120 |KGD. 2020X-4T20S | @ | @ KGDY2020C | 20 |12 | C| 20 | 125 " lo2s| ||
4 | 20 |25 2525X-4T20S | @ | @ [ KGDY.-4T20-C | KGD#.2525-C | 25 | 7 25| 150 | 43 2753420 | 4.0 |5.0
032 3232X-4T20S | @ | @ KGD%3232-C | 32 | - 32170 34.5
(020 [KGD". 2020X-4T25S (@ | @ KGD?%.2020-C | 20 | 12 20 130 225 | |
25 |25 2525X-4T25S | @ | @ [ KGDY.-4T25-C | KGD?.2525-C | 25 | 7 25 | 155 | 48 27.5 25
032 3232X-4T25S | @ | @ KGD%.3232-C | 32 | - 32175 34.5
(020 [KGD. 2020X-5T10S (@ | @ KGD?%.2020-C | 20 | 12 20 | 115 22.0
10 D25 2525X-5T10S | @ | @ | KGD7.-5T10-C | KGD%.2525-C | 25 | 7 25140 | 33 27.0 10
. 032 3232X-5T10S |@ | @ KGD%.3232-C | 32 | - 32 | 160 34.0 asl 50l 60
020 |KGD%. 2020X-5T25S @ | @ KGD?.2020-C | 20 | 12 20 {130 22.0
25 |25 2525X-5T25S | @ | @ | KGD?/-5T25-C | KGD%.2525-C | 25 | 7 25 | 155 | 48 27.0 25
032 3232X-5T25S |@ | @ KGD%3232-C | 32 | - 32 175 34.0

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter.

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. Dimension T : Maximum depth to which processing can be made. (If the dimension T 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.

@ : Std. Item

Spare Parts

Clamp Bolt Clamp Bolt
X (for Insert Clamp)| (for Blade) RLEUES
Unit
Description x‘ﬂ P)
,, E
KGD#.-----S BH6X10TR SB-60120TR LTW-25

Applicable Inserts @ G17, G18

| Grooving %
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Toolholder for Grooving

B KGDS-S (90° separate type)

R -

0 /]
“d e
= A
L2 L1
A {({9 -
]
£l
« Right-hand shown (Left-hand Blade and Right-hand Toolholder)
® Toolholder Dimensions (Toolholder + Blade)
0 c—~| o Wi
S |S-|8E|n-| Blade | Toolholder | Unit Description Std. Dimension (mm) W(mm)
~ | SE| O+ xE | Description | Description [ (Standard Stock
S |37 |%°2| s~| @623 @G23 Description)
5 S5 |5 R|L|H=h|H2| H3 | B | L1 | L2 |L3|F1 | A | T |[MIN. MAX.
J20 KGDS%.2020-C - -[-120 |12 20 | 125
2 |17 KGDY:-2T17-C 56.7 1.7 117 2.0 3.0
25 KGDS%.2525-C - --125 |7 25 | 150
[J20 KGDS.2020-C |KGDS"/. 2020X-3T10S @ @ 20 | 12 20 | 125
10 KGD'--3T10-C 49.7 10
125 KGDS".2525-C 2525X-3T10S @ @| 25 | 7 25 | 150
3 — 24——3.0|4.0
020 KGDSf/.2020-C - -|-120 |12 20 | 125
20 KGD'/z-3T20-C 59.7 20
[J25 KGDS%.2525-C - -l-125 |7 25 | 150
020 KGDS'/.2020-C - -|-120 |12 20 | 125
10 KGDY:-4T10-C 49.7 10
25 KGDS%.2525-C - -l-125 |7 25 | 150
90° 1.6 277 —— - ]
[J20 KGDS%.2020-C - -1-120 |12 20 | 125
4 20 KGDY:-4T20-C 59.7 34120|4.0|5.0
125 KGDS%.2525-C - -l-125 |7 25 | 150
[J20 KGDS%.2020-C - -1 -120 |12 20 | 125
25 KGD'/--4T25-C 64.7 25
025 KGDS%.2525-C - -l-125 |7 25 | 150
20 KGDS'/.2020-C - -|-120 |12 20 | 125
10 KGD'/:-5T10-C 49.7 10
[J25 KGDS%.2525-C - -l -125 |7 25 | 150
5 — 44 ——5.0 6.0
020 KGDS'/.2020-C - -|-120 |12 20 | 125
25 KGDY;-5T25-C 64.7 25
25 KGDS%.2525-C - -l-125 |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 @ G17, G18
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. Dimension T : Maximum depth to which processing can be made.

(If the dimension T 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 Bolt
(for Insert Clamp)| (for Blade) L]
Unit
Description
p @)
KGDS%.-----S BH6X10TR SB-60120TR LTW-25

@ : Std. Item
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Toolholders and blades for Grooving and Cut-off -

@ Toolholder
KGD-S (0° separate type)

Toolholder | Std- [Pimension

Shape of 0° type Description

Right-hand shown R|L|L|B|H1

l, |4
L

KGDS-S (90° separate type)

KGDf. 2020-C (® @ [104/20|20

2525-C (@ | @ [129/25|25

L)

3232-C | @ | @ |149/32|32

Toolholder | Std- Dimension

Sl e Gyt Description

Right-hand shown R|L|L|B|H1

m[ KGDS?. 2020-C ( @ | @ [122/20|20

L 2525-C | @ | @ [147/125|25

| Grooving %

=
® Blade
Std. Dimension
Blade
Shape of Blade Description
Right-hand shown RIL L T A
T KGD%. -2T17-C | @ | @ |51.2|17.2 | 1.7
“L&[b 3Ti0C|@ | @ 442[ 102, ,
-3T20-C( @ | ® | 53.2 | 20.2 '
-4T10-C(@® (@ | 44.2 | 10.2
©© © -4T20-C( @ (@ | 54.2 | 20.2 | 3.4
N -4T25-C| @ (@] 59.2] 252
L -5T10-C(@® (@ | 44.2 | 10.2 44
-5T25-C( @ | @ | 59.2 | 25.2 ’

® Spare Parts (Common with separate types)

* The parts are included in the toolholder.

Spare Parts
Clamp Bolt Clamp Bolt
(for Insert Clamp)|  (for Blade) Wi
Unit
Description \.{QF)
| E
KGD".-----S
KGDS.-...S BH6X10TR SB-60120TR LTW-25
@ : Std. Item
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Setting the inserts and the blade s

M Setting the inserts
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. 2 and 3).

3. Keeping the insert fit to the surface, tighten the insert clamp bolt 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)

Tt @l [alk Recommended tightening torque : 6.5N-m (Width 2~6mm)
P 8.0N:m (Width 8mm)

Toolholder’s surface for
fixing the inserts back end

Insert mounting part

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.

R -

Insert clamp bolt

Serration Blade

The blade end
should firmly fit to
the toolholder.

Toolholder

Fig.2 Fixing bolt (for blade)

Toolholder

M Separate type Toolholder Identification System and Their Setting to Lathe

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

Description of Toolholder Description of Clamp bolt

7

Toolholder lot No.

Blade Description
Description of Fixing bolt

Blade lot No.

Firmly fit
Tool post of lathe

G24



Recommended Cutting Conditions -

¥ Recommended Cutting Conditions (Vc)

Recommended Insert Grades (Cutting Speed Vc: m/min) 2
Workpiece Material | Chipbreaker | Cermet | MECACOAT MEGACOAT Carbide | MEGACOAT | cBN PCD |
TN90 PR1535 PR1225 PR1215 GW15 KBNO5M KBN570 KPDOO1 l.'qC)
Carbon Steel GM 100220 80500 802500 100200 - - : :
Alloy Steel g\l;l 30300 70~*1 80 70~ﬁ 80 80?1 80 - - - -
; e * (PH) * e
Stainless Steel PH 70-180 60~150 60~150 60-150 - - - - -
Cast Iron Gs - - - 100500 - - - - &
- o
Aluminum GS - - - - zooifsoo - - 1503'2(,000 3
NB A *
Brass - - - - 100200 - - 200~800
Hard Materials \B - - - - - 80550 - -
Sintered Steel - - - - - - 100~250 -
. e *: 1st Recommendation ¥: 2nd Recommendation
¢ Recommended Cutting Conditions (Feed Rate / ap) [Workpiece material: S50C
Grooving Turning
L oW
9]
X
: = (
o
5 g o
i=
(G
M In the graph indicates <
the most recommended
f value of feed (f)
B Y L [
2| ¢
& Esofr . c
L I g M S £
< £ =3
B : o ‘“
3 =
S N I S N
% 0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
4.0
| o
5 IS — 3.0 — W=5mm
3| = o E
w = £
£
g g 2.4 ““{ . =2
—
= I [ 1|
o 0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
. €
R e— T W—
) = —
|f|'_’ 2 ol T e 1S * 2 mm width is not recommended.
2 L W ] £ |
< E=S = 1.0 | I |
2 = L g [—— | | | |
< 0.1 0.2 0.3 0.4
E 0.1 0.2 0.3 .F th'f( / )' ’
eed Rate f (mm/rev
Feed Rate f (mm/rev)
—_ = 3.0—
o (R ] S T - £
8| Z saf L] s
o £ o
N— 'g .
= = I I S I
& 0.1 0.2 0.3 01 02 03 04 05
Feed Rate f (mm/rev) Feed Rate f (mm/rev)

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

|| Grooving % n
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Recommended Cutting Conditions -

4@ Recommended Cutting Conditions (Feed Rate / ap) (workpiece material: $50€]

¢ Recommended Cutting Conditions (Feed Rate)

Grooving Grooving
W < W
ol w
= = | ®
S| o
- el -
o 819
= =
(-‘_:) =| £
5=
- = M In the graph indicates
f M In the graph indicates the most recommended
the most recommended value of feed (f)
value of feed (f)
_ 6 oo LI
8| E il (R
S| E g £l
s — g R U
= z 25 o = z
2| = 4 slg| gaf [ ———
= S~ el
3| S @ = I
- HE
§ 0.1 0.2 0.3 aC | | | |
= 0.05 0.1
(/2] Feed Rate f (mm/rev) Feed Rate f (mm/rev)
O] * When turning, keep ap less than the corner-R(rg).
Note) 1. The above values are based on the condition that the dimension T of 6 f--------- :.: ---------------------
toolholder is 17 mm or less. —_ :.:'_
g E S5p——{_ B
2 S 4 [ S
n|R =
N i —
c|D = 2
c
o | | | |
0.05  0.10 0.15 0.20 0.25
Feed Rate f (mm/rev)
0
m —_
5 £
25 =
gie s
o8 g
o |
S | | | |
Pz

Feed Rate f (mm/rev)

¢ CM Chipbreakers [Cutting amount (ap) in back copying]
@ Estimated maximum cutting amount (ap) in back copying

Max. ap (ap:mm)
Description Toolholder part 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 B

@ Point (I) (Turning after Grooving)

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

Before turning, pull the tool back about
0.1mm after grooving
(Grooving Depth Over 0.5mm: At roughing)

Fig.1

2) Grooving Depth under 0.5mm: For finishing (Refer to Fig. 2)
Turning subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge. - f
(Retention time is not necessary.)

Turning subsequent to grooving
(Grooving Depth under 0.5mm: At finishing)

e Point (ll) Fig.2

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 over 0.5mm is recommended.)
Note) If the workpiece is not supported at the center, reduce the feed rate when
grooving towards center.

©
|| Grooving gﬁ n

B Case Studies

SCr420H (Grooving) SCM420 (Grooving Turning)

- Gear - Gear
- Ve=113~164 m/min 10 - Ve=170m/min .
- f=0.06 mm/rev - f=0.15 mm/rev(Roughing)
- Wet Le®e 0.10 mm/rev(Finishing)
- GDM4020N-040GM I - ap=0.2mm(Finishing)
(PR1225) Y¥v| - Wet Q
- KGDL2525X-3T10S - GDM4020N-040GM ®
< |2 (PR1215)
2 - KGDR2525X-4T20S
GM Chipbreaker GM Chipbreaker
(PR1225) 1,500 pcs/C (PR1215) 250 pcs/C
Competitor K 250 pcs/C (Roughi oD o Cti ) 200 pes/C
. pcs. oughing: oated Carbide
(PVD Coated Carbide) (Finishing: Cermef)
- KGD type grooving toolholder + GM chipbreaker (PR1225) showed - GM chipbreaker reduced occurrence rate of tangle of chips (occurrence
6 times longer tool life than that of Competitor K. rate 80% => 10%). The problem was persistent with Competitor L.

- Good chip control without burned chips. Machining productivity is improved.

» = . |
¢ s @ <)
. &
D GLe ad
Competitor K GM Chipbreaker o
Chips easily tangled ~ Competitor L Smooth chip control GM Chipbreaker
(Finishing) (Finishing)
(Evaluation by the user) (Evaluation by the user)
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Multi-Function / Grooving (Cut-Off)/

| Grooving %

B GMM/ GMG
e . P |Carbon steel / Alloy steel | @
Classification of usage M |Stainiess Steel ©o
K |Cast Iron IS 12
@: Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals P 55
O: Conlir.mous-LightImerruption/Qnd Choice S |Titanium Alloys ° “q—) E
@: Continuous / 1st Choice - - % 8
O: Continuous / 2nd Choice H | TN (RO ©e no_ ;
Hard materials (40HRC~) _ : %
: Dimension (mm) | £ £t PVCD Coated | & 5
" (Previous Sl EEIan =
Insert Description Description) S § LA
Wire M| L|H E % % % % E
GMM 2420-020MW | GMM 2420-02 2.410.2|19 o000 oo
3020-020MW 3020-02 3 022 3 00 e oeoe
3020-040MW 3020-04 o4 000 oo
Shows GMM2420-02 4020-020MW 4020-02 0.2 o000 oo
/; Y 4020-040MW 4020-04 4.0/0.4/3.3 2043 ® 00 e 0o G32
y EP T}E 4020-080MW 4020-08 0.8 " o000 0®e® e G33
< L © 5020-040MW 5020-04 0.4 00 e oo
S 5020-080MW 502008 |°°[08|*? eoo000e
6020-040MW 6020-04 6.0%5.2 o006 oo
6020-080MW 6020-08 0.8 00 e oo
Chip Control Oriented / M Class 8030-080MW 8030-08 8.0/0.8/6.0/ 30 |5.5 ® 0 0 e o (32658
o ) . . GMM 3020-020MS | GMM 3020-02MS 3 022 3 ® 00 o o
él ad T 3020-040MS 3020-04MS |~ (0.4 o0 0o ([ G32
y =l L 4020-040MS 4020-04MS 4.0 13.3/20 |43/® © ® O o G33
. g:@ 5020-040MS 5020-04MS [5.0/0.4|4.2| eeoe0e |o
Sharp-Cutting Oriented / M Class 6020'040MS 6020'04MS 0 52 ‘ . ‘
GMG 3020-000MS | GMG 3020-00 0.0 oo e ([
3020-020MS 3020-02 3.002/23/20 43|00 @@ @
3020-040MS 3020-04 0.4 o000 o
& N - re 4020-020MS 4020-02 0.2 00 e [ ]
5% <EL9> 4020-040MS 4020-04 4.0/04(3.3/20(43/® ®@ ©® O ® G32
» s 4020-080MS 4020-08 10.8] o000 o G33
@ﬁm 5020-040MS 5020-04 0.4 oooe o
5020-080MS 5020-08 5'0W4'2 204.3 (2 Y J ([
6020-040MS 6020-04 0.4 (] [ J ([ J
Sharp-Cutting Ornted / Precison Ciass 6020-080MS 6020-08 6'0ﬁ5'2 20143 o [ ] o
GMG 2520-030MG | GMG 2520-03MG |2.5 2.0 00 e oo
4 < e 3020-030MG 3020-03MG£0.3£ 00 e oo
\/ %ﬁ_ 3520-030MG 3520-03MG | 3.5 2.8 00|43 ® e 0 e e e G322
=l L 4020-040MG 4020-04MG 4.0 3.3 "o oo e e e G33
*!:! Ij:ﬁ 5020-040MG 5020-04MG |5.0/0.4 4.2 o006 oo
Sharp-Cutting Oriented / 6020-040MG 6020-04MG 6.0 5.2 ( Y ] o0 e
Ground Onipbreaker 8030-050MG 8030-05MG [8.0/0.5/6.0/30|5.5/@|®| |@ @ ®|G32658
: o - re GMM 3020-150R GMM 3020-15R [3.0(1.5/2.3 00 e oo
, I ca==3) 4020-200R 4020-20R |4.0(/2.0/3.3 ® 00 0o e e G322
/ - 5020-250R 5020-25R |5.0/2.5/4.2 20 4.3 e oo oo e G33
SR O Copng. T I}hj 6020-300R 6020-30R |6.0/3.0/5.2 eeo0ooe
® N . " GMG 3020-150R |GMG 3020-15R [3.0/1.5/2.3 ( N ] [ ] (]
y S — 4020-200R 4020-20R |4.0|2.0/3.3 e @ o Gg32
3 20 4.3
o ating Oreted L 5020-250R 5020-25R |5.0/2.5/4.2 e o o G33
rcison Class EEDI@ 6020-300R 6020-30R |6.0/3.0/5.2 o o |0
e o < re GMG 3020-150RU | GMG 3020-15RU (3.0/1.5/2.3 ([ J [ ] (] 632
y T 4020-200RU 4020-20RU |4.0/2.0/3.3/20 43| (@ |® @ G33
ChipUCnc?ril;glIJg?igented @ﬂtﬁ 5020-250RU 5020-25RU |5.0/2.5|4.2 e o o G

_____________________

Inserts are

sold in 10 piece boxes.

Recommended Cutting Conditions & G101

@ : Std. Item




M GMM / GMGA / FGG

|| Grooving % n

Classification of ©e
aosTicaTlon 115398 | M samesssea | | (@0
o @
@: Continuous-Light Interruption / 1st Choice = g
(: Continuous-Light Interruption / 2nd Choice Nonferious Metals hd “g g
@: Continuous / 1st Choice hd 28
©: Continuous / 2nd Choice H Hard materials (~40HRC) o J o Z
Hard materials (40HRC~) 2 ES
Dimension (mm) B By ooy 2
(Previous 8 81| Catic o
Insert Description e olglwlela| <
Description) 2852
W re | M L H |zZ2|28=
Handed Insert shows Right-hand = 5 4
= ]
3 G32
L ©> |GMGA 6020-300R |GMGA 6020-30R | 6.0 | 3.0 | 4.3 | 20 | 4.3 (] G33
e L R
Full-R / Copying
< o
P § G32
& GMGA 8030-400R GMGA 8030-40R | 8.0 | 4.0 | 6.0 | 30 | 55 ([ J
Sharp-CL_ltl_ingOriented/ g*‘i _ G58
e | R
i 'é-- g & re
il
,"y e GMM 3014-04 30/04 23| 14 |43 o ® @00
2 4:@
Chip Control Oriented / M Class
/ 55 re
J:@/ GMM 3014-15R 301523 14 |43 @@ @@ G34
ip Control Oriente lass - *
e FLH-IHO/ Co::y?n/gM ¢ - g ]tﬁ
/ = L GMM 3014-15RU 30/15]23| 14 |43 [
Undercutting m It@
Chip Control Oriented
FGG%. 3020-02 30|02 |23 ( I J ( 2 J
n 4020-04 4004|3320 |43 [ ® e G34
Chigaccoenﬁglxgriinegmed - 5020-04 50,104 | 42 o ( I J
Precision Class
Recommended Cutting Conditions & G101
u Chipbreakers 4 Edge Preparation
Series Insert Features Chamfer + Honed Chamfer + Honed
_a Corner-R(rg)= 0.05 Sharp Corner
¢ ¢ | Excellent chip evacuation at —— '
GMM-MW V Grooving, Turning, Cut-Off. Edge Prep. [ J l ’
GMG-MG : Low cutting force with ground l
i . chipbreaker. MT-Chipbreaker| CR9025/ PR915 PR930/ KwW10
Chamfer + Honed Sharp Edge
GMG-MS <= | Grooving / Turning / Cut-Off Corner-R(reg)= 0.2-0.3 | Corner-R(re)= 0.2-0.3
GMM-MS y operations are minimum cutting - = ~
force at Positive Edge. Edge Prep. & i -
Small corner-R(re) and minimize the : ( I
GMM-MT / core which remains in the center of ; | D
the face. TK-Chipbreaker| CR9025 / PR915 PR930/ KW10
- Honed Sharp Edge
GMM-TK / Large comner-R(re) and stable Corner-R(rg)= 0.05 Sharp Corner
- performance at cut-off. : —
Edge Prep. "
GMM-NB / Flat rake face and non-chipbreaker.
It works well for brass. . ] B 5
Without Chipbreaker (-NB) CR9025 PR930/ KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
@ : Std. Item S

Inserts are
sold in 10 piece boxes.



Grooving / Cut-Off (Multi-Function) -

B GMM / GMN ificati O|e
G / G Classification of usage m ® O
@: Continuous-Light Interruption / (") @
siGhoe N | Nondarous etas o| &
(: Continuous-Light Interruption / 5 o
2nd Choice - L o 2
@: Continuous / 1st Choice H Hard materials (~40HRC) O | @ >0
(O: Continuous / 2nd Choice Hard materials (40HRC~) n“_S I2
Anale | PVD e
Dimension (mm) (% Cermet| Coated| Coated (Cabide| ‘3 S
Carbide] Carbide s
Insert Description ol % wlelo <
Wi | M| L|H o 2 S|2|2|s
Handed Insert shows Right-hand o o o 5
0.0 ® o
GMM 1520-MT 1.5 0.05 1.2 °
2020-MT 201201 45 LE
0.05 o0 | 43| - [ BN )
0.0 ’ ® o
ﬂl;ﬁ 2520-MT 2.5 0.05 1.9 °
) 0.0 [ K )
S g e 3020MT 1391005 28 o o
GMM 1520%-MT-15D | 1.5 %0 1.2 15° . 0
. 0.05 R
gy s 7V . 0.0 5 ® o
§ o \ * \ 2020%.-MT-15D | 2.0 0.05 1.5 15 ® R
o L re < 20 | 4.3
@@ 25207%-MT-15D | 2.5 [ 29| 1.9 15° LAE
== Iﬁ 0.05 ® R
= ar| Suitr-lOff riente R/, - - 00 ° . .
% sh \ﬁnﬁlgadgaagletd 3020%/.-MT-15D | 3.0 0.05 2.3 15 ® R
<)
S GMM 1520-NB 15 00 145 LA
0] N re 0.05
E— S ——— 2020-NB 2090 45 LE
/ gl N 06005 20 |43 - o o
4 e = 2520-NB 2.5 0_65 1.9
Deep Grooving / Cut-off 0.0 [ ] [ ]
Shgrp Cutting Oriented 3020'N B 30 23
Without Chipbreaker O 05
-,
GMM 2020-TK 2.0 |10.20| 1.5 e o o
- L 2520-TK 251020(19| 20 | 43| - e & o o
eep Groouing Gt == 3020-TK 3.0 |10.25| 2.3 e o o 3o
Stability Oriented
- N 9 G33
s - %i“: = GMM 2020R-TK-8D 2.0 10.20| 1.5 R|R|R
fy g 1T . r 2520R-TK-8D | 2.5 |0.20| 1.9 | 20 | 4.3 | &° R|R|R|R
T cuto . \ -TK- R
Slabilﬁylo rfifemed It:ﬁ 3020R-TK-8D 3.0 |10.25| 2.3 R|R|R
With lead angle
s w8
%E GMN 2-TK 2.0 10.20| 1.5 o
L re 3-TK 3.0025/23| 20 |43 - ® o o o
— X o
Cut-off / Stability Oriented IF:E 4 TK 40 030 33 .
1-edge
= 6\0 8
:)% GMR 2-TK-8D 2.0 [0.20] 1.5 R | R
-~ L &iF 3-TK-8D 3.0/025/ 23|20 | 43| 8° R|IR|R|R
Cut-off / Stability Oriented It:ﬂ o LLEEL 4.0 1030 3.3 RIRIR|R
1-edge / Lead Angle
e SVEE GMN 2.2 2.2 1017 1.8 ([ e O
/ = w8 3 3.0 |0.20| 2.3 o o o o
/ f#a 4 4.0 025 33| 20 | 43| - ° L
—_ 5 5008 | 4.2 [ L
Deep Gr;a_c;\ggg/Cut-oﬁ C 9 Ii:n 6 6.0 0.8 | 5.2 [ ] o O
Shows GMR2.2-8D / 15D
[==—=>]
/ = T8 GM#. 2.2-8D 22/017| 1.8 8 | R|R o o
- — —}?} 2.2-15D 2.2 10.00| 1.8 20 | 43 15°| R | R R|@®
Nk 3-4D 3.0 |0.20| 2.3 “1 4 R @ e o
% L 4-4D 4.0 |0.25| 3.3 4° ° R
Cut-off / Sharp Cutting Oriented ‘g Iij
1-edge / Lead Angle
Recommended Cutting Conditions @ G101
T ey R @ : Std. Iltem

| Inserts are
G30 i sold in 10 piece boxes.

: R : Std. ltem (Right-hand Only)
1



. G M N Classification of usage m

@: Continuous-Light Interruption / @
s © " AN onsoroo s o ;
(: Continuous-Light Interruption / ) 5 ko]
2nd Choice =2
@: Continuous / 1st Choice H Hard materials (~40HRC) &5
O: Continuous / 2nd Choice Hard materials (40HRC~) O [ ) & 2
D
=35
Dimension (mm) Andle cpy PCD | 58
©) T35
Insert Description s 8| g]|e <

W lr M| L | H|o6 | 2 2 8|32

g o] elie

GMN 2 20 02 18 ® 0.0 0

S 8 0.2 [ ] [ J
‘ E:Tﬁg 3 3.0 8‘2]’ 2.3 ° ° S o s

& re hl -

L j:ﬁ 4 4.0 0.4 33| 20 | 43 ° ° G33

Y5 = 0.2 [ ] [ ]

o20 5 5.0 0.4 4.2 ° °
) 0.2 [ ]
P e 6 60 0.4 52 o o
Recommended Cutting Conditions & G100
M Available Cutting Diameter of KGM ©

(For automatic lathe) / KGM-T type

- There is a limit to available grooving depth depending on the
workpiece diameter.

20 (Dimension t, ¢40)
18 (DI t, 130)

—t
|
|
|
|
|
|

P an
g | {

[ o

:If the workpiece diameter is large,

the possible cutting diameter
becomes smaller due to
interference with the toolholder.

e.g.) KGMR2525M-3T20+GMN3

\
¢ KGM Possible Cutting Diameter and Available Grooving Depth Table

Toolholder Description oD (Cutting Dia.)

KGM?. 0810K-1.5-125 | - - - - - - - - - - - - 10 | 14 | 16 | 32
1010J-1.5--- - - - - - - - 20 | 25 32 | 40 60
121200-1.5--- - - - - |25 [ 26 [ 28 | 32 |3 |40 |60 100 ~ | T | 7|7
0810K-2-125 - - - - - - - - - - - - 10 | 14 | 16 | 32
1010C1-2... - - - - - - - 20 | 25 32 | 40 60
121201-2... - - - - 25 | 26 | 28 50 - - - - oo
1616L1-2... 32 40 | 50 | 60 | 80 | 100 | oo oo
10101-2.5... - - - - - - - 20 | 25 32 | 40 60 oo oo oo )
1212(1-2.5--- - - - - 25 | 26 | 28 32 36 | 40 60 | 100
1616[1-2.5--- 82 40 | 50 | 60 | 80 | 100 - - - - - -
1616L1-3..- 32 40 | 50 | 60 | 80 | 100

Available Grooving Deptht (mm) | 16 | 15 | 14 | 13 |125| 12 | 1 10 9 8 7 6 5 4 3 2 1

¢ KGM-T Possible Cutting Diameter and Available Grooving Depth Table (GMN, GM?. when using 1-edge insert)

Toolholder Description 6D (Cutting Dia.)
KGMF/. 2012K-2T17
2020K-2T17 - - - - - - - - 66 80 | 130 | 260
2525M-2T17
1616H-3T20 - - - - - 40 54 | 70 | 100 | 180
2012K-3T20
2020K-3T20
2525M-3T20| - - - - - 40 90 | 130 | 240 oo
2020K-4T20 o o
2525M-4T20 o
2525M-4T25
2525M-5T25| | | 20| 140240
3232P-5T25 - - 50 | 280 | 600
2525M-6T30 | 100 | 300 | = =
Under

Available Grooving Deptht (mm) | 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 13

® :Std. ltem : CBN & PCD Inserts are
I sold in 1 piece boxes.
S

|| Grooving % n



External Grooving Toolholders -

Il KGM (For automatic lathe) Width: 1.5~4.0mm

H3
H3
AN
[$;1
|
Ty
§<
N,
2.
@+

—T—

— o ( -

= [ e .
LY ki It\ it -

KGMY.1616

H2

L1

Aple

«Right-hand shown

® Toolholder Dimensions

- . . Width Spare Parts
Std. (Cutiing Dia Dimension (mm) W(mm)|  Glamp Screw Wreneh
Description \)
R|L|oDmax |H1=hf H2 |H3 |H4 | B | L1 | L2 | F1 | A |MIN.|MAX. E’
KGMP?/L 1010JX-1.5 e 20 |10 3|8 |10 18 | 94
1212JX1.5 oo o5 12 2 4 110 [ 12 120 19 1114 1.2/1.5/2.0 SE-40120TR LTW-15S
KGMF/L 1010JX-2 e 20 |10 3|8 |10 18 [9.15
p% 1212JX-2 o0 25 122 4 |10 12120/ 19 [1115 1.7/2.0/3.0 SE-401207R LTW-15S
1616JX-2 e 32 |16 | - 9 |16 24.5/15.15 SE-50125TR LTW-20
o KGM"L 1010JX-2.5 e 20 |10 3|8 |10 18| 9
g 1212Jx-25 (@@ 25 |12 ° 4 | 1012120/ 19 | 11 /2.0|2.4/3.0 SE-40120TR LTW-158
o 1616JX-2.5 e 32 |16 | - 9 |16 24.5| 15 SE-50125TR LTW-20
o KGM"%. 1616JX-3 ®® 32 16| - | 4 | 9 |16 |120(24.5/148|2.4 |3.0/4.0| SE-50125TR LTW-20
KGM"%. 1212F-1.5-85 |@® 25 (12| 2 | 4 |10 |12 85|19 |114|1.2|1.5/2.0| SE-40120TR LTW-15S
KGM"L 1212F-2-85 e 25 12| 2 4 110 |12 |85 | 19 [11.15/1.7 |2.0/3.0 SE-40120TR LTW-15S
KGM?. 1212F-25-85 @® 25 |12 | 2 | 4 | 10|12 |85 |19 | 11 |2.0|2.4|3.0| SE-40120TR LTW-15S
B KGM Width: 3.0~8.0mm
T J'
e 0
I;E;l{ © ,
A [s2]
' 5”
T T2 . 5
RS L T
! i A
, Al [ Y L1
¢ Right-hand shown < -
® Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W(mm) pE—
Description
RIL|HI=hiH2 |H3| B |L1|L2|F1| A | T MIN. | MAX.
KGMF/L 1212H-3 0 12 4 6 |12 100 10.8 3.0/3.0 LTW-20
1616H-3 ®® 16 7 |16 14.8
2020k-3 @@ 20 | _ |20/125 ° [188°% °  Jaojao| - |"OL i
2525M-3 o0 25 25 (150 23.8 HH5X25
KGMF/L 2020K-4 ®® 20 20 125 18.3 HH5X16
2525M-4 (@@ 25| |/ [25150 2/ 233 4|10 401801 - Fnexes | LW-4
KGMF/L 2020K-5 ®® 20 20 125 17.8 HH5X16
2525M-5 ®® 25 - | 7 |25|150| 27 |22.8/4.4| 10 5.0(6.0 - HH5X25 - LW-4
3232P-5 @ 32 32 1170 29.8
KGMF/L 2525M-8 ®® 25|75 25 1150 22.0
3232P-8 o0 32 - 10.5 32 170 40 9.0 6.0| 25 8.0(8.0 - HH6X25 - LW-5
- Dimension T shows available grooving depth. |
- 4mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder's rigidity.
@ : Std. Item

G32



M KGM-T (Deep Grooving Type) Width: 2.0~6.0mm

- T
. o :
n‘ L2 [s2]
5 - I
1 = /X e
= ¢ T
Y A,
«Right-hand shown A P u -~
@ Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W(mm) p— Wrench
Description g)
R|L|H1=h|H2 |H3 | B |L1|L2 |F1| A | T MIN. [MAX. g
KGM?. 2012K-2T17 (@ @ 20 12 125 11.15 SB-5TR - LTW-20 -
2020K-2T17 (@@ - 17 |20 33 [19.15 1.7| 17 20/30(  |HHsXi6| W
2525M-2T17 (@ @ 25 25 150 24.15 HH5X25
KGM*™. 1616H-3T20 @ ® 16 | 4 16 |100 14.8 - HH5X16 - LW-4 E@
2012K-3T20 (@ ® 12 10.8 SB-5TR - LTW-20 -
202037120 (@@ *° - | 7 [20'%° % l1gg 2420 SO0 gae
2525M-3T20 (@ ® 25 25 150 23.8 HH5X25 E’
KGM*™. 2020K-4T20 (@ ® 20 20 [125] 36 [18.3 20 HH5X16 3
2525M-4T20 @ ® - 175 36 3.4 4.0/5.0 - - LW-4 o
2525M-4T25 (@ ® 25 25 (150 a1 23.3 5 HH5X25 ©)
KGM?. 2525M-5T25 @ @ 25 25 150 22.8 —
3232P-5T25 (@ ® 32 | 85 35 (170 42 59.8 4.4 25 5.0/6.0 - HH5X25 - LW-4
KGM?. 2525M-6T30 (@@ 25| - |9.5|25 (150 45 22.4/5.3| 30 6.0/6.0 - HH5X25 - LW-4

- Dimension T shows the distance from the Toolholder to the cutting edge. Refer to the Table (G31) for the relationship between the available Grooving Depth and the Cutting Dia.
- When using GMG / GMM type (2-edge) insert, set the groove depth under 15mm.

@ Applicable Inserts

Applications | Grooving /Turning | Grooving/ Turning | Grooving | Full-R / Copying | Full-R / Copying | Deep Grooving / Cutoff | Deep Grooving / Cut-off | Deep Grooving/ Cut-off | Deep Grooving / Cutoff | Deep Grooving / Cut-off | Deep Grooving
Ref. to Page G28 G28 G28 G28 G29 G30 G30 G30 G30 G30 G31
nsert (MW |Ms MG o MT INB K _|TK cen
Toolholder Description L=
SMM%S%W GMM1520.NB | GMM2020.TK |  GMN2.TK
KGM....1.5 : : : : ; GMM15207.MT| GMM2020.NB | GMM2020%.TK |  GM7.2.TK
GMM2020%.. MT
GMM2020.MT GMM2020..TK
GMMS20.MT | o voo0 ng | GMM2E0.TK | GhiNg. TK GMN2.2
KGM™....2(T MM2420. MW gMGSO20..M emgzseo..me gmesozo..ﬂ ) GMM3020.MT_| GMMSE0-NE | GMM3020.TK gMNS..TK GMN3 GMN2
L...2(T) MM3020.MW | GMM3020.MS | GMG3020.MG | GMM3020.R GMM2020L.MT | G020 NG | GMM20207L.TK | - GMY2.TK GM.2.2 GMN3
GMM25207 MT NB | Gusoot Tk | GMIZTK | G
GMM3020%. MT GMMS3020%..TK
GMM2520..MT GMM2520..TK
KGM%....2.5 GMM2420 MW | GMG3020.MS | GMG2520.MG | GMG3020.R _ GMM3020, MT_| GMM2520.NB | GNIM3020 TK gMNS.TK gMN GNNG
Leen2. GMM3020.MW | GMMB3020.MS | GMG3020-MG | GMM3020.R GUM25207. T | GMM3020-NB | GUM2S20T. T | GMY3.TK M3
GMM3020°MT GMM3020° TK
GMM3020. MW QUGS | Gueaooo. i §Mﬁ%8%8% GM3020. MT. oo | SHNETE & GMN3
KGMF....3(T) MV | GhiGaozowg | GUG320MG | GyicanonR GMM30207,.MT| GMM3020.NB | GRiM3020Y. Tk | GV 3.TK a3
GO0 MW | iiiado0-1ig | GNCA020-MG | Eiiddso R b T GE-TG et GINA
GMIM4020. MW QAR R | Gucacpo.u | EMEA GMNA.TK GNd oMM
KGML... 4T - " ) - thye NIN5
(T) GMM5020. MW 8%?3%8% GNGSC20.MG |- GHIG020.1 GM#4.TK gMW AMNS
GMMS5020.. MW 8”&%8%8% GMG5020.MG ?CQ%H GMN5 GMN5
KGM%....5(T X X i 2 GMGAG020..R - - : -

(T) | Giigoz0:iw QUGEROR | Clicbizn i | Sicetat s g ge
KGM%....6T Gimeozo.w | MOE20-MR | ahasozo.mG | GMOERA-R | Guigacoa0.R . . . : GIING GMNG
KGM"%....8 GMM8030.MW - GMGB030.MG - GMGAS030.R
- If using a full-R insert, you need to modify the corner of Recommended Cutting Conditions @& G101
insert adapter part (dimension A) of toolholder. Recommended Cutting Conditions of CBN/PCD & G100

@ : Std. Item

G33



External Grooving (External / Face Grooving) TooIhoIders/

}
w ;‘ L/@ o0
Y
g L2 ™
: I
| L ‘D/VK‘ “ |
{E$ o -
Tr< X L1 N
*Right-hand shown
o)
L |©
H 7777777 | - m
T
= -
O T :
E@ Right-hand shown [« ) L1
@ Toolholder Dimensions
o
£ . . Width Spare Parts
>
3 Std. Dimension (mm) W(mm) = Wreneh
O] Description ,&),
— R|L|H1=h| H2 |H3 | B | L1 |[L2 |[F1 |F2 | T MIN. MAX. ‘é

KGMM®/. 1212H-3 O|o[12 | 4 5 12 100 10.8 SB-5TR - LTW-20 -

1616H-3 O|O] 16 16 14.8 - -

25 - 4.8 3.0/5.0 HH5X16
2020K-3 ®® 20| - 6 20 |125 18.8 - - LW-4
2525M-3 @ 25 25 150 23.8 - HH5X25 -

KGMSF/L 1212H-3 OO 12| 4 5 12 100 17 15 3.0 3.0 | SB-5TR - LTW-20 -
1616H-3 O|O] 16 16 17 21.5 4.8 GS-50 - - LW-3
2020K-3 ®® 20| - 6 20 |125 25| ' 3.0/5.0 - HH5X16 - LW-4
2525M-3 0 @ 25 25 150 30 - HH5X25 -

. . \ Dimension T shows available grooving depth. (Ref. to the table G35 for Face Grooving ) \
@ Applicable Inserts [External Grooving]
Applications  |Grooving / Turning|Grooving / Turning] ~ Grooving  [Full-R / Copying| ~ Grooving Grooving Grooving Grooving Grooving Grooving
Ref. to Page G28, G29 G28 G28 G28, G29 G30 G30 G30 G30 G30 G31
(MwW) . MS N MG MT P NB TK - | TK CBN
Insert o 3 : = " - / PCD
Toolholder Description
KGMS%.1212H-3 | GMM3014.. - - GMM3014..R - -
GMG3020..MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMM?,.-3  (GMMSO20.MW| 564000 mis|GMGas20. MG | GMG4020. R GMN3.TK | SMNS | GMNS
KGMSH.3 | amrece0- A GM4020. MS|GMIG4020.MG| GMM4020. R MM3020-MT| GIM3020.NB GMIM3020.TK - gy i | ST e
” GMG5020..MS|GMG5020..MG|GMG5020..R
GMM5020..MS GMM5020..R
@ Applicable Inserts [Face Grooving]
Applications  [Grooving / Turning| Undercutting |Grooving / Turning|Grooving / Turning| ~ Grooving Full-R / Copying|  Grooving Grooving Grooving Grooving
Ref. to Page G29 G28, G29 G28 G28 G28 G28 G30 G30 G30 G30
Mw | Ms MG MT NB TK o
Insert 9 5 / // - ¢. \y / / / / /
> 1 . o p -

Toolholder Description

KGMS.1212H-3 - GMM3014..RU - - - - . . . .

GMG3020..MS GMG3020..R GMN3

KGMM#i--3 | FOG:3020.. GMG3020. RU|GMM3020. tw (SHIHS020- 1S G020 MG 3020, 1 GMN4

FGG.4020..| GMG4020..RU | GMM4020..MW . . " 5| GMM3020..MT|GMM3020..NB| GMM3020..TK GMNS5
KGMS%--3  |FGG7.5020..|GMG5020. RU|GMM5020. My |G MM4020. MS|GMGA020. MG GMM4020..R GMN3.TK
- ; v " GMG5020..MS|GMG5020..MG|GMG5020..R GMN4"TK

GMM5020..MS GMM5020..R .

Recommended Cutting Conditions @& G101
Recommended Cutting Conditions of CBN/PCD & G100

@ : Std. Item
O : Check Availability

G34



@ Selection of Insert & Toolholder (Face Grooving)

® Case of KGMM

@ Min. Cutting Dia. & Grooving Depth (Face Grooving)

® KGMM / KGMS (Common)

Toolholder|Left-hand (L) Toolholder | Right-hand (R) t Grooving Depth
Insert |Left-hand (L) Insert |Right-hand (R)
r oj : Min. Face Grooving Dia.
f::<
E N
‘. ! Description (Dmin t
Toolholder| Right-hand (R) Toolholder| Left-hand (L) GMG/GMM3020-O O[]
Insert |Left-hand (L) Insert |Right-hand (R) GMG/GMM4020-O O[] 6100 4.8
GMG/GMM5020-O O[]
~ FGG?/.3020-02 022 4.3
! FGG"/.4020-04 028 4.8
T — - FGG"/.5020-04 630 )
] GMG3020-150RU 022 4.3
| GMGA4020-200RU 028 48
GMG5020-250RU 630 )

® Case of KGMS

Toolholder

Right-hand (R

)

Insert

Left-hand (L)

Toolholder| Left-hand (L)

Insert

Right-hand (R)

y %\ '}
— p m
LL, 4 @ v
7 L2 £
A ‘ 1‘ '}
< T
Y
L1
*Right-hand shown
® Toolholder Dimensions
. . Width Spare Parts
gl DI () W(mm) Clamp Bolt Wrench
Description
R|L|H=zh|H3| B | L1 |L2 |F1| T MIN.| MAX.
KGMU®. 2020K ®® 20 20 125 =123.6 5.0 | HH5X16
2525M oo 25| ® 251150828648 3.0 \6.0)| HH5X25 LW-4

@ Applicable Inserts

@ Undercut Depth t

‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Ref. to the table below for the available Grooving Depth. ‘ Dimension F1 shows at GMM5020-RU. ( ) indicates external grooving inserts when installed.

Applications

Undercutting

Ref. to Page

G28

Insert

Toolholder Description

S 4

KGMU". 2020K
2525M

GMG3020..RU
GMG4020..RU
GMG5020..RU

- External grooving inserts (grooving width 3mm~6mm) will be attached.
(In case of using GMGO 020-O0 00O, GMMO020-0000H, GMNO

insert)

@ : Std. Item

. Undercut Depth | Difars font aeofte noigkee
Description
t (mm) ap (mm)
2 GMG3020-150RU 3.5 1.8
* 2 | GMG4020-200RU 4.0 1.9
GMG5020-250RU 45 2.1
*In case of undercutting for the diameter over 100mm,
external grooving inserts
GMG0020-00000,GMM0020-00000,GMNO
are also available.

|| Grooving % n

G35



External Deep Grooving Toolholders [GH / GHU / GA Insert]/

Top Clamp

G36

B KGH
e | T
7 | o] |- ] | f® .
< L2 | < 7 L2
35 L1
, -
[s2) [s2)
o T o T
I - i
|5 I | T <|5° T
KGH%.2020K type KGH%.2525M type
*Right-hand shown KGH.3225P type
B KGHS
|
| 1©® o D | @ i
- ‘ -
L2 ‘ L2 L1
.
[s2)
. D 1
EN R < Al -
2 - P -
'g . KGHS.2020K type KGHS#.2525M type
o ¢ Right-hand shown
O] . .
® Toolholder Dimensions
. . Spare Parts
Std. R (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
R|L|Hizh|H2|H3| B |L1|L2| F1 A T\\Q @/
KGH". 2020K-4 e® 20 5 20 [125 24.5-24.8 .
2525M-4 0 25 - 156 25 |150 33.5 24.5-24.8 3.4| 13 CGH-1%
2020K-5 ®® 20| 5 20 |125 25.0-25.8
2525M-5 @ ® 25 - [15.6/ 25 |150/33.5/25.0-25.8/4.2| 13 |CGH-1"
3225P-5 e 32 - 25 (170 25.0-25.8 HH6X25 W-6 SP-6 LW-5
2020K-7 ®® 20| 5 20 |125 24.5-25.0 A
2525M-7 e 25 - 156 25 |150 33.5 24.5-25.0 5.8| 13 CGH-2%
2525M-10 0 25 - 25 [150 25.5-26.5 A
3225P-10 ® |32 - 161 25 (170 41 25.5-26.5 9.0| 17| CGH-37%
R -
KGHS "L 2020K-4 ®® 20| 5 15.6 20 [125 o5 35 3.4| 13 | CGH-1%
2525M-4 00 25 - 25 |150 40
HH6X25 W-6 SP-6 LW-5
2020K-5 ®® 20| 5 15.6 20 [125 o5 35 4.9 13 | CGH-1Y
2525M-5 00 25 - 7125|150 40 ' )
- Dimension T shows available grooving depth. ‘
- Dimension F1 of KGH % Toolholder depends on the insert's edge width.
- Clamp KGH"L ... CGH-OR for Right-hand Toolholder, and CGH-OL for Left-hand Toolholder.
KGHS %, ... CGH-OL for Right-hand Toolholder, and CGH-OR for Left-hand Toolholder.
@ Rake Angle (o) after Installment of GH / GHU
When using GH-OOO0O-0O0 | When using GHUOO-OO
o Insert Grades o Insert Grades
0° | A65, A66N, PT600M
10° TC40N
TN
TN9O, TC6OM  |10° CRooas
20° PR930
KW10
@ : Std. Item



Top Clamp

< L2 |

25°
IS

L1

H3

H1

H2

«Right-hand shown

® Toolholder Dimensions

Spare Parts
Clamp Clamp Bolt Spring Wrench

&~

Std. Dimension (mm)

By
=

@@

Description
Hi=h|H2 |H3| B | L1 L2 |F1| A | T /a

KGA "/ 2020K-3 ®® 20| 5 20 (125 21.5 N
2525M-3 0 25 - 6 25 150 87 26.5 2320 CeA-3TL
2020K-4 ® (20| 5 20 (125 21.5 N
2525M-4 oo o5 - 6 25 150 37 26.5 3.3| 20 CGA-4%. | HH6X20 SP-6 LW-5
2020K -5 ® (20| 5 20 (125 21.5 A
2525M-5 e 25 - 6 25 (150 42 26.5 4.3) 25 CA-5T:

‘~ Dimension T shows available grooving depth. ‘
- Clamp: CGA-OR for Right-hand Toolholder, and CGA-OL for Left-hand Toolholder.

| Grooving %

M Applicable Inserts (mm)
Description i o Classification of usage
GH4020-0 O~GH8020-00 M stainiess Steal | L oo Telv o - L‘Ihtl : ut. sj
. ontinuous-LlI nterruption
GH10025-05~GH12025-05 25 75 o o enaous g 4
GHUOO-00O 20 ° ©: Continuous-Light Interruption /
GA30, GA40 5 | . Ly |Herdmeteas (-40n0) ° @ Coninieus /15t Ghoice
GA50 30 ' Hard materials (40HRC~) O| @/ ©: Continuous / 2nd Choice
. " 38 A | .
| t i » Dimension (mm) CermetE éj P Ceram: Applicable 1Hekt°|Pa%|e
nser escription ololZ[E18I8] |o|,lz]E or Applicable
W r ©2 238 z (888 Toolholders Tooholders
" FERRIE [E<2E
GH 402002 | , " 02 [ [@[@C[ o[ [®
4020-05 : 05 | @@ o |eee e KGH..4
452002 | , | 0.2 ) KGHS....4
m;,{; 4520-05 : 0.5 0
= 5020-02 02 | eeC (e |e@
2o g 5020-05 | 20 [ 05 | |@[@/ | o ee@ee®
= 5520-02 | .. | 0.2 °
5 i~ 5520-05 : 0.5 ° KGH"....5
Ground Chipbreaker 6020-02 6.0 0.2 LU L L KGHS".--5
P 6020-05 : 0.5 000 o o0 |0 G36
6562002 | .. | 0.2 °
6520-05 : 0.5 0
8% 7020-02 02 | @@ (e |@®
;&i:@ 702005 | 0 [05 | (@@ @ ee @
EEEEE 7520-02 0.2 0 KGH"...7
S G 752005 | '° 05 ° KGHS %....7
Coramic nsertis 8020-02 8.0 0.2 o0 o |@
Ceramic sbove shape. 8020-05 ' 0.5 [ ) @) [ } [ ]
10025-05 | 10.0 | 0.5 O le| |@ .
12025-05 | 12.0 | 0.5 O (e |e KGH?..--10
& i KGH"....4
22 {: GHU 40-20 40 | 025 @ ° S
£ N G36
t P 1 = 50-20 50 | 0.30 |@ ° KGH"....5
Molded Chipbreaker 60-20 6.0 | 0.30 (@ [ KGHS...5
8 GA 30 30 | 020 @ ° KGA"...-3
» “;t :
? L;J 40 40 | 025 @ ° KGA"....4 G37
py =50
: o> 50 50 | 0.30 @ ° KGA"....5

Recommended Cutting Conditions @ G98~G99

@ : Std. Item —————— e

I I Inserts are 1
O : Check Availability I . . !
. sold in 10 piece boxes. ] G37



For Aluminum Wheel External Grooving )~

B KGMW (External / Facing / Copying)

¢ Right-hand shown

H3

H1

L1

® Toolholder Dimensions

Spare Parts

Std. Dimension (mm) Clamp Bolt] Wrench
Description ) Applicable Inserts
R | L |H=hfH2 | H3| B | L1 | L2 |L3| F1 A T
S
KGMWF?. 2525M-6 228 | 4.4 GMGW6030-30R
252508 | @ | ® 25 | 13 |10.3| 25 {150 | 40 | 55 I~ . 25 | HH6X25 | LW-5 GMGW8030-20R
E@ GMGW8030-40R-HR
@ Applicable Inserts
(@]
£ o Dimension (mm) No. of PCD
8 Insert Description
5 W | re L H M S | Edge | KPDO0O1
— g GMGW 6030-30R 6 3 5 4.5 1 [ J
. s N 30 | 55
\ |": x 8030-40R 8 4 6 6 1 [ J
= ,ﬂ
DA GMGW  8030-40R-HR | 8 4 |3 |55 6 | 5 1 °
T F\
o 18
- GMGW inserts are exclusively used for KGMW type 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 (Cuting Speed Ve: m/min)
PCD (1) f for Grooving (mm/rev)
Workpiece Material (2) f for Turning (mm/rev)
KPDO0O1 (3) ap for Turning (mm)
N (1) 0.05~0.3 mm/rev
Aluminum 150~2,700 (2) 0.2~0.8 mm/rev
(3) MAX. 3 mm
*: 1st Recommendation
@ : Std. Item

G38




Summary of Internal Grooving

M Small Dia. Internal Grooving ¢3~(G41-G44)
EZ Bars, 2-Edge Tip-Bars & System Tip-Bars

Type EZG
Min. Bore Dia. $3~08
Edge Width (mm) 0.5-2.0  m———
Grooving Depth (mm) 1.0~2.0
Ref. to Page Ga41 EZ Bars
Type HPG
Min. Bore Dia. 04~07
: e RR——
Edge Width (mm) 1.0-2.0 -
Grooving Depth (mm) 1.0~-2.0 -
2-E Tip-B
Ref. to Page G44 dge Tip-Bars
Type VNG ﬂ
Min. Bore Dia. 04~07
Edge Width (mm) 1.0~2.0 J
Grooving Depth (mm 0.8~2.0 )
Refg o Pp;ge( ) G43 System Tip-Bars o
N C
>
I}
o
O]
M Internal Grooving ¢8~ (G45~Gs5)
@ Shallow Grooving
2-edge
Type SIGE
Min. Bore Dia.|  ¢8~¢12 - -
Edge Width (mm)  1.0~3.0
Grooving Depth (mm) 15-2.2
Ref. to Page G47 Ground Chipbreaker  Ground Chipbreaker
L Full-R
( 1-edge 2-edge 2-edge
Type GIV 9 9 -
Min. Bore Dia. 012~040 \,
Edge Width (mm)  1.0~5.0 \/
Grooving Depth (mm) 1.7~6.3
Ref. to Page G52 Ground Chipbreaker ~ Ground Chipbreaker ~ Ground Chipbreaker
L Full-R )
N
2-edge 2-edge 2-edge
Type SIGE g J 9 &
Min. Bore Dia.|  ¢14~¢40
Edge Width (mm) 1.0-5.0
Grooving Depth (mm) 2.5~6.5
Ref. to Page G47 Molded Chipbreaker ~ Ground Chipbreaker ~ Ground Chipbreaker
_ Full-R )
s N
Type KIGBA 5 <
Min. Bore Dia.|  $35~¢40 o3 )
Edge Width (nm)_ 0.33-48 | | | s 2 40 @ ﬂ
Grooving Depth (mm) 0.8~2.8 g h‘J‘ —_—— ——r
Ref. to Page G54 Ground Chipbreaker ~ Ground Chipbreaker ~ GM Chipbreaker MY Chipbreaker
L Full-R )
Type KITG *KITG will be switched
Min. Bf)re Dia.| ¢35~¢45 to KIGBA.
Edge Width (mm)  0.75~4.5
Grooving Depth (mm) ~ 2.0~2.5
Ref. to Page G55 Ground Chipbreaker

G39



Summary of Internal Grooving s

® Deep Grooving (G56, G59)

)
Type KGIA .
Min. Bore Dia. $32~066
Edge Width (mm) 3.0~5.0
Grooving Depth (mm) 10~15
Ref. to Page G59 Molded Chipbreaker
)
Type KIGH
Min. Bore Dia. $45~065
Edge Width (mm) 4.0~-8.0
Grooving Depth (mm) 12
Ref. to Page G56 Ground Chipbreaker

Molded Chipbreaker
— @

M Internal Grooving & Turning $20~ (G57, G58)

R -

\

Type KIGM-V
Min. Bore Dia. $20~040
Edge Width (mm) 3.0~5.0 .
Grooving Depth (mm) 55~11.0 Molded Chipbreaker
Ref. to Page G57
Molded Chipbreaker
Full-R
Type KIGM-8 f A
Min. Bore Dia. 965
L | Edge Width (mm) 8.0
Grooving Depth (mm) 20
Ref. to Page G58
Molded Chipbreaker
Ground Chipbreaker

\)

Type KIGMU-8
Min. Bore Dia. $65
Edge Width 8.0
g.e 'dth (mm) Molded Chipbreaker
Grooving Depth (mm) 2.2 Full-R
Ref. to Page G58 L Y,

G40



Small Dia. Internal Grooving EZ Bars S~

B EZG (Small Dia. Internal Grooving) @

i

L1

Fig.1

« Right-hand shown

L1

o
16\ \/W1003 &

Fig.2

Chipbreaker in detail

® Dimensions

Min. Bore Dia. Dimension (mm) MEGACOAT 3
Description o Drawing A?;ﬁgfzﬁlegggs
0A w™ re | 0D H L1 L2 | L3 | L4 F T PR1225 ~
EZGR 040040-050 0.5 o
040040-100 1.0 , o
=Tl 4 5 4 | 345|447 | 12 | 62 1.7 1 | Fig.2 ° EZH040..
040040-200 2.0 0
050050-100 1.0 0
050050-150 5 1.5 5 | 43 | 528 6.7 215 | 15 0 EZH050..
050050-200 2.0 20 0
060060-100 1.0 | =oon 0 0
060060-150 6 15 |005 | 6 |515|607 265| 2 0 EZH060.. =
060060-200 2.0 Fig 1 0
070070-100 10 g 0 o
070070-150 7 1.5 76 3.05| 2 ° £
070070-200 2.0 0 3
600705100 10 7 | 62 | 637 | 25 ° EZH070.. 8
080070-150 8 1.5 345 | 2 ° O]
080070-200 2.0 0
EZGR 030030-050S 0.5 o —
030030-100S 3 10 3 | 25 |387| 5 | 48 125 | 0.8 ° EZH030..
040040-050S 0.5 0
040040-100S 1.0 0
e | 4 15 4 | 345|447 | 8 | 62 1.7 1 ° EZH040..
040040-200S 2.0 o
050050-100S 1.0 0
050050-150S 5 15 5 | 43 | 528 6.7 215 | 15 0 EZH050..
050050-200S 2.0 | oo 0 Fiq.2 0
060060-100S 10 | 0.05 g 0
060060-150S 6 1.5 6 | 515 | 60.7 2.65 0 EZH060..
060060-200S 2.0 10 0
070070-100S 1.0 0
070070-150S 7 1.5 76 3.05| 2 0
070070-200S 2.0 0
080070-100S 10 7 6.2 | 63.7 ° EZHO070..
080070-150S 8 15 3.45 0
080070-200S 2.0 ®
[- Dimension T shows available grooving depth. |
# Inserts Identification System EZ G R 030 030 050 S
———1 L = | — |
ISymboI of EZ Barsl Applications Insert Hand Min. Bore Dia. Shank Dia. Width Type
G: Internal Grooving| | R: Right-hand 030 : 3mm 030 : 3mm 050 : 0.5mm S:Short type
040 : 4mm 040 : 4mm 100 : 1.0mm ) )
. . 150 : 1.5mm (L2 dimension)
4 Recommended Cutting Conditions
EZGRO60060-...
(Guth |nssert GJa\;ieS i) EZGRO040040-... EZGR070070-...
utting spee: C: m/min b 5
. . EZGR030030-..S EZGR050050-... EZGR080070-...
MEGACOAT EZGR050050-...S EZGR070070-...S
EZGRO080070-...S
PR1225 f (mm/rev)
*
Carbon steel / Alloy steel 30-100 ~0.02 ~0.03 ~0.05
Coolant
Stainless Steel 050 ~0.01 ~0.02 ~0.03

@ : Std. Item

*

l sold
S

: 1st Recommendation

EZ Bars are
in 1 piece boxes.



Applicable Sleeves for Internal Grooving Inserts -

® Applicable Sleeve

Sleeve

Applicable Insert for Small Dia. Internal Grooving

G42

AT Applicable
= EZH-HP Sleeve Shank .
(Adiuﬁiﬂ%gggrt\?gglé‘;‘nglh /| (Adjustable overhang length) EZH-ST Shank Dia. EZG HPG Dia. Machine
@ F20 @ F22 ®F24 oD1(mm) oD(mm) | Manufacturer
EZH 03012ST-80 EZGR ...030-... - 3
04012ST-80 EZGR ...040-... HPG%. 0404-...| 4
- - 05012ST-80 12 |EZGR ...050-.... HPG? 0505-...| 5 |(General purpose)
06012ST-80 EZGR ...060-... HPG". 0606-...| 6
07012ST-80 EZGR ...070-... HPG%. 0707-...| 7
EZH 03016HP-100 |EZH 03016ST-100 EZGR ...030-... - 3
04016HP-100 04016ST-100 EZGR ...040-... HPG?. 0404-...| 4
- 05016HP-100 05016ST-100 16 |EZGR ...050-... HPGi 0505-...| 5 |(General purpose)
06016HP-100 06016ST-100 EZGR ...060-... HPG%. 0606-...| 6
07016HP-100 07016ST-100 EZGR ...070-... HPG%. 0707-...| 7
EZH 03019CT-120 |EZH 03019HP-120 |EZH 03019ST-120 EZGR ...030-... - 3
04019CT-120 04019HP-120 04019ST-120 EZGR ...040-... HPG". 0404-...| 4
05019CT-120 05019HP-120 05019ST-120 | 19.05 | EZGR ...050-... HPG®. 0505-...| 5 | Citizen Machinery
06019CT-120 06019HP-120 06019ST-120 EZGR ...060-... HPG%. 0606-...| 6
07019CT-120 07019HP-120 07019ST-120 EZGR ...070-... HPG%. 0707-... | 7
EZH 03020CT-120 |EZH 03020HP-120 |EZH 03020ST-120 EZGR ...030-... - 3 | Amada Machine Tools
04020CT-120 04020HP-120 04020ST-120 EZGR ...040-... HPG%. 0404-...| 4 Equro
05020CT-120 05020HP-120 05020ST-120 20 |EZGR ...050-.... HPG%. 0505-...| 5 Tsugami
> 06020CT-120 06020HP-120 06020ST-120 EZGR ...060-... HPG?. 0606-...| 6 Citizen Machinery
£ 07020CT-120 07020HP-120 07020ST-120 EZGR ...070-... HPG%. 0707-... | 7 (General purpose)
8 EZH 03022CT-135 |EZH 03022HP-135 |EZH 03022ST-135 EZGR ...030-... - 3
1] 04022CT-135 04022HP-135 04022ST-135 EZGR ...040-... HPG%. 0404-...| 4 Star Micronics
05022CT-135 05022HP-135 05022ST-135 22 |EZGR ...050-... HPG%. 0505-...| 5 Nomura DS
06022CT-135 06022HP-135 06022ST-135 EZGR ...060-... HPG%. 0606-...| 6 Tsugami
07022CT-135 07022HP-135 07022ST-135 EZGR ...070-... HPG%. 0707-... | 7
EZH 03025.0CT-135 |[EZH 03025.0HP-135 |EZH 03025.0ST-135 EZGR ...030-... - 3 | Amada Machine Tools
04025.0CT-135 04025.0HP-135 04025.0ST-135 EZGR ...040-... HPG?. 0404-...| 4 Eguro
05025.0CT-135 05025.0HP-135 05025.0ST-135 | 25 |EZGR ...050-... HPG%. 0505-...| 5 Tsugami
06025.0CT-135 06025.0HP-135 06025.0ST-135 EZGR ...060-... HPG%. 0606-...| 6 Citizen Machinery
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZGR ...070-... HPG%. 0707-...| 7 (General purpose)
EZH 03025.4CT-120 |EZH 03025.4HP-120 |EZH 03025.4ST-120 EZGR ...030-... - 3
04025.4CT-120 04025.4HP-120 04025.4ST-120 EZGR ...040-... HPG". 0404-...| 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 | 254 |EZGR ...050-.... HPG®. 0505-...| 5 |Citizen Machinery
06025.4CT-120 06025.4HP-120 06025.4ST-120 EZGR ...060-... HPG%. 0606-...| 6
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZGR ...070-... HPG%. 0707-...| 7

- Choose sleeves (¢d1) to meet with ¢D 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 Va

|| Grooving % n

B VNG
L2 1
%
| 2 20 ) -
I L I /-r\ _
' = -5 !
/_l L1
© % T
W=0.03 (Edge enlarged) Ji T = H }
« Right-hand shown
Classification of usage e =
% M |StinkessSeel @ |
[ J
@: Continuous / 1st Choice | N | Non-ferrous Metals | [ g
O Continuous / 2nd Choice [ _§ %
. i H Hard materials (~40HRC) O O o =
® Dimensions Hard materials (40HRC~) % §
o
o o
Min. . . MEGA| Q|2 L5
Bore Dia. Dimension (mm) COAT E g PCD E §
Description = == g
IR <
0A W re | 6D H L1 L2 L3 L4 F T | g:" El=)=]
o oo
o Y| ¥
VNGR 0410-11 1.0 o ( X J
0420-11 4 g0 008 w08 | 11 o 35108 'g 9@
0510-11 5 1.0 0.05 ' ' a4 | 10 o (X J
0520-11 2.0 ' i 3.9 i ’ B ) ( K J
0610-20 1.0 ' o ( X J
6 0.05 52 | 1.8
0620-20 2.0 398 | 20 03 o ( X J
0710-20 7 1.0 0.05 ' ' 62 | 20 o (X J
0720-20 2.0 ' ' T e ( X J F28
VNGR 0410-11NB 1.0 MTO(MTO F29
0420-1iNB | ¢ | 20 °®° w08 | 11 o 35 |08 TR
0510-11NB 5 1.0 0.05 ' ' 44 | 10 MTO(MTO
0520-11NB 2.0 ' ) 3.9 ) ’ ' MTO(MTO
0610-20NB 1.0 ' MTO{MTO
0620-20NB | ° | 20 2% w5 | 20 I il B OO
0710-20NB 7 1.0 0.05 ' ' 62 | 20 MTO(MTO
0720-20NB 2.0 ' ’ ’ MTO(MTO
\- Dimension T shows available grooving depth.\
- Dimension L4 indicates the cutting edge is above the Tool's Center Position.
¢ Recommended Cutting Conditions
Recommended Insert Grades (Cug SpeadV: mini)
MEGA| PVD  |Carbide| YNGO4| VNGOG
Workpiece Material o P VNGO5 | VNGO7 | Remarks
N N ‘Q_
N o
| x| 3
o o 4 f (mm/rev)
Carbon steel / Alloy steel | 5,740 3(;%00 ~0.03 | ~0.05
. * W
Stainless Steel 3080 | 30.80 ~0.02 | ~0.08 |Coolant
Non-ferrous Metals X, | -0.05| ~0.08
*: 1st Recommendation +r: 2nd Recommendation
@ : Std. Iltem SR SR

| CBN & PCD Inserts are
I sold in 1 piece boxes.

: System Tip-Bars (VNG) are
l sold in 5 piece boxes.

MTO : Made to order



Tip-Bars for Micro Internal Grooving HPG / PSG-S/

[Solid Type]

M HPG (small Dia. Internal Grooving)

Applicable Sleeves @ F24, F25

| o7 1
% '8 _ [T — | — gfffszL -
) e
e & WE & L2 L1 .
Detail of edge i L3
¢ Right-hand shown ‘
® Dimensions
Min. Bore Dia. Dimension (mm) PVD Coated Carbide|  Carbide
Description PR930 KW10
0A W=008 | rg oD H L1 L2 L3 L4 F T
R L R L
HPG®. 0404-10 1 e o o
————— 4 4 3.35 60 15 3.65 1
0404-20 2 8 e o o
0505-10 1 e o o
— 5 5 4.3 4.55 1.5
0505-20 2 0 e o o
002 70 | 20 0
0606-10 1 0.05 e o o
—————] 6 6 52 55
E@ 0606-20 2 10 5 e o o
o 0707-10 1 e o o
c P — 7 7 6.2 80 25 6.45
3 0707-20 2 e o o
(% [ - Dimension T shows available grooving depth. |
@ Description Table for Tip-Bars and Applicable Sleeves ¢ Recommended Cutting Conditions
Recommended Insert Grades
Tip-Bars Applicable Sleeves _ _ (Cuting Speed Ve: mimin) :::GE/LO“ ::GE/LOG
Description @F24, F25 Workpiece Material o goecatis| Carbide G705 G.07 | Remarks
' PR30 | KW10 f (mmirev)
HPG". 0404--- EZH 04--- Carbon Steel / Alloy Steel |, * -0.03 -0.05
0505--- 05.---- . . |
0606-.- 06— Stainless Steel 30.80 - ~0.02 -0.03 Coolant
0707--- 07----- Non-ferrous Metals - ~3*(')0 -0.05 -0.08
*: 1st Recommendation
B PSG-S (Tip-Bars) This insert will be switched to EZG.
H oD
,,,,,,,,,,,,,,,,,,, +@V:F
%W‘ ) E— [—
o w 2° L2 U1
L3
«Right-hand shown
@ Dimensions
Min PVD 3
. Dimension (mm) Coated| 2
Bore Dia. Carbide| S Ref. to Page
Description = ° for Applicable
[52] -
6A |W=®| C | ¢D | H | L1 | L2 L3 |L4| F T | @ | & | Sleews
o 4
PSGHL 0510-60S 1.0 | 0.05 N
0520-60S 50 | 01 3.8 | 3.6 60 15 o 0.1 186 | 1.5 A
0610-70S 1.0 | 0.05 A A
0620-70S 20 01 8|44 7020 2.36 A | & F82
0710-70S 1.0 | 0.05 A N
0720-70S 50 | 01 58 | 5.2 70 20 0 0.3 | 286 | 2.0 N A
0810-80S 1.0 | 0.05 A A
0820-80S 20 01 0862 80 2 3.38 A | A

- Dimension T shows available grooving depth. \

Recommended Cutting Conditions & G99

- Dimension L4 indicates the cutting edge is above the Tool's Center Position.

_____________________

! Tip-Bars are

I
G44 :\ sold in 1 piece boxes. 1

@ : Std. Item
A\ Will be switched to new item
(Check Availability)



Internal Grooving SIGE

H Appllcable Inserts ) o0 o
(mm ) Classification of usage |
I I ¢ 2
GE"....-A 6.69 258 © Interruption / 1st Choice Tg
GERL......-BR 8.46 8.2 3.18 2.7 P . I(r)lter:juption//in?((}):olice g
GER...-CM 5.8 11.48 4.05 2.8 . - Lontinuous /st Lhoice | =
GER...-DM 6.8 16.44 5.05 34 H faniie ol wLe) hd & O: Continuous / 2nd Choice| &
GER..-EM 9.54 21.66 555 44 Hard materials (40HRC-~) =
o
Dimension (mm)|Cermet| Y534 2% Carbide o
5 ©
L e | |1 | .| o Applicable o
Insert Description wielcle 818 8 T |z Toolholders L
Z2 | x| x| 5|2 S
Handed Insert shows Right-hand = o o o
GEL 100-005A 1.00 o o [ ) [ )
120-005A 1.20 0.05| @ (] [ ) [ )
SIGE"....A-EH  |G47
125-005A 1.25/1.5(/1.8 o o @ [ SIGE"....A-WH G48
150-010A  |150 i @ ee ° o
200-010A 2.00 ' o o o @
F B GE?.  100-005B  |1.00 o o o ®
120-005B 1.20 005 @ | @ | @ ()
125-005B 1.25 o (] [ ) [ ) " G47
145-010B  [1.45 o o o ) SIGET....B-EH
150-010B 150 2226 01l @ ° ° ° SIGE"....B-WH G48
- : : SIGER...B-WH-90 |G49
200-010B 2.00 [ ) (] @ ®
250-020B 2.50 02 o o o [ ) o
2-edge 300-020B 3.00 ’ [ ) (] @ o %
o)
GER 100-050AR |1.00 15|18 0.5 R R R SIGER...A-EH G47 (%
200-100AR  |2.00 1.0 R | R R | SIGER.AWH G48
GER 100-050BR |1.00 0.5 R R R SIGER...B-EH
2226 SIGER...B-WH
200-100BR |2.00 1.0 R R R SIGER...B-WH-90 G47
GER 150-010CM |1.50 01 R R G48
200-010CM _|2.00 ' R|R SIGER..C-EH  |G49
250-020CM |2.50(2.5|2.7 R R SIGER...C-WH
300-020CM |3.00 0.2 R R SIGER...C-WH-90
350-020CM |3.50 R R
GER 150-010DM |1.50| 3.0 01 R R
200-010DM |2.00 ' R R
230-020DM |2.30| 3.2 R R
N 250-020DM  |2.50 4.8 R|R SIGER...D-EH
P e 300:020DM_|3.00 02 R LR
2 350-020DM [3.50( 4.5 R R
] 400-020DM  |4.00 R|R
% |GER  150-010EM |1.50/3.0 01 R|R G47
200-010EM [2.00|3.2 ' R | R
oo oo 50 s 250-020EM  |2.50 45 R|R
g:z'gzzim ggg 6.8 2 2 SIGER...E-EH
= . ~ 55 0.2
400-020EM |4.00 R R
u 450-020EM |4.50 R R
2-edge GER300-020CM-~350-020CM 6.5
Molded Chipbreaker e opott e oot 500-020EM  |5.00 R R
[ Dimension B shows available grooving depth. | Recommended Cutting Conditions & G50
@ Comparison of Chip Control (Molded Chipbreaker) @ Comparison of Chip Control (Min. Bore Dia.: ¢8)
f (mm/rev) SCM415 (Min. Bore Dia.¢16) f (mm/rev)] SCM415
Evaluation Evaluation
Description 0.05 0.07 0.1 Description 0.02
SIGER1612C-EH o Good Chip SIGER0808A-EH| @ ¢ = 1
GER300-020CM(PR1025) (g o N -9 R Control GER200-010A woe V
Competitor A ' & Unstable Chip (PR1025) < e
. ) @ & Insert cracks Control
Width: 3mm & and biting G o ﬂ ‘\
r - ompetitor 1 .
Competitor B ?!) 1 @ % i g \-o Unséa()l;lﬁgfhlp Withr)\: omm | ® o Chipping
Width: 3mm X __&5 . a ¥ g and biting e
[Vc =100m/min, ap=2.0mm, Wet] (Internal evaluation) [ Ve=50m/min, ap=1.25mm, Wet] (Internal evaluation)
@ : Std. ltem o= R

i Inserts are :
i sold in 10 piece boxes. G45

R : Std. ltem (Right-hand Only)



Internal Grooving SIGE

/

M Applicable Inserts

P |Carbon steel / Alloy steel @ O &a
(mm) M |Stainless Steel @ O Classification of usage | &
Description A L H od - @: Continuous-Light 2
GE"...-C K |Cast Iron © Interruption / 1st Choice g
GER..-CR 5.8 11.48 4.05 2.8 N |Non-ferrous Metals o (©: Continuous-Light Z
: Interruption / 2nd Choice| Q
At 6.8 16.44 5.05 3.4 S [Tianium Al_loys e o: ContinEousHst Choice §
GER..-DR y [Hard materials (-40HRC) e © C: Continuous / 2nd Choice| S
GE"L...-E 9.54 21.66 5.55 4.4 Hard materials (40HRC~) :E‘S
Dimension (mm) |Cermet| 4562 82’;;%% Carbide ":;3)
it o | v | v Applicable o
Insert Description wielclelS 8|8 g g Toolholders 2
) Z | x| x |5 |2 5
Handed Insert shows Right-hand = o o font
GE". 100-005C |1.00 e & o o
120-005C [1.20 0.05 R @® | @ R
125-005C [1.25 ' ® R @ | ©
140-005C |1.40 R R|® | R
145-010C [1.45 ® R | © | ©o
150-010C  |1.50 e o o o SIGE®....C-EH  |G47
170-010C [1.70|2.5(2.7 01 R R| @ | R SIGE%....C-WH |G48
185-010C [1.85 ' R R| @ | R SIGER...C-WH-90 |G49
195-010C [1.95 R R|@® | R
200-010C |2.00 e & o o
@ 250-020C |2.50 e & o o
300-020C |3.00 02 @  © ©o ©o
> 2-edge 350-020C  |3.50 e R|[® o
3 GE". 100-005D [1.00 s @ /@@ @
e 140-005D [1.40(2.5 ) R @® | ® R
o 145-010D |1.45 e R (@ o
— 150-010D |1.50 e & o o
170-010D [1.70 3.0 R ® | @ | R
185-010D [1.85| 0.10| R ® R
195-010D |1.95 R o R
200-010D |2.00 e & o o
225-010D |2.25 4.8 R @® | ® R SIGE%....D-EH
230-020D (2.30 3.0 @ o [ o
250-020D |2.50| e o o o
275-020D |2.75 R ® R
280-020D |2.80 0.20 R ® R
300-020D |3.00 ’ e & o o
GER300.0200-400:020D 330-020D |3.30 45 R ® R
350-020D |3.50| ® R | © | ©o
400-020D (4.00 @ o [ J o
GE". 100-005E [1.00(2.5 005 ®  © | @ | © G47
150-010E  |1.50 ®e o o o
170-010E  |1.70 3.0 R |  ® | @ | R
185-010E  [1.85| 01 R ® R
195-010E  [1.95 ' R ® R
200-010E |2.00 ® R | © | ©
225-010E |2.25/3.2 R R o R
230-020E |2.30 ® R | © | ©o
250-020E |2.50 e o o o
275-020E |2.75 6.8 R R| @ | R SIGE"....E-EH
280-020E |2.80/4.5 R ® | @ | R
300-020E |3.00 e & o o
330-020E |3.30 0.2 R R|® | R
350-020E (3.50 ’ ( R [ J o
400-020E |4.00/5.5 ® R @ | ©o
CER50.020E500.020F 430-020E |4.30 R R|® | R
450-020E (4.50 o R [ J o
460-020E |4.60| 6.5 R R|® | R
2-edge 500-020E |5.00 ® R | © | ©
GER 200-100CR (2.00 1.0 R R R SIGER...C-EH G47
. 250-125CR |2.502.5|2.7[1.25 R|R|R SIGER..C-WH  |G48
- 300-150CR |3.00 15 R|R|R SIGER...C-WH-90 |G49
GER 200-100DR (2.00| 3.2 48 1.0 R R R SIGER...D-EH Ga7
Toh 300-150DR (3.00(4.5| |15 RIR|R

| - Dimension B shows available grooving depth. |

! Inserts are i
sold in 10 piece boxes. |

Recommended Cutting Conditions @& G50

@ : Std. Item

R : Std. Iltem (Right-hand Only)



M SIGE-EH Excellent Bar (with Coolant Hole)

Coolant Hole (¢d) Coolant Hole (¢d)

b

.
= g Fig1 ) " e et Fig.2
4 ‘
>

Coolant Hole (¢d) Coolant Hole (¢d)
2 o -2 | Fig.3 - —V 9| Fig4
V @) e NI < ’ i <
Ve~ KN ]
%)
P sssittss.08 /4 1612C-EH shank is 3 face cut type

(top, bottom and one side)
Coolant Hole (¢d)

I et = [ —— g Fig.5

Coolant Hole (¢d)

el et ks B b % Fig.6

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

® Toolholder Dimensions

®
\
W\
\
%
|
E i
|| Grooving % n

Min Spare Parts
Std. . Dimension (mm) o
Description Bore Dia. g Clamp Screw| Wrench Applicable Inserts
P J< =3 @I ®G45, G46
RIL| 6A |oD|H |L1|L2| F|T|od =
g - DT
. GE™100-005A~GE".200-010A
SIGE". 0808A-EH (@ @ 8 8 |72|100| 20 | 48 | 1.5 | 3 |Fig.1|SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR
1010B-EH (@ | @ | 10 25 | 6.2 Fig.1 GEY.100-005B~GE?.300-020B
12108-EH (@@ 12 | °| % ™07 %23 Fig.2 SB-2255TR | - | DT-7 | GER100-050BR~GER200-100BR
1412C-EH (@ | ®| 14 | ., |, |5/ 38| 8 4 193 GE/100-005C~GE*:350-020C
1612C-EH @ | @ ' 20 | 85|25 Fig.4 | SB-2570TR | FT-8 | - | GER150-010CM~GER350-020CM
1616CEH (@ | ®| '© [76 15 [160| 36| 9 5 GER200-100CR~GER300-150CR
GE™100-005D~GE":400-020D
2020D-EH @ @ 20 |20 | 19 [180| 40 [121|45| 5 |_ SB-3080TR [FT-10| - | GER150-010DM~GER400-020DM
Fig.5 GER200-100DR~GER300-150DR
2525E-EH @ |@®| 25 25 | 24 |200| 45 |15.6 GE7.100-005E - GEYL500.020E
3232E-EH @ @ | 32 32 1304 220 55|19 |65 | 5 . SB-4085TR |FT-15| - GER150-010EM~GERB00-020EM
4032E-EH (@ | @] 40 250 | 45 | 23 Fig.6

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

M Features
@ Large chip pocket screw clamp toolholder design @ Cutting edge is free Contact face /
enables excellent chip evacuation from contact face ] Co

Large Chip Pocket

- E ‘ ﬁ ®An 8mm minimum cutting diameter with a 2-edge design

Screw Clamp Conventional Clamp
® Cost effective chip control from _ .‘
a molded chipbreaker ;
GER:---M type

@ : Std. Item

G47



Internal Grooving SIGE

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

Coolant Hole (¢d)

/ Q Fig.1

Coolant Hole (¢d)

— 31 Fig.2

!7*! ‘d - = Coolant Hole (¢d)
//ll//- === %1 Fig.3
2
g «Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
o
O] ® Toolholder Dimensions
— Min. Spare Parts
Std. | Bore Dimension (mm) > .
Description Dia. 'S |Clamp Screw| Wrench Applicable Inserts
© ®G45, G46
RIL| ¢6A |¢D| H |[L1|L2| F | T | ¢d e "’ F
é =~ %
GE®L100-005A~GE¥.200-010A
SIGE". 0808A-WH (@ @ 8 8 |72 |125| 28 (48 15| 3 o SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR
1010B-WH (@ | @ | 10 125| 35 | 6.2 '9- GEY.100-005B~GE%.300-0208
1210B-WH @ @ | 12 109 140| 45 | 7 22| 3 SB-2255TR - | DT7 | GER100-050BR~GER200-100BR
1412C-WH @ | @ 14 150| 50 | 8.7 Fig.2 GE?.100-005C~GE".350-020C
12 (114 25| 4 - SB-2570TR | FT-8 - GER150-010CM~GER350-020CM
1612C-WH @ @ | 16 180 | 20 | 8.5 Fig.3 GER200-100CR~GER300-150CR

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

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

Toolholder Applicable Insert & Rake Angle (o) after Installment of Insert
Description Ground Chipbreaker o(°) Molded Chipbreaker o(°)
GE®.100-005A~GE®.200-010A o
SIGE?. 0808A-EH | ERi00-050AR~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
TR 1100-005C~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~GER500-020EM 10°
4032E-EH
GE®.100-005A~GE®.200-010A o
SIGE”. 0808A-WH | -rri00-050AR~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
T e 1100-005C~GE®.350- o o
:;12?;(\:”:\,“ GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
-WH-90

o indicates the rake angle at the center of the edge width, after installing insert.
@ : Std. ltem

G48




For automatic lathe

Internal Grooving SIGE s

B SIGE-WH-90 (For automatic lathe) Carbide Shank Bar (with Coolant Hole)

*Dimension L3 shows minimum overhang length.

é) Coolant Hole (od)
= : = §
/ %::_‘ L _H Fig.4
@ Coolant Hole (¢d)
— = ‘;
|
R Fig.5
i)} _=|
8= H
1
= | .
«Right-hand shown Right-hand Insert for Right-hand Toolholder.
@ Toolholder Dimensions
: Spare Parts
Mm'. Dimension (mm) o
- Std Bore Dia. § |Clamp Screw| Wrench Applicable Inserts
escription . g - ©G45, G46
0A |oD| H |L1|L2|L3|F|T|od =
/
SIGER 1008B-WH-90 | @ | 10 | 8 |7.2 25 5.6 _ GER100-0058~GER300-0208
90 —— 15 ——2.2| 3 |Fig.4| SB-2255TR FT-7 GER100-050BR~GER200-100BR
1210B-WH-90 [ ] 12 10 | 9.4 30 6.6
GER100-005C~GER350-020C =y
1412C-WH-90 [ ) 14 12 [11.4/ 90 | 35 | 15 |7.4|2.5| 3 |Fig.5| SB-2570TR FT-8 GER150-010CM~GER350-020CM S
GER200-100CR~GER300-150CR 8
G
I

- Ref. to Page @ G48 for applicable Insert & Rake Angle (o) after Installment of Insert.
® Applicable Sleeves

H/2, H1 10 25 =
3
- 1 TX ] (N«
6 == i@
’ 257 - — 10
45
'_Em WY ; —
R=3! 7" 77777777 L 77777777 <= éL
(Toolholder installation side) (Toolholder installation side)
Fig.1 Fig-2
. . Spare Parts
Dimension (mm) o P
c Screw Wrench . .
L = Applicable Machine
Description Std. =
dl | ¢D1 | ¢D2 | 9d2 | H | H1 | L1 | L2 . @ Manufacturer
¢d1 | oD1 | ¢ o o %&

SHA 0820-120 [ ) 8 ) .

1020-120 ° 10 20 14 12 19 |19.25| 120 - | Fig.1 Amada I\éIachme Tools
SHA 0825.0-135 ® | s i HS6x4P LW-3 Tsfggim

1025.0-135 ® | 10| 25 14 | 24 |115|135| 17 |Fig.2 Citizen Machinery

1225.0-135 [ J 12 16
SHA 0819-120 o 8 )

e ® o 19.05| 14 | 12 | 18 |8.75|120 | - |Fig.1
SHA 0820-120 o 8

20 14 | 12 19 19.25| 120 - | Fig.1

1020-120 ® | 10 91 Hsexap LW-3 Citizen Machinery
SHA 0825.4-120 o 8 14

1025.4-120 o 10 [25.4 14 (244 12 | 120 | 17 |Fig.2

1225.4-120 o 12 16
SHA 0822-125 ® | s i Star Mioron

1022-125 ® | 10| 22 14 | 21 | 10 |125| - |Fig.1| HS6x4P LW-3 ar lieronics

Nomura DS

1222-125 o 12 16
SHA 0823-120 o 8 14

1023-120 ® | 10 | 23 14 | 22 [10.5|120 | 16 |Fig2| HS6x4P LW-3 Nomura DS

1223-120 o 12 16

* Length of ¢d1...45mm (All of SHA sleeves)

- Choose sleeves(¢d1) to meet with ¢D dimension of toolholder.
- Machine manufacturers in random order.

@ : Std. Item

G49



Internal Grooving SIGE

/

BRecommended Cutting Conditions (Ground Chipbreaker: GE".---A(R),GE".--B(R))

| Grooving %

G50

Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev)
Workpiece Cermet | MEGACOAT PVD Coated Carbide) Carbide (2) f for Turning (mm/rev)
: =) 10 ) - Remarks
Material 8 N 8 = (3) ap for Turning (mm)
EE | E | B | TR | CTERNR. [ omomomwon
N N (1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Carbon Steel 50.80 sotso 5080 - (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)0.02~0.04 (1)0.02~0.04
Alloy Steel 5080 | soso | 5050 (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 - 50t80 50%80 - (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 - - - sotso (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)0.02~0.04 (1)0.02~0.04
Aluminum - - - 50~*1 00 (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(3)Max. 0.1 (8)Max. 0.1 (3)Max. 0.2
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Brass - - - 50:'; 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) *: 1st Recommendation +r: 2nd Recommendation

B Recommended Cutting Conditions (Ground Chipbreaker: GE?.---C(R),GE".--D(R),GE".E)

Recommended Insert Grades (Cuting Speed Ve: mini) (1) f for Grooving (mm/rev)
MEGA |PVD Coated . (2) f for Turning (mm/rev)
Cermet -+ |Carbide -
i COAT | Carbide (3) ap for Turning (mm)
Workpiece GE?. 100~200-010C GE¥. 250-350-020C Remarks
Material S 1 I 5 200-100CR 250-300-150CR
§ E E (ED GE'. 100-145-010D) GE, 150-195-0t0p | GE' 200-280.020D GET. 300-400 0200
b= o [ GE%: 100-010E | GEY. 150~195-010E |CE™: 200225 D10E | G, 250-330-020E GE?. 350-430-020E | GE¥.450~500-020E
N N N (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 | 1,0 150 | 60-140 | 60-140 | - (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 (8)Max. 0.5 (3)Max. 0.5 (8)Max. 0.5
j N " (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
W <
Alloy Steel 1000960 | 60120 | 0920 | - (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
(3Max.03 | (39Max.03 | (IMax.0.3 | (3Max.03 | (39Max.05 | (IMax.05 | (3Max.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 70ﬁ30 603:10 60?11 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
(Mex.03 | (IMax.03 | (9Max 03 | (3Max.03 | (@Max.05 | @Max 05 | (@Max 05 |,
(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 - - - eojoo (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. 0.5 (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 - - -1y 50’!‘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
(8)Max. 0.5 (8)Max. 0.5 (8)Max. 0.5 (3)Max. 0.5 (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 - - - 1001\'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
(8)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8

* Use PVD coated grade or carbide for turning with edge width 1mm.

(GE%.100-010C / 100-010D / 100-010E)

*: 1st Recommendation ¥: 2nd Recommendation

B Recommended Cutting Conditions (Molded Chipbreakers: GER---CM, GER---DM, GER---EM)

Rec(%TﬂTgnS%%(idl Q/ie:rt] /giréi)des (1) f for Grooving (mm/rev)
Cermet '\CA(E)%'? PVCDaF?(?eted Carbide (2) f for Turning (mm/rev)
Workpiece
Material S 0 10 © (3) ap for Turning (mm) Remarks
S N =] E GER 150~200-010CM | GER 250~350-020CM
E E E ™  |GER 150~200-010DM GER 230~250-020DM | GER 300~400-020DM
GER 150~200-010EM GER 250~350-020EM | GER 350~400-020EM | GER 450~500-020CM
(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 - 603';60 soﬁeo - [(20.03~0.1 [(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
(3Max.1.0 [(B)Max.1.5 |[(BMax.1.5 [(3Max.15 [(B)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 - 60-140 | 60-340 - [(@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 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5
(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 - 60:10 60?:10 - [(@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 (8)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5

*: 1st Recommendation +: 2nd Recommendation



GIV

Insert for Small Internal Grooving s

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

(mm)
Description A L H Classification of usage |\|7| Csifa;:?:s:t:l;l\lloy steel : g
GV'L...SS 3.6 9 3.0 @: Continuous-Light K |CastIron o
GVAL...S 4.0 11 4.0 Interruption / 1st Choice N |Non-ferrous Metals P °
GV7...A 4.0 12 5.0 O Continuqus-Light ) S [Tianium Alloys °
= Interruption / 2nd Choice .
GV*....B 4.5 15 5.5 @: Continuous / 1st Choice H Hard materials (~40HRC) O O Appllcable
GV*....C 5.8 21 6.5 |©: Continuous / 2nd Choice Hard materials (40HRC~) Toolholders
(previous Dlr?;?ﬁ)lon Cermet &E)%‘-‘ Pv&med (atite| PCD
. = ==
Insert Description Description) wlel § é § g § g § g
Handed Insert shows Right-hand = f'_) <|'—) E E 4 & &
GV%. 100-020SS |GV%. 100SS | 1.00 R R @ R o
125-020SS 1258S|1.25 R R @ R [ ]
145-020SS 145SS | 1.45 R R @ [ J ( R
200-020SS 2008S 2.00 22 %2R [R|®| |R| |® GIVH...18S
e, 250-020SS 250SS | 2.50 R R® R @
< e 4003 300-020SS 300SS | 3.00 R R @ [ o
V L e W |GVP. 100-020S |GV7. 100S |1.00 R ® R @ [ ()
J 125-020S 1258 |1.25 R @ R R R o
= &7 % 145-020S 1455 [1.45 R®R R _|R_|® GIVIL 1S
185-020S 1858 |1.85/ 2.3|02|R|/®|R|R R [ ] GIVR/L."1SE
200-020S 200S |2.00 R @® R @ [ [ ] Lees
250-020S 250S |2.50 R @® R @ R o E@
t-edge 340-020S 340S |3.40 @® R R R o
GV"L 100-020A |GV"L. 100A |1.00 R@® O e [ o 2
125-020A 125A [1.25 R@® O @ R [ 'g
145-020A 145A [1.45 R® O @ R (] GIVY . 1A o
185-020A 185A [1.85 23|02 R@® O e R o GIVR/L".1AE S
200-020A 200A |2.00| = To 00 e [ J [ a
250-020A 250A |2.50 Re O e R _|® GIVIL..AAW | ===
300-020A 300A 3.00 R @® O R R o
340-020A 340A 3.40 R @® R|R R ()
GV7. 145-020B |GV". 145B |1.45 58 R® O e [ (]
Bzorg 185-020B 185B |1.85 R @® O|R R R GIV*L...1B
p <:@5 - 200-020B 200B |2.00 oo o (o o GIV?....1BE
L e WEY 230-020B 230B |2.30 3.0 e O e [ R GIVAL...1BW
X T 7 )% 250-020B 250B 250/ """ |02/R|@®@ O @ [ [
300-020B 300B |3.00 e O e [ o GIVR/LIHZBE
340-020B 340B |3.40] 4.2 R @®@ R R R R .
400-020B 400B_|4.00 RI®RR| R|_|® GIV'A...2BW
GV"L. 280-020C |GVFL. 280C |2.80 45 e O e R o GIV*iL...1C
300-020C 300C |3.00] ®@ e O e [ o GIV*.L...1CE
340-020C 340C |3.40 5.5 R@® O e [ () GIVL...1CW
400-020C 400C (400" |02 @ ®@ O @ [ (J GIVY...2C
430-020C 430C |4.30 R @® O|R R o GIVH/LHIZCE
460-020C 460C 4.60| 6.3 ® O R R o w
e 500-020C 500C | 5.00 ReC e e @ GIVL...2CW
GVRL 145-020A |GVFL 145A [1.45 RIGIVY....1A
200-020A 200A [2.00/2.3|0.2 R | GIV*....1AE
5 300-020A 300A 3.00 uro| GIV7L... 1AW
<@n GV%. 200-020B |GV%. 200B |2.00 R |GIVY....1B
L i O 3.2 GIV7:...1BE
W= 250-020B 250B |2.50 0.2 R | GIVY....1BW
4Ty 300-0208 300B |3.00] 4.2 MT0| GIV¥....2B ]
GV"L 300-020C |GV7L 300C |3.00| 4.5 0.0 MT0| GIVAL...1C]
T-edge 400-020C 400C |4.00/ 55| MTO| GIVAL...2CL]
p B_ GV7. 200-100AR |GV%. 100AR|2.00 1.00 R @ [ R GIVL...1A
4 H f‘n}-wto.os 250-125AR 125AR| 2.50| 2.3 |1.25 R | R R R GIV7....1AE
y : 300-150AR 150AR|3.00  |1.50 RR_|R| |R GIV7... 1AW
2-edge Im % GVR 200-100BR|GVR 100BR|2.00| 3.2 |1.00| R R | R R R GIV...1B]
Ful-R 300-150BR 150BR|3.00| 4.2 |1.50 R R|R R R GIV7...2B ]
[ Dimension B: shows available grooving depth. | Recommended Cutting Conditions ®G100
Ref. to Page for Applicable Toolholders @G53
®:Std.ltem
O : Check Availability | Inserts are CBN & PCD Inserts are

I I
I I
R : Std. ltem (Right-hand Only) ! sold in 10 piece boxes. ! Id in 1 pi |
MTO : Made to order R p_ ————————— ) --sg-d-lg- Pl_et_:e_l:zo_xt_es_._ ad G51



Internal Small Diameter Grooving Toolholders [GV Insert]/

& 2
7~ 1 1,
w e —— ) Fig.1
7 ig.
= N N J
“ L2 H
L1
AN \ J
% : - 2 Fig.2
T — = | )
7 ‘ H
- .
! Shows top edge H—r
shape of GIV%.1620-1A a Fia.3
(No jaw part under Insert) y ‘ hd 9.
H
L1 ‘
*Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

B GIV-E Excellent Bar

L1

R -

|
Shows top edge shape of |
GIV¥1612-1AE 2 Fio.4
(No jaw part under Insert) | o | 9-
= H
,,,,,, — % “
7~ ] |
= } % ‘}_F
¥ -= % ! ‘ 2 .
- ! 1 ‘ Fig.5
I
[ L1 L—~H ‘

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

B GIV-W carbide Shank Bar

L2

24 o
E=g!
v
717 & Fig.6
=7 Shows top edge

shape of GIVY.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 (o) after Installment of Insert

G52

Insert Description ®G51 Rake Angle (o)
Toolhfnlqer General Grooving | Full-R Grooving TN90,TC60M
Description TC40N | PR930,PR1225
(Square) (Round) KW10
GIV?---1SS GV*F.100~300-020SS - 10° 15°
GIVF/---1S GV®.100~340-020S - 10° 15°
GIV7/.---1SE GV*FL100~340-020S - 3° 8°
GIV7.---1A(C)) | GV7.100~340-020A |GV7.200-100AR~300-150AR]  3° 8°
GIV%.---1B(C]) | GV¥.145-250-020B | GV%.200-100BR 4 o
GIVA-- 'ZB(D) GVR.280~400-020B GV?.300-150BR
GIV?.---1C(CJ) | GV#.280~340-020C - 5 .
GIV¥.---2C(CJ) | 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 GIV7.1612-1AE)



GIV

® Toolholder Dimensions

in. . . Spare Parts 5 £
Std. Bore Dia. Dimension (mm) =2 Clamp Set Wrench “é é
Description E > £ 2
RILIGA|oD | H (12| F| T S 1531 5= 28
il =il 35
GIVAL 1216-1SS @ ® 12 |16 | 15 [150| 20 |6.0| 2.2 Fig.1| CPS-4V - -
1420-1S @ ® 14|20 |19 |150| 24 |7.0| 22 Fig.1| CPS-5F - -
1620-1A @® 16 | 20 | 19 |160| 28 |8.0| 2.2 Fig.2| CPS-5V - -
2025-1B [ )0 ) Notet) 5 8 )
2025-2B ole 20 | 25 | 23 | 180 | 35 |10.0| ey 30 Fig.2| CPS-5V - -
2532-1C @0 25 200 | 43 [125 Fap
3232-1C @@ 32 | 32 | 30|220]| 52 |16.0| 45 '9:
4032-1C ®® 40 250 | 43 |21.0 Fig.3
2532-2C e e 25 200 | 43 [125 Fio2 i CPS-6v i LW-3
3232-2C @ ® 32|32 3022052 [16.0| “55 '0-
4032-2C ® e 40 250 | 43 |22.2 Fig.3
GIVF. 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| 2.2 Fig.5| CPS-5V - FT-15 - G51
2016-1BE L ) J 20 [11.2| NeV2 8 .
2016-2BE ole 20 | 16 [15.2| 180 19 117 o950 Fig.5| CPS-5V - FT-15 -
2520-1CE @ ® 25|20 | 19 |200| 25 [14.5| V45
3225-1CE @@ 32 | 25|24 (22024 |17.5 V45
4032-1CE @® @ 40 | 32 | 31 [240| 29 |21.0) V4.5 i
2720-2CE  |®@|®| 27 | 20 | 19 | 200 25 |16.2 Fig5| - CPS-6v ; LW-3
3225-2CE @@ 32| 25|24 (22024 |18.7 V55
4032-2CE @ @® 40 | 32 | 31 [240| 29 |22.2
GIVAL 1616-1AW (@@ 16 | 16 | 15 |175| 48 |10.6| 2.2 Fig.6| CPS-5V - FT-15 -
2020-1BW [ ) ) Notet) o 8 .
20202BW |e/® 20 | 20 | 19 |220| 60 |14.6| \ue 30 Fig.6| CPS-5V - FT-15 -
2525-1CW [ XX J Noted) 4 5 .
252500W  |el® 25 | 25 | 24 | 260 | 70 |19.1 oot g 5 Fig.6 - CPS-6V - LW-3

- Dimension T 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: GV.340-020C Insert can be used up to a Groove Depth 5.5mm.

Note 4: GV*1430~500-020C 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: GV1.340-020C Insert can be used up to a Groove Depth 4.7mm. (When using GIV%.2520-1CE)

Note 7: GV#.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 T of toolholder.

@ : Std. Item

|| Grooving % n

G53



Internal Large Diameter Shallow Grooving Toolholders -

»t 20
. "
/ | /]
— o 11 (=)
[ I L <
T @ e ;;
PN | =
‘ {‘l@) y ! L2 H
d o
7 e L1
« Right-hand shown ’ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

Min. Spare Parts
Std. Bore Dimension (mm)
Dia. Clamp Set Wrench
Besariliar Applicable Inserts
p ®G6~G8
RILI0A|¢D|H |[L1|L2| F | T
KIGBA"L 3525-16 @ ® 35| 25|23 |220| 30 |17.5/ 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'ktype

Available Grooving Depth depends on the insert.

1. 2.0mm (Dimension B < 2.8mm)
2. 2.8mm (Dimension B = 2.8mm)

*Dimension T shows the distance from the Toolholder to the cutting edge.

KIGBAW.3525-16: Dimension B of the applicable insert (GBA32 type)
4032-22: Dimension B of the applicable insert (GBA43 type)

R -

- Clamp Set : LGBA-OOLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.

® Rake Angle (o) after Installment of GBA type

GBA32%.000-000

GBA43%.000-000

GBA43%.000-OO0OR (Full-R)

o Insert Grades o Insert Grades Insert Grades Full-R Description
-9° KBN510, KBN525 TN90,PV7040,PR930
TN90,PV7040,PR930 ’ +1° ) ’ 050R~150R
+1° PR}-1<1P-|1:)5’PR1}(2|JS,PR905 PR1115,PR1215,PR905
001, 010 TC40N,TN90,PV7040,PR930
+1°|  PR1115PR1215,PR905 TN90,PV7040,PRI30 200R
KPDO001, KPD0O10 +5° PR1115,PR1215,PR905
+11° KW10 D KW10 KW10 050R~200R
® Rake Angle (o) after Installment of @ Rake Angle (o) after Installment of
GBA-GM type GBA-MY type
o Insert Description o Insert Description
+1°|  GBA43%.150-020GM GBA437.175-020MY
GBA43%.175-020GM +6° !
+6° . GBA43%.350-030MY
GBA43%.265-030GM +5° GBA43%.400-040MY
indicates th ke le at th ter of the ed
, GBA437.300-030GM widh,ater nstaling meert.
+3° !
GBA43%.400-040GM
o indicates the rake angle at the center of the edge
width, after installing insert.
@ : Std. Item

G54




Screw Clamp

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

M KITG (Will be switched to KIGBA @ G54)

L1

« Right-hand shown l Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
@ Toolholder Dimensions
Min. . . Spare Parts
Std. Bore Dia/ Dimension (mm) Clamp Screw Wrench
Description )
RIL|A|[¢D| H [L1|L2| F v ]
=
KITG". 3525T-16 @ ® 35| 25|23 |220| 18 17.5 SB-4TR -
4532T-22 @ ® 45| 32 | 30 |250| 20 22.5 - GS-50 - LW-3

- Available Grooving Depth: KITG®.3525T-16=2.0mm, KITG%.4532T-22=2.5mm ‘

* KITG will be switched to KIGBA as an Internal Large Diameter Shallow Grooving Toolholder; however, it will continue to be sold as Internal Threading Toolholder ( @ J23).
- GBA Insert cannot be installed to this toolholder.

|| Grooving % n

B Applicable Inserts Classification of
(TG insert will be switched to GBA © G6~G8) assilication ot usage
(mm) @: Continuous-Light Interruption /
¥ 1st Choi
Description A T ¢d ©: Csotntinzfl?s-Light Interruption /
2nd Choice
TG32_ 9.525 | 3.18 4.5 (| el matena Sl OC) @: Continuous / 1st Choice
TG43_ 12.70 4.76 5.5 Hard materials (40HRC~), O: Continuous / 2nd Choice
Dimension (mm)| Cermet = %
Insert Description C lalolZ2|2 Applicable Toolholders -§ E
W B o |22 85883 =B
Handed Insert shows Right-hand re || ("_J g <%
TG32%. 075 0.75 O
A =G0 095 (095 O
e P 125|125 0
\4’ s 145 |1.45| 2.0 |C0.1|O KITG". ...16 G55
< ; 150 |1.50 O
= 175 1.75 O
TG32 type (Corner is Chamfered) 200 2.00 O
TG43%. 150 1.50 O
175 1.75 O
200 2.00 3502 O
230 2.30 O
A 250 2.50 O
= 265 |265 o
\* 280 [2.80] 4.0 | . O KITGY. ..22 | G55
Genera_l (Square) ~< 300 300 O
(Corner is R shape) 330 330 O
350 3.50 O
400 4.00 5.0 O
643 e 430 (430”7 |04 O
450 4.50 O
\ - Dimension B: shows available grooving depth.\ Recommended Cutting Conditions ® G98
* 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 type 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 SR

o: o Inserts are 1
O : Check Availability | soldin 10 piece boxes. ! G55



Top Clamp

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

B KIGH
A — L |
% %ﬂ@ — (=)
L N )
\ o 2
(e < L
7, : = 2
. —'—“:ﬂ Fig. A \\ e (Grooving Depth)
«Right-hand shown -

® Toolholder Dimensions

i, Spare Parts
Bore Da Clamp |Clamp Bolt| Washer Spring Wrench

Description Std.
oAloD | H L1 L2 F | T @/

Dimension (mm)

@0

KIGHR 4532B-4 ® |45 |32 |30 (200 28.2
5540B-4 ® 55|40 38 |250| 27 132.3| 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& | SP-6 | LW5
6550B-5 ® |65 |50 |48 300 37.3
5540B-7 ® | 55|40/ 38 250 32.3
6550B-7 ® 65 50 48 300 27 |37.3 12 CcGH-2L
- Dimension T shows the distance from the Toolholder to the cutting edge. For the available Grooving Depth (t), ref. to "List of Min. Available Cutting Diameter and Groove Depth".
- Dimension L2 depends on the width of the installed Insert.
2 ® Rake Angle (o) after Installment of GH / GHU @ List of the Min. Cutting Diameter and Grooving Depth (Refer to Fig.A)
>
o GHOOOO-00 GHUOO-O0O L. . . .
(% " Insert Grades " Insert Grades Toolholder Description oD (Min. Cutting Dia.)
-5° | A65, A66N, PT600M KIGHR 4532B-O | 0110 | 970 | 065 | 060 | 55 | ¢45
m— | +5° TC4OCN - TN60 5540B-O | ¢70 960 055
TN90O, TC60M
+15° PR930 CR9025 6550B-O 965
KW10 Available Grooving Deptht (nm)| 12 [ 115 | 11 [ 10 | 9 |under8
. Appllcable Inserts m : Classification of usage
@ O (JCE Continugus—Light Interruption /
Description L) . ésgn%:ﬁg:fs—ught Interruption /
L) " 2nd Choi
GHA4020-00~GH8020-00 20 7.5 | matena Sl OLE) L] o: CT)ntinL?(l)‘Les/ 1st Choice
GHUOO-00 20 Hard materials (40HRC~) O | @ |O: Continuous / 2nd Choice
Dimension (mm) | Cermet §§§ PVCE;‘;deCamHe Ceramic
Insert Description W . § § § § § § g 0 § g Applicable Toolholders
FFRPRBRE |2< <k
GH 4020-02 0.2 0 O [ J [ B-4
402005 | 0 05 | ee | e eeee KGHRAS2
5540B-4
4520-02 45 0.2 [ 6550B-4
4520-05 ) 0.5 [ J -
5020-02 5.0 0.2 ® 0 O [ J [
5020-05 ) 0.5 ® 0 O [ J o000
252002 | 5, | 02 ° KIGHR4532B-5
Ground Chipbreaker 5520-05 05 . 55403_5
6020-02 6.0 0.2 [ JL JIe) [ J [ B-5
6020-05 : 0.5 o0 o @0 (@ 65508B-
6520-02 6.5 0.2 [
6520-05 ) 0.5 [
7020-02 70 0.2 0 O [ J [ J
7020-05 ) 0.5 ® 0 O [ J () o
7520-02 75 0.2 [ J KIGHR5540B-7
' 7520-05 ) 0.5 () 6550B-7
Ceramic Ceramic insertis 8020-02 8.0 0.2 0 O [ J [
ke 8020-05 ' 0.5 o0 | e @
p ‘jﬂ 7 §g’§ GHU 40-20 4.0 025 @ o KIGHR...OOOOB-4
Sl ”#M N 50-20 50 | 030 @ °
‘” 2 Pri = KIGHR...OOOOB-5
Mol&ed Chipbreaker g @ 60-20 6.0 030 @ L

Recommended Cutting Conditions @ G98

AT TR II T T @ : Std. Item

Inserts are 1 b I
G56 i sold in 10 piece boxes. ] O : Check Availability
S



Internal Grooving Toolholders

/

M KIGM-V

Coolant Hole (¢6)

¢D

¢ Right-hand shown Exit hole of coolant
® Toolholder Dimensions
Nin. Bore . . Width Spare Parts
Std. Dia. DmErEEn () W(mm) Clamp Screw Wrench
Description
RILI6A|6D|H |[L1|L2| F | T MIN. MAX.| ] %’
KIGMY.  2016B-3V (@|® 20 | 16 | 15 [150| 25 [11.5 5.5 5550 ] W3
2520B-3V ®® 25| 20| 18 |{180| 32 [14.5/6.0 3.0/3.0
3225B-3V ®® 32| 2523|200/ 40|19 |8.0 - SB-5TR LTW-20
3225B-4V @®@® 32| 25|23|200/ 40| 19 |8.5
4032B-4V  |@|® 40| 32 | 29 |220| 50 [23.5[11.0 4.0/5.0 i SB-5TR LTW-20 E@
- Dimension T shows available grooving depth. | g)
=
M Applicable Inserts ole o 8
pp (mm) m @O Classification of usage (‘5
Description L H @ O |@: Continuous-Light Interruption /
GMM3015...VU 15.5 “ jonlerows Meals o O Csontinﬁsl?s-ught Interruption /
GMM4020...VE! 20 4.3 H Hard materials (~40HRC) o e o: g]gn(iihr?tl.lcgusﬁst Choice
GMM5020...V[] Hard materials (40HRC~) O: Continuous / 2nd Choice
i i T |84 PVD |9
D|menS|On % §;‘§ Coated g
(mm) & |89 carbide |&
Insert Description (Previous Applicable
P Description) |8 2818|e Toolholders
Wilr | M|Za22 2=
FSEER®
: e KIGM%. 2016B-3V
2 §{A = 5 GMM 3015-040V |GMM 3015-04V| 3.0 |04 |23 @ © ® ® ® ® 2520B-3V
P = . 3225B-3V
18°18°It:D 4020-040V 4020-04V| 40 | 0.4 | 3.3 |@ ©® @ ® @ KIGV". 3225B-4V
Chip Contol Orented | e 5020-080V 5020-08V| 5.0 | 0.8 | 4.2 |® ©|® ©®® ® 4032B-4V
- - . KIGM®. 2016B-3V
/ § GMM 3015-150VR |GMM 3015-15VR| 3.0 | 15|23 0 ®@ © ® ® 2520B-3V
- £ - 3225B-3V
o ool Orerted 18°8fi:§ 4020-200VR 4020-20VR| 4.0 |20 |33 | (@ @@ ® KIGMY. 3225B-4V
Rl g h 5020-250VR 5020-25VR| 5.0 |25 |42 | @ |@@®e® 4032B-4V

* It is not recommended to use this for KIGM-V Internal Grooving Toolholders against
GMM...V / GMM...VR which the front relief angle is 18", because the relief angle of
the insert used for GMM4020-04 toolholder is 10°.

@ : Std. Item

Recommended Cutting Conditions & G101

Inserts are
sold in 10 piece boxes.



Internal Grooving Toolholder / Internal Undercutting Toolholder/

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

«Right-hand shown

\\
< ~

- N S V- )

\ \X\/ [ ‘ ‘/\ \\ ‘
| !

- © ] J

- W L1

B KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving)

R -

Y
% ~< | /" )
4 < \6\0/ }
T o e LG | 17
@) L2 H
L1

*Right-hand shown

® Toolholder Dimensions
Min. . . Width Spare Parts
Std. Bore Dia. Rimensionimm) W(mm) | Clamp Bolt | Wrench
Description

RILIGA|[{¢oD| H |L1|L2| F | T|d MIN. |MAX. /
KIGM"/. 6540B-8 ® ® 65|40 | 36 300 41 |41 20| - 8.0/8.0 | HH6X20 | LW-5
KIGMUR 6540B-8 ® |65|40|36(300/83|26| - |2.2 8.0/8.0| HH6X20 | LW-5

[ Dimension T shows available grooving depth. |

\ - Dimension d shows the distance from the Internal face of the workpiece. \

i ) o
[ | Appllcable Inserts (mm) M [Suiness Siesl 2 © Classification of usage
Description @ | (| @: Continuous-Light Interruption /
s Coce
GMM8030-080MW “ ontorous Helas o (©: Continuous-Light Interruption /
- 2nd Choice
SING0IC00ME 30 55 g inatera Bl O EC) ol® @: Continuous / 1st Choice
GMGA8030-400R Hard materials (40HRC-) O: Continuous / 2nd Choice
; ; B2, PVD |8 2
Dimension £ 3| Coated |2 S é
. (mm) 8189| carbide |3 _ o £
Insert Description (P 10 Applicable 5 §
P Description) /¥ 2|8|8|2| Toolholders | o 2
W re | M |=|® g:’ g:’ 8:’ = 2 8
FSleaa|¥ ="
<
ds— = o) 8
(== i
L E“’\/ e GMM 8030-080MW |GMM 8030-08 | 8.0 | 0.8 | 6.0 0000
Chip C&ng?alsgriented @ I
= re
R
A GNMG 8030050MG |GMG 8030-05MG| 8.0 | 05 | 6.0 |@® |@ ® @ KIGMY 8 | ~-0
e KIGMUR---8
Sharp-Cutting Oriented / ) Itﬁ
Precision Class
Ground Chipbreaker
= 3
z
GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
Sharp-Cutting Oriented / —igj
Precision Class
Full-R / Copying

[ If using a full-R insert with KIGM-8 type toolholder, you need to modify the corner of insert adapter of toolholder.] Recommended Cutting Conditions & G101

_____________________

Inserts are :
sold in 10 piece boxes. |

@ : Std. Item



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

|| Grooving % n

BN KGIA
+- %ﬁ{—( Integral Type Fig.1
L oA ) ¢D
7 X e |
No g S I p— e .
fl — Separate Type *\.L Ll Poe ‘ /‘é 1 Fig.2
= N E%g S
¢ Right-hand shown k 20
® Toolholder Dimensions
Min, : : Spare Parts
Bore Dia. DIRERER () © | Clamp |ClampBolt| Spring | Wrench
Description Std. E S
0A 6D | H |L1|L2| F | T 5@/
S
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 ® 514038250/ - 30.3 '9-
3232B-4 @® | 32 | 32 30.4/200| 45 [26.5 Fig.1 ) :
4332B-4 ® 4332 30|200 - [26.3 10 . 5| CGIA-4R HHEX15 | SP-5 | LW-4
5140B-4 ® 51|40 38250 - |30.3 -
5640B-5 ® |56 |40 | 381|250 - [35.3 ]
6650B-5 ® 66 50 48250 - 403 '° Fig2| CGIA-5R
‘ - Dimension T shows available grooving depth. ‘
® Composition
3 Part Toolholder Blade Clamp Screw Wrench
pare Parts e A
Type 02 D Ein
Toolholder Description %% g !
Integral Type| KGIAR 3232B-3 - - - -
Separate 4332B-3 KGIAR32H | BGIAR43-3
Type 5140B-3 | KGIAR4OH |BGIAR51-3| SB-40140TR| FT-15
Integral Type 3232B-4 - - - -
Separate 4332B-4 KGIAR32H | BGIAR43-4
Type 5140B-4 | KGIAR4OH |BGIAR51-4| SB-40140TR| FT-15
Separate 5640B-5 KGIAR40H | BGIAR56-5 | oy :
Type 6650B-5 | KGIARGOH |BGIAR66-5| > 40140TR | FT-15
u App"cable Inserts (M |Stainloss Steel | O : Classification of usage
@: Continuous-Light Interruption /
- 1st Choi
“ O Csontinzlc;:js—Light Interruption /
2nd Choi
H Hard materials (~40HRC) O | @ | @: antinui;z(saﬁst Choice
Hard materials (40HRC~) (: Continuous / 2nd Choice
Dimension (mm) % %
Insert Description 2, :fQ Applicable Toolholders
Wir | L | HZS8
- o
. 5. © GIA 30 3.0 |10.20 ( X ) KGIAR ---3
?m@m/ 25
/ i) 40 4.0 |0.25 50 @@ KGIAR ---4
w—v =0
Molded Chipbreaker 20’ 50 5.0 |0.30| 30 (2K ) KGIAR -5

@ : Std. Item

Recommended Cutting Conditions & G99

_____________________

Inserts are
sold in 10 piece boxes.



Summary of Face Grooving

M Face Grooving Dia. ¢D

Face grooving diameter (¢D) is the suitable
value for the initial grooving on the unprocessed

=<
workpiece (Ref. to Fig.1). _ k

OD min
OD wmax

Fig.1

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

Interference between
Boss toolholder and boss Boss

No interference between
toolholder and boss

R -

2) Selection of Face Grooving Toolholder

fe]] Good

KFMSR

KFMSR2020K70100-4 KFMSR2020KS070-4 KFMSR2020K3550-4

S

AN

L

Shape of below Jaw Shape of below Jaw

Léﬂ Poor

Shape of below Jaw
KFMSR
T T T 2020K35504

Wider grooving (turning) should be
performed from the outside inwards

AR NN

- Example of usage for the
face grooving toolholder.

3) Interference of Face Grooving Toolholder When face grooving,
e.g.) KFMSR2525M70100-4 KFMSR2525M70100-4 should
be between $70~¢100 for

grooving the outer diameter at
first. If the workpiece is
machined at a diameter ¢$100
or ¢$70, the jaw of toolholder
interferes with the workpiece.

10!
Interference under ¢70

Interference
more than
6100

G60



B Small Dia. Face Grooving ¢6~

:
By
B

M Small Dia. Face Grooving ¢8~

e

B Small Dia. Face Grooving ¢5~, 68~

Type STW
Min. Face Groove Dia. $6
Edge Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~-3.0
Ref. to Page G68
Type S..-STW
Min. Face Groove Dia. $6
Edge Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. to Page G68
Type STWS
Min. Face Groove Dia. $6
Edge Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~-3.0
Ref. to Page G69
Type GFVS-AA
Min. Face Groove Dia. 08
Edge Width (mm) 1.0~3.0
Grooving Depth (mm) 2.2
Ref. to Page G84
Type GFVT-AA
Min. Face Groove Dia. 08
Edge Width (mm) 1.0~-3.0
Grooving Depth (mm) 2.2
Ref. to Page G84
Type EZFG
Min. Face Groove Dia. 05,06,08
Edge Width (mm) 1.0~-3.0
Grooving Depth (mm) 1.5~3.0
Ref. to Page G64
Type VNFG
Min. Face Groove Dia. 08
Edge Width (mm) 1.0~3.0
Grooving Depth (mm) 2.0~-3.0
Ref. to Page G66
Type HPFG
Min. Face Groove Dia. 08
Edge Width (mm) 1.0~-3.0
Grooving Depth (mm) 2.0~3.0
Ref. to Page G67

Twin-Bars
for Horizontal type

Twin-Bars
for vertical type

|| Grooving % n

Ground Chipbreaker

System Tip-Bars
L

~

L e———

2-Edge Tip-Bars

G61



Summary of Face Grooving -

M Face Grooving ¢20~

Type GFVS
Min. Face Groove Dia. 035~9150
Edge Width (mm) 2.5~6.0
Grooving Depth (mm) 4.6~8.1
Ref. to Page G88

Molded
Chipbreaker

Type KFTB
Min. Face Groove Dia. 065~0250
Edge Width (mm) 4.0~5.0
Grooving Depth (mm) 25~38 1
Ref. to Page G95

Ground Chipbreaker

Ground Chipbreaker  Ground Chipbreaker

R -

Full-R
Ground Chipbreaker
Type GFV Full-R
Min. Face Groove Dia. $20~9150
Edge Width (mm) 2.0~6.0
Grooving Depth (mm) 2.2~8.1
Ref. to Page G86 Type GEVT
Min. Face Groove Dia. 035~9150
Edge Width (mm) 2.5~6.0
Grooving Depth (mm) 4.6~8.1
Ref. to Page G838
B KGDF Face Grooving $25~(G70-G83)
Type KGDF-Z
Min. Face Groove Dia. 050
Edge Width (mm) 3.0~5.0
Grooving Depth (mm) 15
Ref. to Page G78
Type *KGDF *The separate type
Min. Face Groove Dia. 025 toolholders can accept all
: the blades if their hand is
Edg_e Width (mm) 2.0~-6.0 matching,
Grooving Depth (mm) 6~32
Ref. to Page G74

(Grooving and Turning Deep grooving and Turning High Feed Rate

GM DM GH

i
A

G62




M Face Grooving & Turning $25~

Type KFMS
Min. Face Groove Dia. 025~9235
Edge Width (mm) 3.0~6.0
Grooving Depth (mm) 13~32
Ref. to Page G92

2
"

Molded
Chipbreaker

Type KFMS-8
Min. Face Groove Dia. 054~0155
Edge Width (mm) 8.0
Grooving Depth (mm) 25
Ref. to Page G94

-

S

Molded Chipbreaker Ground Chipbreaker Molded Chipbreaker

|| Grooving gﬁ n

Full-R
M Face Grooving ¢35~
Type GIFV
Min. Face Groove Dia. $35~950
Edge Width (mm) 20~6.0
Grooving Depth (mm) 2.2~8.1
] Ref. to Page G96

Ground Chipbreaker ~ Ground Chipbreaker
Full-R

G63



Small Diameter Face Grooving EZ Bars -

M EZFG
,@._T, Ky T IS}
g 1 H TS ~ %
2 e o
. — Wizl Lo ‘
= «% s |
% |l 15°{§
L3
' ‘ﬂ 307
—— ‘ ~— T
Detail of edge
*Right-hand shown
® Dimensions
. Min. Face Groove Dia. Dimension (mm) MEGACOAT | Applicable
Description S|
0A W2 re | oD | H | 1| L2 LB F | T PR1225 SSREs
EZFGR 050040-100 1.0 £0.013 1.5 o
050040-150 5 15 | 0.05 4 | 38 45.0| 12 | 54 | 19 50 ° EZH040..
EZFGR 060050-100 1.0 oors 1.5 o
060050-150 6 1.5 o.io'5 5 | 48 |532| 15 | 69 | 24 | 25 o EZH050..
060050-200 2.0 3.0 [ J
> EZFGR 080070-100 1.0 2.0 o
= 080070-150 1.5 0013 2.5 o
o /- ¥ |
(% SEDGTET08 8 50 | 005 7 | 68642 25 | 79 | 34 w0 ° EZH070..
080070-300 3.0 ' [ J
== . Dimension T shows available grooving depth. |
€ Recommended Cutting Conditions
Recommended
Insert Grades | EZFGR050040-100 | EZFGR050040-150
) i (Cutting Speed Vc: m/min) | EZFGR060050-100 | EZFGR060050-150 | EZFGR060050-200
Workpiece Material EZFGR080070-100 | EZFGR080070-150 | EZFGR080070-200 | EZFGR080070-300| Remarks
MEGACOAT
PR1225 f (mm/rev)
Carbon steel / Alloy steel 20 %00 ~0.02 ~0.03 ~0.04 ~0.05
Coolant
Stainless Steel 30“}'80 ~0.01 ~0.02 ~0.02 ~0.03
*: 1st Recommendation
¢ Inserts Identification System
EZ FG R 050 040 - 100
] [T
 — I |
Symbol of EZ Bars Applications Insert Hand Min. Bore Dia. Shank Dia. 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. Item



® Applicable Sleeve

Sleeve Applicable Insert for Internal Face Grooving
EZH-CT EZH-HP EZH-ST Sleeve Shank | Applicable Machine
i coolan ey | (Acstabl overhang lengt) @ F24 SterkDe.|  EZFG HPFG Bla; Manufacturer
® F20 ® F22 6D1(mm) 6D(mm)
EZH 04012ST-80 EZFGR ...040-... - 4
- - 05012ST-80 12 |EZFGR...050-... - 5 (General purpose)
07012ST-80 EZFGR ...070-... HPFG". 0807-... 7
EZH 04016HP-100 |EZH 04016ST-100 EZFGR ...040-... - 4
- 05016HP-100 05016ST-100 16 |EZFGR...050-... - 5 (General purpose)
07016HP-100 07016ST-100 EZFGR ...070-...| HPFG". 0807-... 7
EZH 04019CT-120 |EZH 04019HP-120 |EZH 04019ST-120 EZFGR ...040-... - 4
05019CT-120 05019HP-120 05019ST-120 19.05 |EZFGR ...050-... - 5 Citizen Machinery
07019CT-120 07019HP-120 07019ST-120 EZFGR ...070-... HPFG". 0807-... 7
EZH 04020CT-120 |EZH 04020HP-120 |EZH 04020ST-120 EZFGR ...040-... - 4
Amada Machine Tools / Eguro /
05020CT-120 05020HP-120 05020ST-120 20 |EZFGR...050-... - 5 Tsugami / Citizen Machinery /
(General purpose) @
07020CT-120 07020HP-120 07020ST-120 EZFGR ...070-... HPFG". 0807-... 7
EZH 04022CT-135 |EZH 04022HP-135 |EZH 04022ST-135 EZFGR ...040-... - 4 =y
05022CT-135 05022HP-135 05022ST-135 | 22 |EZFGR...050-.. - 5 oariernes ;a?'n‘?m“ra -
07022CT-135 07022HP-135 07022ST-135 EZFGR ...070-... HPFG%. 0807-... 7 S
EZH 04025.0CT-135 | EZH 04025.0HP-135| EZH 04025.0ST-135 EZFGR ...040-... - 4 —
Amada Machine Tools / Eguro /
05025.0CT-135 05025.0HP-135 05025.0ST-135| 25 |EZFGR...050-... - 5 Tsugami / Citizen Machinery /
(General purpose)
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZFGR ...070-... HPFG". 0807-... 7
EZH 04025.4CT-120 | EZH 04025.4HP-120| EZH 04025.4ST-120 EZFGR ...040-... - 4
05025.4CT-120 05025.4HP-120 05025.4ST-120| 25.4 |EZFGR...050-... - 5 Citizen Machinery
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZFGR ...070-... HPFG". 0807-... 7

- Choose sleeves (¢d1) to meet with ¢D dimension of EZ Bars.
- Adjustment Pin cannot be installed to EZH-ST Sleeves. To adjust overhang of the bar, please use EZH-CT/HP sleeves.
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System Tip-Bars for Small Dia. Internal Face Grooving/

B VNFG (System Tip-Bars)
L2 1
T
/é‘ B
%7 B - = ©:
«©
S J\(g
G, %ﬁ ( | -
(NB=0") 25° | T
¢ Right-hand shown
©® Dimensions Classification of

O

usage Stainless Steel

@: Continuous / 1st Choice

O: Continuous / 2nd Choice Non-ferrous Metals

00|@

[ J
[ )
H Hard materials (~40HRC) | () O
Hard materials (40HRC~)
Face MEGA| |2
Grooving Dia. Dimension (mm) PVD 2 | PCD
OA COAT & Ref. to Page
Description o — o | forApplicable
o Q ®/2/8 |5 Toolholders
£ MIN. [MAX.| W= | rg | H | L1 | L2 | F | T | ==t
3 o T ciala
e} o Y | X
O] VNFGR 0810-10 1.0 20 ([ ® o
——— 0820-10 8 - 20 |0.05| 39 |296| 10 | 7.3 ) o ® o F28
0830-10 ©0) | (o0) 3.0 30 | @ [ BK J F29
VNFGR 0820-10NB 2.0 2.0 MTO|MTO
0830-10NB 3.0 0.05] 39 /296 10 | 7.3 3.0 MTO|MTO
- Dimension T shows available grooving depth. - Face grooving diameter oA MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
\ |
¢ Recommended Cutting Conditions
Recommended Insert Grades (Cuting Speed Ve: mimi)
MEGACOAT| PVD Carbide VNFGO810| VNFG0820 | YNFG
Workpiece Material o S o 0810 0820 0830 Remarks
N ™
X & S
o & f (mm/rev)
Carbon steel / Alloy steel |, * | ~0.02 ~0.04 ~0.05
Stainless Steel 30080 30°80 ~0.01 ~0.02 ~0.03 |Coolant
Non-ferrous Metals ~3*c')o ~0.04 ~0.06 ~0.08
*: 1st Recommendation +r: 2nd Recommendation
“““““““““““ S @ : Std. ltem
! System Tip-Bars are ;! CBN & PCD Inserts are ' .
G66 |  sodinspieceboxes. || soldini pisceboxes. | O Made foercer



Tip-Bars for Internal Face Grooving HPFG / PSFG-S/

M HPFG Face Grooving (Small Dia.)

Applicable Sleeves & F25

T
N & T He ®
g |
o
= w vy NI e/,
Detail of edge i !
& L2

& N =

-~

o

¢ Right-hand shown |

® Dimensions

Face Grooving Dia. : . Insert Grades
Description 0A Dimension (mm) FOGTICGET  Catt:
MIN. | MAX. |W=003|  rg oD H L1 L2 L3 = T R 3 R 0
HPFGF. 0807-10 8 1 " [ J [ J (
0807-20 °° 2 27 6.2 | 80 | 25 | 85 | 6.9 [ J [ J (]
0807-30 3 o o [ J
‘- Dimension T shows available grooving depth. ‘ - Face grooving diameter A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
4 Recommended Cutting Conditions
R e e oo raeS | HPFGY. HPFG, HPFG.
Workpiece Material [pvD Coated Carbide]  Carbide 0807-10 0807-20 0807-30 Remarks
PR930 KW10 f (mm/rev) o
£
Carbon steel / Alloy steel 50 %00 - ~0.02 ~0.04 ~0.05 §
Stainless Steel %0 ~0.01 ~0.02 ~0.03 Coolant o
Non-ferrous Metals ~e¥)o ~0.04 ~0.06 ~0.08
*: 1st Recommendation
M PSFG-S (Tip-Bars) This insert will be switched to EZFG.
<H,. oD
TN ] s | |
=ijRge== o === -
Z 2 2] “l = L O
2 )/ ‘, ] 1 bote L2 L1 .
—
15° / }
t |
¢ Right-hand shown ‘LG"
Face PVD g
Grooving Dia. Dimension (mm) Coated |2 Ref. to
- oA Carbide|S|  Page for
Description f
=3 =) Applicable
MIN. | MAX.| W=0% | re | ¢D H L1 L2 | L3 F T |2 =| Sleeves
o 4
PSFG?. 0810-20S 8 - 1.0 A AN
0820-20S 0) () 20 |005| 68 | 6.2 | 80 |255| 7 34 | 2.0 |A AN F82
0830-20S 3.0 AN AN
“ Dimension T shows available grooving depth. ‘ - Face grooving diameter A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
4 Recommended Cutting Conditions
Recommended Insert Grades
Workoi M ial (Cutting Speed Ve: m/min) PSFG?.0810 PSFGFL.0820 PSFG®.0830
orkpiece Matenial ~oun e o Carbide | carbide Remarks
PR930 KW10 f (mm/rev)
Carbon steel / Alloy steel 50500 ~0.02 ~0.04 ~0.05
Stainless Steel 30‘580 ~0.01 ~0.02 ~0.03 Coolant
Non-ferrous Metals ~§)0 ~0.04 ~0.06 ~0.08

*: 1st Recommendation

@ : Std. ltem
A : Will be switched to new item (Check Availability) | Tip-Bars are

I
:\ sold in 1 piece boxes. }: G67



Small Dia. Face Grooving (Twin-Bars)/

B TWFG (Horizontal type)
Face Grooving] ) Angle [nsert Grades
Dia, Dimension (mm) & |PVDCoated B
e oA () | Cartide =
Description 12 o
J MIN. MAX. W re B o |2 =
oc
& <
. [TWFGL 050 0.5 1.0 15° [ ) [ )
080 0.8 1.5 e [ )
100 | 5| | 1.0 o (o
125 0 1.25 1 0.05 | 22 () [
150 |(0) ()15 > @ |®
«Left-hand shown % ;g 3.0 : :
\< Dimension B: shows available grooving depth.\ - Face grooving diameter ¢A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
B STW (Square Shank for Horizontal type) (For right-hand toolholder for boring, ref. to page F32.)
T
T k
Il N @ [l b
: | Gl " i &
L1 Fig1 L L3 | Fig2
g | ] I ——
t | T i =
¢ Left-hand shown i
2 e Toolholder Dimensions
§ Dimension (mm) Spare Parts
5] ) Clamp Screw Wrench .
. ge) : Applicable Inserts
—_— Description @ W B [L1|L2| L3 |F1|F2| T |F3|"™M / @ Ges
STWL 1010F-15 ® 10]10 85 10
1212F-15 @ 12|12 o 12 Fig1
1212K-15 @ 1212 1 :
1616K-15 ® (16 16125 ° 61 " 3| - SB-3080TR LTW-10S | TWFGLOOO
2020K-15 @ 20|20 o5 25 )
2525M-15 @ (2525150 32 Fig.2
‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert. ‘
[ | S..'STW (Round Shank for Horizontal type) (For right-hand toolholder for boring, ref. to page F32.)
S %,
— — =

L2

he tip of edge

m the center

«Left-hand shown Fig.1
® Toolholder Dimensions
Dimension (mm) Spare Parts
j Clamp Screw Wrench Applicable Inserts

Description & |oD1|¢D2| H L1 |L2|L3|T Draing K & G68
S12F- STWL15 ® | 12 11|80
S14H- STWL15 ® | 14 13100 )
S15F- _ STWL15 ® |[iss75 2 15| 85 223 Fig.1
S16F- STWL15 ® |16 18
S19G- STWL15 [ 19.05/18.5! 17 90
S19K- STWL15 o ) ) 120 SB-3080TR LTW-10S |TWFGLOOO
S20G- STWL15 o 20 |195!18 90
S20K- STWL15 [ ] ) 120 - 13 Fig.2
S22K- STWL15 ® | 22 |21.5|20 125
S§25.0J- STWL15 @® | 25 |24.5/23(110/ 22
S25K- STWL15 @® 25.4| 25 | 23120

\ - Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert.

! Twin-Bars are @ : Std. Iltem

|
I
G68 :\ sold in 5 piece boxes. )




B TWFGT (Vertical type)

Face

Insert Grades

Grooving Dia] Dimension (mm) Ang]le PVD Coated 2
- oA ) | catice | &
Description [ o
MIN.|MAX.| W re B o |2 =
= ¥
o
TWFGTR 050 0.5 1.0 1.5° [ ) [ )
080 0.8 1.5 T e [)
) 100 | g |, | 1.0 o (o
125 1.25 1 0.05| 2.2 [ ) [ )
16 150 |(0)|(=) 715 > @ |®
« Right-hand shown ;gg ;8 3.0 : :
- Dimension B: shows available grooving depth. ‘ - Face grooving diameter ¢A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.

B STWS (Square Shank for vertical type : L-shape)

20

|| Grooving % n

8| . g !
- F I
Lz‘ 1T
L1
g g
| -
¢ Right-hand shown
® Toolholder Dimensions
Dimension (mm) Spare Parts
; ey SEE | D] e e e
Description & M| B |L1|L2|L3|F1|F2| T |F3 ™™ @B ® G69
=
STWSR 1010JX-15T | @ | 1010 16 10] 9
1212JX-15T | @ |12 12]120/ '°| [12]7
1616JX-15T | @ | 16|16 20| - [16/3 /3| - | - | SB-3080TR | LTW-10S |TWFGTROOO
STWSR 1010F-15T ® [10/101 T, 10] 9
1212F-15T @ 1212 127

‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert.

¢ Recommended Cutting Conditions (TWFG / TWFGT)

Recommended TWFGL050
Insert Grades TWFGL080 | TWFGL125 | TWFGL180
, (Cutting Speed Vc: m/min)|  TWFGL100 | TWFGL150 | TWFGL200
MIORRIEEE )\ 2 Coated TWFGTR050 | TWFGTR125 | TWFGTR180 |Remarks
Material Canige | Carbide | TWFGTRO80 | TWFGTR150 | TWFGTR200
arbice TWFGTR100
PR1025 | KW10 f (mmirev)
*
Carbon steel / Alloy steel 30100 ~0.02 ~0.03 ~0.04
Stainless Steel | * ~0.01 ~0.02 ~0.02 |Coolant
Non-ferrous Metals ~3’;0 ~0.03 ~0.04 ~0.06

@ : Std. Item

*: 1st Recommendation

_____

Twin-Bars are

sold in 5 piece boxes.



KGDF Face Grooving -

M 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 and cut-off toolholders.

-Toolholder

Top and bottom profiles
of the part gripped

Toolholder

i W Grip technol
® Smooth chip control W Grip technology

For general purpose GM Chipbreaker. For high feed grooving GH Chipbreaker, For deep grooving DM Chipbreaker

B Advantages of Chipbreaker

‘ For high feed grooving GH Chipbreaker ‘ ‘ For deep grooving DM Chipbreaker

‘ For general purpose GIM Chipbreaker

- Concave part in middle
Control chips upward.

- Smooth surface from
cutting edge to the far side
Enhances breaking of chips
and maintains their evacuation

direction constant. /-

- Gradually raised surface.
Keeps curling of chips in
constant shape.

- Concave part in middle

- Dots jutted out center side Enhances breaking of chips.

Changes chip shape smoothly.
Good chip control during
shoulder grooving.

- Inflated inner surface
Enhances breaking of
chips and maintains

their evacuation

|| Grooving

./
direction constant.

> - Slope portion
; Constantly curled chips.

/ \ - Flat cutting edge line

Improves chip control.
- Steep surface near the cutting edge
Good chip control during shoulder grooving.

N

- Negative cutting edge line
Improvement of strong edge.

:

- Smooth surface up to the

far side standing wall
Reduces cutting force, enhances
breaking of chips and maintains

their evacuation in constant

- -
- Curved lead edge
Keeps chips in constant shape.
B Chip Control of GM Chipbreaker
<Cutting Conditions>
Vc=150m/min f=0.05~0.2mm/rev GDFM5020N-040GM SCM415 Wet
® Face Grooving($62) @ Side Grooving ® Turning
— =, ) . T be b ] o e [ i
€ Tgel o | € Syt . Ol 0.8 (-m*t&#}gﬁ el
E1o | Wl N | Tl | |
3 Qe | S T R
® (g P : g — =T -
< £ 05 — 3
5 o = g _ ‘>$U
0.05 0.08 0.1 205 |l e ® o | L Wi
Feed Rate f (mm/ 2 |t R 02 RN o NERTaY
eed Rate f (mm/rev) % g 3 & Qﬁ
© 0.1 0.15 0.2 005 01 015

Feed Rate f (mm/rev) Feed Rate f (mm/rev)

M 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.

G70



. GDFM / GDFMS Classification of usage - _ ° o =
M v | © |3
@ : Continuous-Light Interruption / 1st Choice “ o S
(% Continuous-Light Interruption / 2nd Choice 2
@: Continuous / 1st Choice Hard materials (~40HRC) %
O: Continuous / 2nd Choice H Hard materials (40HRC~) =S
Dimension (mm) Cermet| MEGACOAT | g
[+
Insert Description W =3 m =2 |5
P re | M| L H| S| 8|8 ]2
Tolerance | E | g &2
GDFM 2020N-020GM | 2.0 0.2 | 15 39| @ [ ) o
o 3020N-030GM | 3.0 |+0.03| 0.3 | 2.3 [ ) [ ] [ )
5 4020N-040GM | 4.0 L o o o
E 5020N-040GM ' 20 o o o
o - 50 4.2 4.3
3 <& 5020N-080GM 0.0 %8 e o o
G 6020N-040GM T 04 o o o
——160 5.2
2-edge (3D 6020N-080GM 0.8 e o o
H GDFM 4020N-040GH | 4.0 |+0.03 33 o o
s 0.4
= 5020N-040GH o [ )
2 - 50 4.2
S 5020N-080GH 0.04 0.8 20 | 4.3 [ ] ® | G74
= +0. 1]
§ 6020N-040GH 60 0.4 5o o ® | G8o
g 2-edge 6020N-080GH | 08 | o o
GDFM 3020N-030DM | 3.0 0.03 03| 23 o [ ) o
+0.
2 4020N-040DM | 4.0 3| ., % e @
5 5020N-040DM | 5.0 04 | 42 “le o @
c 2-edge 6020N-040DM | 6.0 5.2 o o o
£ GDFMS 3020N-030DM | 30 | |03 | 23 o oo
] +0.
o 4020N-040DM | 4.0 3.3 e o o
2 20 | 43 ——+
o 5020N-040DM | 5.0 0.04 0.4 | 42 [ ) o [ )
+0.
t-edge - 6020N-040DM | 6.0 5.2 o o | o

|| Grooving % n

@ Inserts Identification System

Recommended Cutting Conditions & G82

GDF|| M

S

30

20

N -1 030

DM

I Series I Tolerance Symbol| | No. of edge Width Ilnsert Length| |Hand of Tool Corner-R (re) Chipbreaker Symbol
M: Class M | |(Without Indication) : 20 :2mm | 20 : 20mm N: Neutral 020 : 0.2mm GM : Grooving and Turning
2-edge 30:3mm 030 : 0.3mm DM : Grooving
§:edge : 040:0.4mm | |GH: Highieed grooving

[ Chipbreaker Selection

—

For deep grooving DM For high feed grooving GH) (  General purpose GM

Low Cutting Force Tough Edge

General purpose GM  For high feed grooving GH) [ General purpose GM

or

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. Item

Inserts are

I sold in 10 piece boxes.
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Face Grooving Toolholders (Separate type)/

M KGDF

@ Toolholder Assembly Identification

Unit Description

(Unit Description is not printed.)

Left-hand : KGDFL...S

« Left-hand shown

Right-hand : KGDFR...S

« Right-hand shown

-

-

Blade

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

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

* 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 bolt (BH6x10TR), blade fixing bolt (SB-60120TR) and wrench (LTW-25) which are included in the toolholder can be used.

Clamp Bolt Clamp Bolt
(for Insert Clamp)| (for Blade) pUSnes
-
BH6X10TR SB-60120TR LTW-25

@ Face Grooving Toolholder Assembly Identification System

+

+

Toolholder
(Toolholder Description is printed.)

Right-hand : KGDR...-C

« Right-hand shown

Left-hand : KGDL...-C

« Left-hand shown

Hand of unit Toolholder shank size| |Toolholder Length Width Symbol of assembly toolholder
R: Right-hand 2020 : []20 X : Special 2 :2mm S : indicates the unit description
3 :3mm
L : Left-hand 2525 : [ 125 :
I |
| | I
KGDF ||R|[2020| X|| 25 |-| 3 |[A|| S
I ] I
1
Series Min. diameter in face grooving |, For the minimum external diameter Grooving Depth
KGDF Indicates the minimum external diameter | which can be applied to the initial A 6~13mm 2-edge insert
Face Grooving suitable for the initial face grooving. face grooving (you can also use B :13~15mm (1-edge insert can also be used.)
- 1-edge insert), see the MIN. value of -
25:25mm "Face Grooving Dia. ¢D" in the 8 : §g~25mm 1-edge insert
dimension tables of toolholders and s vemm
’ blades.
235:235mm




#Face Grooving Dia. ¢D

Face grooving diameter (¢D) is the suitable value 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.

oD min

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.

| p5 | 26 | 27 (282
over

Description od
¢d KGDF%. 2020X25-3AS 4 5 0 -
2525X25-3AS 2
KGDFY. 2020X25-4AS | s o i:;
oD V4 2525X25-4AS =

R,

orterence KGDF7. 2020X25-5AS | _ A 1 £
2525X25-5AS :
Remaining Boss Dia.od | KGDFY. 2020X25-6AS <
2525x256A8 | ° | 4 | ' | °©

e.g.)

If a groove of external diameter ¢25 is created using KGDFR2020X25-3AS
and turning is made toward the inside, a 4 portion will be left in middle due
to interference of toolholder.

|| Grooving gﬁ n

G73
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Face Grooving Toolholders (Separate type)/

B KGDF
\
|
|
|
|
|
|
A/ L1 | L
|
@ ‘ o
|
= ‘
(&) |
“ |
t = 5 | 9O > | E @ | ¢ z
—————
I | I I
|
I
|
|
|
|

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

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

® Toolholder Dimensions

= |E
o|E E E| Face
2| €| = | 3| Groovin i inti ) .
g s g % o 9 Unit Description Std. Blade Description Toolh.old.er Dimension (mm)
x = D | = 1a. (Standard Stock @681 Description
S| ¥ |8 oD(mm) Description) ®G23
52| 83
@ | £ | MIN. |MAX. R|L Hi=h |H2|H3 | B [L1|L2|F1 | T
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 | @ | - -80-2A-C
100 | 130 2020X100-2AS @ | - -100-2A-C |
[J20 13125 | 30 259B-C | KGDL2020-C | 20 |12|11.6/20 118 36 24.517
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 No unit description mp -45-2B-C
15 60 | 80 60-2BC | 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
0°| 2 |C25 190 180 2K RT @ | - 02AC | KGDL2525-C | 25 | 7 (11625 r1o=20.5
30 [ 35 -30-2B-C ]
35 | 45 -35-2B-C
45 | 60 No unit description =y -45-2B-C
15 60 | 80 60-2BC | 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
100 | 130 . . -100-2A-C
032 13125 30 No unit description mp 252B-C | KGDL3232-C | 32 | - |11.6/32 16336 36.51
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.

Applicable Inserts & G71

2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of
groove made by the 2-edge insert will be 18 mm.)

@ : Std. Item



@ Toolholder Dimensions

o|E E E Face
) B = ; . -
< § 8|5 Grg(i);/lng Unit Description Std. Blade Description Toolhf)lqer Dimension (mm)
x » | < c (Standard Stock @Gsi Description
S|5| ¥ | 8| ¢oD(mm) Description) ®G23
58 53
@ | Z | MIN.|MAX R|L Hi=h |H2| H3 | B |L1|L2| F1 | T
25 | 30 | KGDF®. 2020X25-3AS | @ | @ | KGDF?. -25-3A-C
13| 30 | 40 2020X30-3AS @ | ©® -30-3A-C 118 36 13
40 | 50 2020X40-3AS @ | ©® -40-3A-C |
50 | 65 2020X50-3BS @ | @ -50-3B-C
15 65 | 85 2020X65-3BS @ | @ -65-3B-C 120/ 38 15
[J20 85 | 110 2020X85-3BS @ | @ -85-3B-C KGD'Y%2020-C | 20 |12(11.6/20 24.5
110 ] 145 2020X110-3BS © | © -110-3B-C L
50 | 65 2020X50-3CS @ | @ -50-3C-C
2265 | 85 2020X65-3CS_| @ | ® -65-3C-C 127145122
85 | 110 2020X85-3CS @ | ©® -85-3C-C
25410145 2020X110-3CS | @ | @ -110-3C-C 13048 125
25 | 30 | KGDF?. 2525X25-3AS | @ | @ | KGDF?. -25-3A-C
13| 30 | 40 2525X30-3AS @ | @ -30-3A-C 143 36 13
40 | 50 2525X40-3AS | @ | @ -40-3A-C L
50 | 65 2525X50-3BS @ | @ -50-3B-C
15 65 | 85 2525X65-3BS @ | @ -65-3B-C 145 38 15
0°| 3 |J25 85 | 110 2525X85-3BS @ | @ -85-3B-C KGD'%:2525-C | 25 7 111.6/25 29.5
110 | 145 2525X110-3BS @ | @ -110-3B-C |
50 | 65 2525X50-3CS @ | @ -50-3C-C
2265 | 85 2525X65-3CS | @ | @ -65-3C-C 15245 |22 Q@
85 | 110 2525X85-3CS (@ | @ -85-3C-C
25410 145 2525X110-3CS | @ | @ -110-3C-C 15548]  12%] o
25 | 30 KGDF?. -25-3A-C =
13 30 | 40 -30-3A-C 163 36 13 8
40 | 50 -40-3A-C G
50 | 65 -50-3B-C
15| 65| 85 -65-3B-C 16538 . 15|
[J32 85 | 110 No unit description mp -85-3B-C KGD'Y%3232-C | 32 - |11.6/32 36.5
110 | 145 -110-3B-C .
50 | 65 -50-3C-C
2265 | 85 -65-3C-C 17245 |22
85 | 110 -85-3C-C
25410145 -110-3C-C 17548 |25
13| 25 | 35 | KGDF®. 2020X25-4AS | @ | @ | KGDF?. -25-4A-C 118/ 36 |13
35 | 50 2020X35-4BS @ | @ -35-4B-C
50 | 70 2020X50-4BS @ | © -50-4B-C
70 | 100 2020X70-4BS @ | @ -70-4B-C
151900 150 2020X100-4BS | @ | ® -100-4B-C 12038 |15
150 | 220 2020X150-4BS @ | © -150-4B-C
[J20 220 | oo 2020X220-4BS @ | © -220-4B-C | KGD'4:2020-C | 20 |12(11.6/20 245 |
35 | 50 2020X35-4CS @ | @ -35-4C-C
50 | 70 2020X50-4CS @ | @ -50-4C-C
70 | 100 2020X70-4CS @ | © -70-4C-C
25400 | 150 2020X100-4CS | @ | ® -100-4C-C 13048 |25
150 | 220 2020X150-4CS @ | @ -150-4C-C
220 | oo 2020X220-4CS © | © -220-4C-C
13| 25 | 35 | KGDF®L. 2525X25-4AS | @ | @ | KGDF". -25-4A-C 143 36 |13
35 | 50 2525X35-4BS @ | @ -35-4B-C
50 | 70 2525X50-4BS @ | @ -50-4B-C
15 70 | 100 2525X70-4BS @ | @ -70-4B-C 145 38 15
100 | 150 2525X100-4BS @ | @ -100-4B-C
150 | 220 2525X150-4BS @ | @ -150-4B-C
0°| 4 |25 220 | oo 2525X220-4BS @ | @ -220-4B-C | KGDY:2525-C | 25 7 11.6/25 29.5| |
35 | 50 2525X35-4CS @ | @ -35-4C-C
50 | 70 2525X50-4CS @ | @ -50-4C-C
70 | 100 2525X70-4CS @ | @ -70-4C-C
25400150 2525X100-4CS | @ | ® -100-4C-C 15548 |25
150 | 220 2525X150-4CS @ | @ -150-4C-C
220 | oo 2525X220-4CS @ | @ -220-4C-C
13| 25 | 35 KGDF?%. -25-4A-C 163 36 |13
35 | 50 -35-4B-C
50 | 70 -50-4B-C
70 | 100 -70-4B-C
151900 [ 150 -100-4B-C 16538 |15
150 | 220 -150-4B-C
032 220 | oo No unit description mp -220-4B-C | KGD'/3232-C | 32 | - |11.6/32 36.5 |
35 | 50 -35-4C-C
50 | 70 -50-4C-C
70 [ 100 -70-4C-C
25900 | 150 -100-4C-C 17548 |25
150 | 220 -150-4C-C
220 | oo -220-4C-C
Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately. App||cab|e Inserts @ G71
2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of
groove made by the 2-edge insert will be 18 mm.) @ : Std. Item

G75



Face Grooving Toolholders (Separate type)/

® Toolholder Dimensions

o|E g E Face
2| £ | = | 3| Groovin i ioti ) .
g|s g “:; o 9 Unit Description Std. BRacIDesoaption Toolh.old.er Dimension (mm)
x 2| 5 p= 1. (Standard Stock @81 Description
S| ¥ |8 oD(mm) Description) @G23
a|z| 8|3
@ | £ | MIN. |MAX. R|L Hi=h |H2| H3 | B |L1|L2| F1 | T
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
1151180 2020X115-5BS @ | @ -115-5B-C
180 | 235 2020X180-5BS @ | @ -180-5B-C
235| = 2020X235-5BS | @ | @ -235-5B-C .
20| 25 | 35 2020X25-5CS @ | @ -25-5C-C 125/ 43 120 |
35 | 50 2020X35-5CS @ | @ -35-5C-C L y
[J20 50 | 75 5020X50-5CS e e 5050-C | KGD'42020-C 20 |12(11.6/20 24.5
75 | 115 2020X75-5CS @ | @ -75-5C-C
25415180 2020X115-5CS | @ | @ -115-5C-C 13048 |25
180 | 235 2020X180-5CS @ | @ -180-5C-C
235 | o 2020X235-5CS © | © -235-5C-C |
75 | 115 -75-5D-C
1151180 . . -115-5D-C
32 180 1235 No unit description mp 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
g’ 15[ 75 | 115 2525X75-5BS @ | @ -75-5B-C 145/ 38 15
'g 1151180 2525X115-5BS @ | @ -115-5B-C
e} 180 | 235 2525X180-5BS @ | @ -180-5B-C
15 235] 2525X235-5BS | @ | @ -235-5B-C |
20| 25 | 35 2525X25-5CS @ | @ -25-5C-C 150/ 43 120 |
— ° 35 | 50 2525X35-5CS @ | @ -35-5C-C 0 U
0°| 5 |25 50 | 75 2525X50-5CS | ® | ® 5050-C | KGD'%:2525-C | 25 7 11.6/25 29.5
75 | 115 -75-5C-C
2 115 1180 No unit description mp -115-5C-C | 15948 2
180 | 235 -180-5C-C
235 | oo -235-5C-C L
75 | 115 | KGDF?. 2525X75-5DS @ | @ -75-5D-C
1151180 2525X115-5DS @ | @ -115-5D-C
32180235 2525X180-5DS | @ | ® -180-5D-C 16285 |32
235 | o 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
115180 -115-5B-C
180 | 235 -180-5B-C
235 | oo -235-5B-C .
20| 25 | 35 -25-5C-C 170/ 43 120 |
35 | 50 . . -35-5C-C . g )
132 50 | 75 No unit description mp 5050-C | KGD':3232-C | 32 11.6| 32 36.5
75 | 115 -75-5C-C
25415180 -115-5C-C 17548 125
180 | 235 -180-5C-C
235 | oo -235-5C-C L
75 [ 115 -75-5D-C
1151180 -115-5D-C
32480235 -180-5D-C 18255 132
235 | oo -235-5D-C

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

® Spare Parts (Common with separate types)
* The parts are included in the toolholder and unit.

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

G76

Applicable Inserts ® G71

2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ : Std. Item



B KGDF

@ Toolholder Dimensions

= |E
o|E E E| Face
@ €| = | 3| Groovin i ioti ) .
5: Sl % o g Unit Description Std. et et Toolh.old.er Dimension (mm)
x 2| a p= 1a. (Standard Stock @G81 Description
S |=| < |8 ¢D(mm) Description) ®G23
5|8 5|
& | 8 MmN [max RIL Hizh [H2|H3 [ B [L1]L2]F1 ] T
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 12543 120
35 | 50 2020X35-6CS @ | @ -35-6C-C " g
20 50 1 75 2020X50-6CS | ® | ® 506CC | KGD'%:2020-C| 20 |12|11.6/20 24.5
75 [ 115 2020X75-6CS @ | @ -75-6C-C
25415180 2020X115-6CS | @ | @ -115-6C-C 13048 125
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 (235 No unit description mp 180-6D-C | 137\ 55 32 E@
235 | o -235-6D-C
25 | 35 | KGDF?. 2525X25-6BS | @ | @ | KGDF?. -25-6B-C 2
35 | 50 2525X35-6BS @ | @ -35-6B-C 'g
50 | 75 2525X50-6BS @ | @ -50-6B-C o
15| 75 | 115 2525X75-6BS @ | @ -75-6B-C 145| 38 15 (G}
115|180 2525X115-6BS @ | @ -115-6B-C
180 | 235 2525X180-6BS @ | @ -180-6B-C —
235]| oo 2525X235-6BS @ | @ -235-6B-C |
20| 25 | 35 2525X25-6CS @ | @ -25-6C-C 150] 43 120
5 35 | 50 2525X35-6CS @ | @ -35-6C-C " y
0°| 6 |025 50 [ 75 2525X50-6CS | @ | @ 506C-C | KGD'%:2525-C | 25 | 7 (11.6/25 29.5
75 | 115 -75-6C-C
2 115 | 180 No unit description mp A115-6C-C_| 19948 2
180 | 235 -180-6C-C
235| o -235-6C-C |
75 | 115 | KGDF?. 2525X75-6DS | @ | @ -75-6D-C
115|180 2525X115-6DS @ | @ -115-6D-C
32180235 2525X180-6DS | @ | ® -180-6D-C 16255 |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
1151180 -115-6B-C
180 | 235 -180-6B-C
235 | o -235-6B-C |
20| 25 | 35 -25-6C-C 17043 120
35 | 50 . - -35-6C-C 0 g )
132 50 1 75 No unit description mp 506C-C | KGD'4:3232-C | 32 11.6/ 32 36.5
75 | 115 -75-6C-C
25415180 -115-6C-C 17548 125
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 132
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 @& G71

2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T 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 Bolt
(for Insert Clamp) (for Blade) Ll
Unit
Description
p @
KGDF*..----S BH6X10TR SB-60120TR LTW-25
@ : Std. ltem
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Face Grooving Toolholders (Integral Type)/

B KGDF-Z &P
7 T
4 i v @
P22 R
9|
' —_— L1
= L2
™
_ P
1 - 2
] .
| — B
«Right-hand shown
® Toolholder Dimensions
— € |3
E E |5 Face Grooving
E Q £ E Dia. S Std. Dimension (mm)
N 3 escription
= | 2 |SE| ¢Dmm 2
S < %
[@)) = g (]
< 0 = MIN MAX R L Hi=h | H3 B L1 L2 L3 F1 T
§ 50 | 65 |KGDF%. 2020K50-3B-Z 0 O
= 65 85 2020K65-3B-Z [ ) o
o 20 85 | 110 20208538z | ® | ® | ¥ 20 | 125 20.3
110 145 2020K110-3B-Z [ ) o
3 15 750 | 65 |KGDF% 2525M50-38-Z | ® | © 9.5 305 | 31 15
65 85 2525M65-3B-Z [ ) [ ]
025 85 | 110 2525M85-38-Z | ® | ® | 2 25 | 150 25.3
110 145 2525M110-3B-Z [ ) [
50 70 |KGDF%. 2020K50-4B-Z [ ) ()
J20 70 100 2020K70-4B-Z [ ) [ ] 20 20 125 20.3
100 150 2020K100-4B-Z [ ) [ ]
4 15 750 | 70 |KGDF% 2525M50-48-Z2 | ® | ® 9.5 305 31 15
25 70 100 2525M70-4B-Z [ ) (] 25 25 150 25.3
100 150 2525M100-4B-Z [ ) [
50 75 |KGDF%. 2020K50-5B-Z o [ J
[J20 75 115 2020K75-5B-Z [ ) [ ) 20 20 125 20.3
115 180 2020K115-5B-Z2 [ ) [ )
5 15 50 75 | KGDF?. 2525M50-5B-Z [ ) [ 9.5 80.5 8 15
25 75 115 2525M75-5B-Z [ ) [ ] 25 25 150 25.3
115 180 2525M115-5B-Z [ ) [ )
Applicable Inserts ® G71
® Spare Parts
Spare Parts
Clamp Bolt Wrench
Description
KGDF"L..-Z HH5 X 16 LW-4

@ Toolholder Identification System (Integral Type)

KGDF || R | 2525 | M || 50 || 3| B | Z

Series Hand of Tool Shank Size Toolholder Length | |Min. Face Groove Dia. Width Grooving Depth| |Toolholder Type

KGDF Face Grooving ) 2020 : C120mm K :125mm 50 : 50mm 3:3mm B :15mm Z: Integral Type
f‘j f'ih;'hagd 2525 : [J25mm M : 150mm : 4 4mm
s-efnan 115 : 115mm 5:5mm

@ : Std. Item
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Face Grooving Toolholders (90°Separate type)/

B KGDF

L3

-] :

¢ Right-hand shown (Right-hand Blade and Right-hand Toolholder)

® Combination of Toolholder & Blade

o |E 3 E Face @ | B 3 E Face
£ E | = ) N 21E E | ) S
2& < |3 Grooving Blade Toolholder |Dimension 2 & ‘q—; 3 |Grooving Blade Toolholder |Dimension
1: S 2| Da Description Description | (mm) 1: S 2| Da Description Description | (mm)
S|5| € |§/|Dmm) @aG81 ®G23 S|5| £ |E|Dmm @aG8s1 @G23
n g © q n § © 5
@ | 3N [wax L] L3 @ | 3 L] L3
25|30 | KGDFR -25-2A-C 13|25 | 35 | KGDF?. -25-4A-C 52.7
30|35 -30-2A-C 35|50 -35-4B-C o
35|45 -35-2A-C 50|70 -50-4B-C c
6 45|60 -45-2A-C 49.7 15 70 (100 -70-4B-C 54.7 'g
60|80 -60-2A-C 100[150 -100-4B-C ) e}
80 100 -80-2A-C 150220 -150-4B-C (O]
100[130 -100-2A-C 20 220| oo -220-4B-C|KGDS".2020-C| 125
H20 4312530 -2528-C | \GDSR2020-C\ 1255 3550 -35-4C-C —
30|35 -30-2B-C 50|70 -50-4C-C
A S
15 e 54.7 e
60|80 -60-2B-C 150220 -150-4C-C
180 100 -80-2B-C 90°| 4 220| oo ; -220-4C-C
90°| 2 00130 -100-2B-C 13|25 | 35 | KGDF%/. -25-4A-C 52.7
25|30 | KGDFR -25-2A-C 35|50 -35-4B-C
30|35 -30-2A-C 50|70 -50-4B-C
35|45 -35-2A-C 15 70 100 -70-4B-C 54.7
6 (45|60 -45-2A-C 49.7 100[150 -100-4B-C
60|80 -60-2A-C 1501220 -150-4B-C
80 100 -80-2A-C 125 220| o -220-4B-C|KGDS"/.2525-C| 150
100130 -100-2A-C 35|50 -35-4C-C
0253372530 -2528-C | \GDSR2525-C|150 7757 5070 -50-4C-C
30|35 -30-2B-C o5 70100 -70-4C-C 64.7
35|45 -35-2B-C 100150 -100-4C-C
15 45160 -45-2B-C 54.7 1501220 -150-4C-C
60|80 -60-2B-C ’ 220| oo -220-4C-C
180001(3)8 -ggi)zzBécc Applicable Inserts @ G71
25| 30 | KGDF*/. -25-3A-C
133040 -30-3A-C 52.7
40|50 -40-3A-C
50|65 -50-3B-C
15 65|85 -65-3B-C 54.7
020 85(110 -85-3B-C |KGDS"%2020-C|125|~
110145 -110-3B-C
50|65 -50-3C-C -
226585 -65-3C-C 59.7
85110 -85-3C-C N
o0°! 3 25 110145 110-3C.C 61.7 Toolholder : Right-hand
25| 30 | KGDF¥/. -25-3A-C
133040 -30-3A-C 52.7
40150 -10-3A-C Blade : Right-hand
50|65 -50-3B-C ’ Right-hand
15 65|85 -65-3B-C 54.7
025 85|110 -85-3B-C |KGDSf.2525-C|150|~ ™ - KGDF 90° type is not available as unit (Toolholder + blade).
110[145| -110-3B-C| Please purchase toolholder and blade separately.
22 5065 -50-3C-C 59.7 - Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand
65|85 -65-3C-C . Toolholder.
85110 -85-3C-C - The insert clamping bolt (BH6X10TR), blade fixing bolt (SB-60120TR) and
25 110145 110-3C-C 61.7 wrench (LTW-25) which are included in the toolholder can be used.

Applicable Inserts @ G71
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Face Grooving Toolholders(90°Separate type) -

® Combination of Toolholder & Blade

— | — |
o |E| E|E| Face o |E| E|E| Face
= € | = ) ) ) = E ||= . . .
2 & % |3 Grooving Blade Toolholder |Dimension| 2 & % |3 Grooving Blade Toolholder |Dimension|
M 5|2 D Description Description | (mm) ME 5 18| D Description Description | (mm)
= = c =
S |E| ¥ | 5 D(mm) @G81 @G23 S |F| ¥ | 50D (mm) @G81 @G23
= & | S =| & | S
P2 € | % P2 £ | %
@ | Z | MIN. [MAX. L1 L3 @ | Z | MIN.[MAX. L1| L3
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
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
20/25|35 -25-5C-C 59.7 20/25|35 -25-6C-C 59.7
35|50 -35-5C-C n 35|50 -35-6C-C 7
20 50175 50-50-C KGDS"/.2020-C| 125 020 50175 50-60-C KGDS".2020-C| 125
75115 -75-5C-C 75115 -75-6C-C
25 1115/180 -115-5C-C 64.7 25 115/180 -115-6C-C 64.7
180|235 -180-5C-C 180[235 -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| o -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
2 15|75 115 -75-5B-C 54.7 15|75 115 -75-6B-C 54.7
'g 115/180 -115-5B-C 115[180 -115-6B-C
o) 180|235 -180-5B-C 1801235 -180-6B-C
(G} 235| o -235-5B-C 235| = -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 q y
25 50175 50-50-0 KGDS"/.2525-C| 150 25 50175 50-60-C KGDS#%.2525-C| 150
751115 -75-5C-C 75]115 -75-6C-C
25 115/180 -115-5C-C 64.7 25 115/180 -115-6C-C 64.7
180(235 -180-5C-C 1801235 -180-6C-C
235| o -235-5C-C 235| o -235-6C-C
75115 -75-5D-C 75]115 -75-6D-C
115[180 -115-5D-C 115/180 -115-6D-C
32 {80235 -180-5D-C AR 32 1801235 -180-6D-C AR
235] o -235-5D-C 235| o -235-6D-C
Applicable Inserts ® G71 Applicable Inserts ® G71
¢ 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 3rmm . G:6mm with suffix "-C"
I I I
I I I
Series Min. diameter in face grooving Grooving Depth Description
KGDF Face Groovin Indicates the minimum external diameter A :13mm 2-edge insert
9 suitable for the initial face grooving. B:15mm (1-edge insert can also be used.)] Lot No. v
25 :25mm
C : 20mm~25mm . s
: 1-edge insert
235 - 235mm D :32mm ge i Example of printing of blade number
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Face Grooving Blade s

® Blade Dimensions

Face
o Std. Dimension (mm) (Grooving Dia.Width Alpizelils DEEalp o &
Shape Blade Description 4D/(mmj|Gmm) Inserts Toolholder
®G71 ®G23
R| L | L |T/| A [MN|VAX| W
KGDFR -25-2A-C o - 25 | 30
-30-2A-C o | - 30 | 35
-35-2A-C e - 35 | 45
-45-2A-C ® | - 4435 6 45 | 60
-60-2A-C o | - 60 | 80
-80-2A-C o | - 80 | 100
-1002AC | @ | - 100 | 130
e ® _ 14735 i3 15|25 30| 2 |GDFM 2020N-020GM
-30-2B-C o - 30 [ 35
-35-2B-C o | - 35 | 45
-45-2B-C o | - 45 | 60
60-2B-C | @ | - 193 15 60 | 80
-80-2B-C o | - 80 | 100
-1002BC | @ | - 100|130
KGDF¥. -25-3A-C RO 25 | 30
-30-3A-C ® | @ 47.35 13 30 | 40
-40-3A-C oo 40 | 50
-50-3B-C o o 50 | 65
65-3B-C ® o, .. 65 1 85 GDFM 3020N-030GM
-85-3B-C oo ™ 2 [ 85 [110] 3 |GDFM 3020N-030DM
c11038C @ | © 110 145 GDFMS 3020N-030DM
-50-3C-C oo | ... 50 | 65
-65-3C-C e e > 65 | 85 o
-85-3C-C RO 85 | 110 £
4103c-Cc | @ | @ 0% % 110 145 3
KGDF¥. -25-4A-C ® | @ 4735 13 25 | 35 e
354BC | @ | @ 35 | 50 O
-50-4B-C o o 50 | 70
-70-4B-C oo . .. 70 | 100 B
-1004BC | @ | @ | 100 | 150 GDFM 4020N-040GM
FiS04BC. 0 | @ 150 1 220 GDFM 4020N-040GH
2204BC | @ | © 3 [220] = | 4
35-40-C o o 35 150 GDFM 4020N-040DM
-50-4C-C HID 50 | 70 GDFMS 4020N-040DM
. -70-4C-C o e 70 | 100
-100-4CC | @ | @ 03 2° 100 150 KGDY: - - +-C
-150-4CC | @ | ® 150 | 220
0 2204CC | @ | ® 220 |
= KGDF?, -25-5B-C IO 25 | 35 KGDS%.-----C
-35-5B-C e 35 | 50
-50-5B-C o e 50 | 75
-75-5B-C ® | @ [49.35 15 75 [ 115
-1155BC | @ | @ 115180
-180-5B-C | ® | @ 180 | 235 GDFM 5020N-040GM
Right-hand shown -235-5B-C | @ | @ 235| .
9 25-5C-C_ | ® | @ [54.35/ 20 25 | 35 GDFM 5020N-080GM
-35-5C-C e o , | 3550 _ |GDFM 5020N-040GH
-50-53-3 : : 50 | 75 GDFM 5020N-080GH
~75-5C- 75 | 115
11550c @ @ 2935 25 1151180 GDFM 5020N-040DM
-180-5C-C o o 180 | 235 GDFMS 5020N-040DM
2355CC | ©® | ® 235 | o
-75-5D-C o e 75 [115
-1155D-C | ® | @ 115|180
-i80-5D-C | @ | @ |°03% ¥ 180 | 235
2355D-C | ©® | ® 235
KGDF?, -25-6B-C HID 25 | 35
-35-6B-C o o 35 | 50
-50-6B-C o e 50 | 75
-75-6B-C ® | @ 4935 15 75 [ 115
-1156BC | ® | © 115180
-180-6B-C | @ | ® 180 | 235 GDFM 6020N-040GM
2356BC | @ | © 235 oo
256C-C | ® | ® |54.35 20 25 | 35 GDFM 6020N-080GM
-35-6C-C o o 5 35 | 50 6 GDFM 6020N-040GH
-50-6C-C o e 50 | 75 GDFM 6020N-080GH
-75-6C-C o o 75 [ 115
“1156cC | @ @ [°9-35| 25 1151180 GDFM 6020N-040DM
-180-6C-C o o 180 | 235 GDFMS 6020N-040DM
2356CC | @ | @ 235
-75-6D-C o e 75 [ 115
-1156DC | @ | @ 115180
-806DC | @ | @ 2035 3 180 | 235
2356DC | @ | © 235 o

@ : Std. ltem
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Recommended Cutting Conditions -

€ Recommended Cutting Conditions (Vc)

e Recommended Insert Grades (Cutting Speed Vc: mimin)| &
orkpiece Cermet MEGACOAT g
Material [}
TN90 PR1225 PR1215 o
% * ¥
Carbon Steel 80~200 60~160 80~160
% * ¥
Alloy Steel 70~160 60~150 60-150 | &
°
: % * ¥ S
Stainless Steel 60~150 50~120 50~120
Cast Iron - - 80} 60

% : 1st Recommendation y<: 2nd Recommendation

¢ Recommended Cutting Conditions (Feed Rate / ap)

[Workpiece material: S50C]

Grooving Shoulder grooving (Side grooving) Turning
— ~
i) = z f
g T ha
= B 7
B 7 — T M I
@ .-g- M - |
i
O i [
g’ M In the graph indicates the most M In the graph indicates the most
'g recommended value of feed (f) recommended value of feed (f)
o —
) =4
(=
== | £ S I SR B I B
—— S T 6 £ 6 1 N ) 3.0
il ) S s — E 5] = oo 2
O IR o i s NS ] S i — £ 20
=
e IR S Y S i S LI
5|5 of-omm dilem= = |
o
= | | | | | | | | |
G} 005 040 045 020 025 005 010 015 020 025 030 005 0410 015 020 025 0.30
= Feed Rate f (mmirev) Feed Rate f (mmirev) Feed Rate f (mm/rev)
(O]
=
8
[GEY
8 E ot H £ 68— { | | _30
S | =51 || H E 5l 1 || £
= = = ~ 20
= s 4 s S e e I T s ®
=i g § 5mm
'S | l l l l | | | | | I l l
= 0.05 010 0.5 020 025 0.30
s o oe o 0.05 0.0 0.15 020 025 0.30 005 040 045 020 025 030
é eed Rate f (mm/rev) Feed Rate f (mm/rev) Feed Rate f (mm/rev)
x
(G
=
=
E
=]
= - 30
2| E E -
[+ £ - £
(=) g = E 20
= = = o
=> < s «©
s | & s 1.0
> =
9? I : : I | | | | | 005 0.0 015 020 o|25 0.30
=3 °'°5F 0';0 fO.15[ 020 025 0.05 0.10 015 0.20 025 0.30 " reed Rate.f(mm/r.ev) ’ )
= eed Rate f (mm/rev) Feed Rate f (mmirev)

® When shouldnering,
- If ap is set smaller, set feed higher.

- If ap is set larg

er, set feed lower.

1) The above values are based on the condition that the dimension T of toolholder is 15 mm or less.

2) If the toolholder's dimension T is over 15 mm, set the values for turning to less than 90% of those above.
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For Successful Machining with KGDF -

M Points to be checked for face grooving

1) Toolholder Selection 2) Cutting conditions (Feed rate : f)
Check the range of applicable When machining on steel,
"face grooving diameter" as set the feed rate (f) so
well as the groove width and that chips are created in a
depth. helical form in cut-off.

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

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

Plunge milling (Grooving + Side grooving) Turning

4) Guide for turning

A.When the cutting amount (ap) is i <
over 0.5 mm %
(1) Perform Plunge milling. = (1)
(2) Return the cutting by 0.1 mm. gz ¢ @)
(8) Perform turning.(Ref. to Fig.1) ®)

® When widening the face groove width (Ref. to Fig.2)

Apply the “Step Turning? ﬂ @
Then perform finishing. Ll i€

B.When the cutting amount (ap) is
under 0.5 mm

(1) Perform Plunge milling.

(2) Perform turning.

Machining without interruption is possible.
(Ref. to Fig.3)

|| Grooving % n
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Small Diameter Face Grooving Toolholders [GVF-AA Insert] -

B GFVS-AA

H3

P

pany
— 5%,
HT‘ & | %%,
r= y /&%/ 2

H1

I
T I
T |
’ - | 6}
L2 4 Q\%@ !
L1 Q@\& | Ko
4 - . TN G
@‘? \@5\?’ | /g%‘, @

§ |
I

lo

« Right-hand shown

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

B GFVT-AA
\
\
\
(@0 w - 3 ‘ |
h b . o
w’\“%% = ‘
e 08 ! o |
qood T
@ ‘
|
E’ -- « Right-hand shown | « Left-hand shown
§ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
© ® Toolholder Dimensions
Std. Dimension (mm) Face Grq(;oDVIng 52 Clamfrs):re Pa\llztr:nch
Besater Appllcgblcc:slsnserts
R|L{H1| h [H3| B |[L1|L2| F | T | MIN. | MAX. —
GFVS™L 2020K-08AA (@ ® 20 |20 55 20 125 18 Zi o 8 . R FT1s GVFL/R1OSO'005AA
2525M-08AA (@ @ 25 25| | 25150 32| | (0) | () GVF4+300-005AA
GFVT?. 2020K-08AA (@ @ 20 20 55 20125 14 25 5o 8 © | cpssy 115 GVFL/H1(JSO-005AA
2525M-08AA (@ @ 25 25| 25150 32| | (0) | () GVFY%300-005AA

Note 1.\Dimension T shows available grooving depth.\

2.The value () of Face Grooving Dia. (0D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o).
The value () of Face Grooving Dia. (0D 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 MIN.~MAX.

@ : Std. Item
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Grooving Inserts -

1 (Width)
width to center)
width to center)

3 (Width)

. Appllcable Inserts m : 2 Classification of usage
() — ) ‘
- . @: Continuous:Light Interruption /1st Choice
Dect|on AA : (: Confinuous-Light Interrupton / 2nd Choice
L ... P .
200-...AA 4.3 12 45 H Hard materials (~40HRC) ® O : gon?nuous;;stdcgl:lse
300-...AA Hard materials (40HRC~) - OniiUouS fend hoice
— ARE z
- D
D'Tn‘:rr:f)'on Cermet | E 2| PcD 538
ipti (Fizers = © Applicable &3
Insert Description ©olal=o S
Description) 9|Z | |8 /2|5 8| Toolholders| = 2
W | B | 2382288 28
Handed Insert shows Right-hand Ll == E o |X & N4 §
" |GVF% 100-005AA |GVF?% 100AA | 1.00 )
E " w00 GFVSa-++-08AA
- 200-005AA 200AA | 2.00|22|0.05 O ) Ga4
| GFVTYs-+-08AA
[ Rini 300-005AA 300AA | 3.00 o000
[ - Dimension B: shows available grooving depth. |
- GVF".---005AA inserts are not compatible with GVF7.---—OO0 A (Ref. to Page G91) inserts because their Side Relief Angle is 10°.
@ Face Grooving Diameter of GFVS-AA (also GFVT-AA)
Face Grooving Dia.
Description oD Applicable Inserts * ltis available to infinity in case of machining
MIN. | MAX. the first groove bigger than MIN.
GFVS™L 2020K-08AA
2525M-06AA 8 | o | GVF's100-0C5AA + When machining towards the outer diameter
GFVTY 2020K-08AA ! then there is no MAX. limit to the further groove machining.
b 2ERORAL (0), | (o) | GVFYR300-005AA
2525M-08AA
« Refer to the machining of the initial groove with MIN.(¢8) » When widening the groove width to inner diameter.
If the initial groove is made smaller than this, the toolholder For machining up to the center of the workpiece regardless of insert
interferes with the workpiece. width.
: 7 9 F = ¢ 3 2
~ o e MA® | e
® ||'f] 2@ |
|

(Widening the groove
(Widening the groove

Installing GVFL100-005AA | Installing GVFL300-005AA

Installing GVFL100-005AA | Installing GVFL300-005AA

¢ Recommended Cutting Conditions (GFVS-AA / GFVT-AA)

Recommended Insert Grades (Cuting Speed Ve: mimin) Groovin Turning:
MEGACOAT| PVD Carbide 9 9
Workpiece Material L o Remarks
P & e g f ap f
N
T e ] (mm/rev) (mm) (mm/rev)
Carbon steel / Alloy steel | oo* 00 | 0500 0.01~0.05 | Max.0.5 | 0.01~0.05
. * PAS ~
Stainless Steel 50-80 50-80 0.01~0.03 | Max.0.3 | 0.01~0.02 [Coolant
Non-ferrous Metals Xo | 0.01~0.08 | Max.0.5 | 0.01~0.08
" ap has to be set for less than corner-R (re) % : 1st Recommendation ¥: 2nd Recommendation
when turning of edge width 1.0 mm (GVF7.100-005AA).
@ : Std. Item S
Inserts are

1
% sold in 10 piece boxes
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Face Grooving Toolholders [GVF Insert] -
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Shows Right Figure.
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« Right-hand shown « Left-hand shown

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

® Toolholder Dimensions

R -

. . Face Grooving D Spare Parts
=k I il (])Dg Clamp get Wrench Aoolicable | i
Description = A ppiica gg 1nsers
RLH1hHSBL1L2L3FT¢D1MIN.MAX.% ®
w FT
GFV7. 2020K-201A |® ® 20 21| | 2012520 19|25 20 GVFY.200-340-020A
2525M-201A |@ @ 25| 26|%%| 25 150 23 |22 32|22 40 (19| = | CPSBV | - FT18 | GvF9200-..~300-.. AR
GFV7. 2020K-351B (@(® 20 (21| |2012528 26(25, GVF.250-350-020B
2525M-351B @ /@25 26| |25150 30|28 |32\ *° | 35 50 GVF¥.300-1508R
2020K-352B (@ ®|20 21| |20 125/28 26/25|_ |7 |(25) («) GVF.400-490-0208
2525M-352B |@|® 25 26| |25 /15030 28 |32 > GVF?.400-200BR
2020K-501B (®/®/20 21| |20/125 28|26 |25, GVF?.250-350-0208
2525M-501B @@ 25 26| 25150 30| 28|32\ *C _ |50 70| | o . GVFIL300-1508R
2020K-502B (@(®|20 21| |20 125/28 26(25|_ " |(25) (=) GVF.400-490-020B
2525M-502B |@|® 25|26 |25 /15030 28 |32 > GVF?.400-200BR
2020K-701B (®/®/20 21| |20/125 28|26 25, GVF?.250-350-0208
2525M-701B [® /@ 25 26| 25150 30|28 (32| *° _ | 70 100 GVF¥.300-150BR
2020K-702B (@(®(20 21| [20]125/28 26(25|_ " |(25) () GVF.400-490-0208
2525M-702B |@ @ 25|26 | 25/150/30 28 |32 > GVF?.400-2008R
GFV7. 2525M-501C |@|® 66/, 5070 GVF.350-450-040C
2525M1-502C |@|® s 8170129 () GVFY500-600-040C
2525M-701C |@|® 66/ 170 100 GVF.350-450-040C
2525M-702C |@|® 8.1 7%|(25)| (o) GVF¥500-600-040C
2525M-1001C |@ @ 2° | 26 9-5/25/190 35 132 5 100/100/150| CPSBV | LW4  GyFi350-450-040C
2525M-1002C [@|® 35| 8.1 )(25)| (e0) GVFY.500-600-040C
2525M-1501C |@|® 66,150/ 250 GVF?.350-450-040C
2525M1-1502C |@|® 8.1°°|(25)| () GVFY500-600-040C

Note 1. [ Dimension T shows available grooving depth. |
2. 9D1 shows toolholder head diameter to L3.
3.The value () of Face Grooving Dia. (0D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o).
The value () of Face Grooving Dia. (9D 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 MIN.~MAX.
4. 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
Toolholder |Right-hand (R) Toolholder| Left-hand (L)
Insert |Right-hand (R) Insert | Left-hand (L)

K

v [._ S ]_

[
®
?c]

@ : Std. Item
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Integral Toolholder

@ Face Grooving Diameter of GFV
(1) e.g.) GFV™----201A

1 «|t is available to infinity o in case of

- Face Grooving Dia. o machining the first groove bigger than MIN.
Description ) Applicabie Inserts
MIN. MAX. *When machining towards the outer diameter then
GFV#. 2020K-201A |20 | | GVF?.200~340-020A there is no MAX. limit to the further groove machining.
2525M-201A | (12) () GVF7.200----~300----AR *When widening the groove width to inner diameter.

Face groove diameter D MIN. (12) is the limit; the toolholder

*When machining the initial groove on the face at MIN.¢20 interferes with the workpiece in case of smaller than ¢12.
If the initial groove is made smaller than this, the toolholder interferes with the workpiece. ~ The toolholder interferes with the workpiece when closer to
Boss Dia. depends on insert width. the center.
g 53 B2 15 7
£ &5 ElH £/
£ g g 7|
1 — 1 ] o « o « 77/ |
2 N gz g 20
gl ¢3- gl ¢
108 ! < <!,

width to center)

2 (Width)
N\

3.4 (Width) |
AR

Installing GVFR200-020A |Installing GVFR340-020A Installing GVFR200-020A | Installing GVFR340-020A

(2) e.g.) GFVH.-..-351B/352B (same as GFV%..---OOOB or GFVR/L...-OOQOC)

Face Grooving Dia.
Description ¢D Applicable Inserts
MIN.| MAX. ¢ It is possible to widen the groove to infinity o when
GFV*/. 2020K-351B GVF?.250~350-020B machining the initial groove within MIN.-MAX. and
2525M-351B| 35 | 50 | GVF%.300-150BR then widening to outer diameter.
2020K-352B | (25) |:(e0). | GVF?400~490-020B

2525M-352B | GVF?400:200BR
* When machiring the initial groove on the face at MIN. ¢35 » When machining the initial groove on the face at MAX. $50.
If the initial groove is made smaller than this, the toolholder If the initial groove is made smaller than this, the toolholder
interferes with the workpiece. interferes with the workpiece.
BossDia. depends on insert width. Boss Dia. depends on insert width.

I\
\

-

630
(Boss Dia.)

N\

N\

935
(MIN. Face Grooving Dia.)
935
(MIN. Face Grooving Dia.

950
MAX. face grooving Dia,
045
(Boss Dia.)

025.2
( Boss Dia.)

|
|
9 ||
|

-

s S 7 g g
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B Installing GVFR490-020B

* When widening the groove width to inner diameter.
Face Grooving Dia.¢D MIN.(¢25 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at D MIN.(¢35) or ¢D MAX.(¢50).
The toolholder interferes with the workpiece when closer to the center.

2 7 %7
e i -y e 0 | |
: i | 1 Z/— |
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B Installing GVFR490-020B

|| Grooving % n
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Face Grooving Toolholders [GVF Insert] -

M GFVS

This toolholder can machine various face grooving diameters by replacing the Blade.

G88

|._

[o ]

‘_
.l

® Combination of Base-Holder & Blade

\
\
-
= \
m " ‘
- N
/ | -&%
2 L L & . [ ,
— ] K}
e B &+ ‘ [V I
%%, | | \Y éyu@guo\‘@
%% [ S
« Right-hand shown |« Left-hand shown
‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
. GFVT This toolholder can machine various face grooving diameters by replacing the Blade.
\
\
| e [Jo
ﬁ@ th 9D 9§
T | i )
h L1 | I
Ei |
3 WG‘“ d'fﬂ - |
7% E
[
E’ « Right-hand shown |« Left-hand shown
> ‘
8 Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
(©)
@ Selection of Toolholder & Insert
GFVS GFVT
Toolholder|Right-hand (R) Toolholder| Left-hand (L) Toolholder| Right-hand (R) Toolholder| Left-hand (L)
Insert | Left-hand (L) Insert |Right-hand (R) Insert | Left-hand (L) Insert |Right-hand (R)

Description of Toolholder| Std. Blade - . . How to refer to the face
(Stamped below) R[L| Description Toolholder Description Example of installation (GFVS) grooving toolholder and blade
SFR/L -351 B GFVSR/L2020K -351 B Toolholder type mark Clamp Set
-352B | GFVT%.2020K -352B Q: Though “GFVSR2525M-HC”
GFVS".2020K-HB [ X J -501B -501B is marked on the face
GFVT?.2020K-HB (@ @ -502B -502B grooving toolholder, the size
-701B -701B of cutting dia. is 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 is
GFVS%.2525M-HB (@ @ -501B -501B listed on the back of the
GFVT?.2525M-HB (@ @ -502B -502B blade.
-701B -701B Using the description,
-702B -702B check the description of the
SF%. -501C | GFVS®/.2525M -501C toolholder in the catalog.
-502C | GFVT%.2525M -502C If “SFR-1001C”
-701C -701C is integrated to
GFVS%.2525M-HC |® @ -702C -702C “GFVSR2525M-HC?
GFVT?.2525M-HC [ X J -1001C -1001C ,, the description
-1002C -1002C B of the toolholder is
15010 101 g T sweweny | OVORESIOC

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

@ : Std. Item




Separate Type

® Toolholder Dimensions

. . Face Grooving Dia. Spare Parts
efiel DIFEREEn () (])D Clamp Set| Wrench Blade Screw Applicable Inserts
Description Z N
RILIH1| h [H3| B |L1|L2| F | T |MIN.|MAX '§ / _' égx/  Gof

GFVSF/L 2020K-351B (@ @ 20|21 20[125/30|25| 5.1 SF.-351B GVF*250~350-020B
2525M-351B (@ @25 |26 25/150/32|32| (4.6) | 35 | 50 GVF4300-150BR
2020K-352B (@ @20 21| |20[125/30(25| 5.1 |(25)(c) SF?,-359B GVF'400~490-0208
2525M-352B (@ @25 |26 25[150/32|32| (5.1) ' GVF'400-200BR
2020K-501B |@®|®| 20 | 21 20[125/30|25| 5.1 SF-501B GVF*250~350-020B
2525M-501B |@ @ 25|26 |, |25 150 3232 (46) | 50 | 70 | sps ey | Lw-3 HHaxq | GVFR300-1508R
2020K-502B (@ @| 20| 21| |20(125/30(25| 5.1 |(25)(c) SF¥.-5028 GVF'400~490-0208
2525M-502B (@ @25 |26 25150/32|32| (5.1) ' GVF'400-200BR
2020K-701B |®|®| 20 | 21 20[125/30|25| 5.1 SF-701B GVF250~350-020B
2525M-701B |® ®| 25 |26 25(150/32|32| (4.6) | 70 |100 GVF'£300-150BR
2020K-702B |®|® 20 |21 2012530 |25| 5.1 |(25)| () SF.-702B GVF400~490-020B
2525M-702B (@ @25 |26 25150/32|32| (5.1) ' GVF400-200BR

GFVSf. 2525M-501C (@ @ 8.1(6.6)] 50 | 70 SF%.-501C GVF*350~450-040C
2525M-502C |@|® 8.1(8.1)|(25) | (o) SF%.-502C GVF*4500~600-040C
2525M-701C |®|@® 8.1(6.6) 70 | 100 SFH.-701C GVF%350~450-040C
2525M-702C (@ ® 8.1(8.1)|(25) | () SF?/.-702C GVF'£500~600-040C
2525M-1001C @ @ 2> |26 (9-5/25/150 321321 1o ol 150] CPS8Y | "W sku-t001c 412 | Gurnsso-4s0-040C E@
2525M-1002C |@|® 8.1(8.1)|(25) | () SF%.-1002C GVF*4500~600-040C o
2525M-1501C |@|® 8.1(6.6)| 150 | 250 SF%.-1501C GVF350~450-040C £
2525M-1502C |® ® 8.1(8.1)|(25) | () SF#.-1502C GVF#500-600040C| 8

GFVT%. 2020K-351B (@ @ 20|21 20[125/22|30| 5.1 SFe. 8518 GVF4250~350-020B 15
2525M-351B (@ @25 |26 25/150/25|35] (4.6) | 35 | 50 GVF300-150BR
2020K-352B (@ @ 20 21 20125/22/30| 5.1 |(25)] () SF¥.-3528 GVF400~490-0208
2525M-352B |@ @ 25|26 25150/25|35| (5.1) ' GVF400-200BR
2020K-501B |®|®| 20 | 21 20[125/22|30| 5.1 SF-501B GVF250~350-0208
2525M-501B |@/® 25|26 |, |25 150 2535 (46) |50 | 70 | cpsgy | Lw.s Hiax {2 | GYF#300-1508R
2020K-502B (@ @| 20 21| ""|20(125/22|30| 5.1 |(25)(c) SF.-5028 GVF'400~490-0208
2525M-502B (@ @25 |26 25150/25|35| (5.1) ' GVF400-200BR
2020K-701B |®|®| 20 | 21 20[125/22|30| 5.1 SFY-701B GVF*250~350-020B
2525M-701B (@ @25 |26 25/150/25|35| (4.6) | 70 | 100 GVF*300-150BR
2020K-702B (@ @®| 20 |21 20125/22 /30| 5.1 |(25)] () SF™.-702B GVF400~490-0208
2525M-702B (@ @25 |26 25150/25|35| (5.1) ' GVF400-200BR

GFVT%. 2525M-501C (@ @ 8.1(6.6)] 50 | 70 SF%.-501C GVF350~450-040C
2525M-502C (@ @ 8.1(8.1)|(25) | (o) SF%.-502C GVF'500~600-040C
2525M-701C |@|® 8.1(6.6)] 70 |100 SF#.-701C GVF350~450-040C
2525M-702C |@|® 8.1(8.1)|(25) | (e0) SF%.-702C GVF500~600-040C
2525M1-1001C| @ @] 2° |26 |9-5|25 19027138 g 16 6100 150 S8V | "W Iskri-1001c] HH** 12 | Gyrasso-4s0-040C
2525M-1002C |@ | @ 8.1(8.1)[ (25) | () SF%.-1002C GVF*500~600-040C
2525M-1501C |@|® 8.1(6.6) 150 | 250 SF%.-1501C GVF350~450-040C
2525M-1502C |@ | @ 8.1(8.1)[(25) | (o) SF¥%.-1502C GVF*500~600-040C

Note 1.\ Dimension T shows the distance from the Toolholder to the cutting edge. The grooving depth is the mentioned in (). \

2.The value () of Face Grooving diameter. (9D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity eo).
The value () of Face Grooving diameter. (¢D 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 MIN.~MAX.

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.

4. GFVS and GFVT are composed of a base body and a blade.
If the blade should be damaged, replace it with a new blade as listed in the left table.
(e.g.) GFVSR2020K-HB+SFR-351B = GFVSR2020K-351B
(e.g.) GFVTR2020K-HB+SFR-351B = GFVTR2020K-351B

@ : Std. Item
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Face Grooving Toolholders

/

® Blade Dimensions

. . Face Grooving f
Shape Description Std. | Dimension (mm) |53 4p Applicable Inserts Applicable
RIL| L [ H]|T|W|MIN.[MAX. Toolholders
SF% -351B (@@ 2.0 SyEr250-050 0208
— 11 35 | 50 e
3526 e/ @ 3.4 GVF4400~490-020B
‘ ] . GVF4400-200BR
- R GVFY4%250~350-020B | GFV(S/T)¥.ooo0O
@’ SEIE=s0iB | e e 30.5| 15 4.7 2.0 50 | 70 |_GVF#300-1508R -000B
[ H 5028 @@ "l GVF'#400~490-020B | [ Toolholder Stamp
- L - | . GVF4:400-200BR GFV(SIT).00000-HB
L
o ! SFi. -701B (@ & 2.0 gﬁézggg-fffoosgzw
\ S e 2028 ol 17 24 701100 1 GyF400-490-0208
- E : GVF%400-200BR
! E SF?. -501C |@|®@ 15 28| o | 7 | GVFk350-450-0400
Stambed side H—“ — —w -502C (@@ ] 43 GVFH4500~600-040C
Top shape of SF?. -701C (@ @ 2.8 GVF%350~450-040C | GFV(S/T)?.ooo0O
30076 13010 -702C (@@ .. 275 43| 0 | 190 —Gyru500-600-040C -000C
SF?. -1001C|®@ | ® 3 ~2.8 100 | 150 GVF'£350~450-040C Toolholder Stamp
* Right-hand shown -1002C|@ | @ ] 43 GVF500~600-040C | \GFV(SIT).0000C-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

e.g.) GFVS¥.----351B/352B

& Face Groove Diameter of GFVS / GFVT

(same as GFVS%.----O0OB, ----O00C ®G89

R -

G90

GFVT%.--O0O0B, ---000C® G89)

2525M-352B

| GVFY/r 400-200BR

Face Grooving Dia.
Description ¢D Applicable Inserts
MIN.| MAX.
GFVS".  2020K-351B | GVF“=:250~350-020B
2525M-351B| 35 |-50 | GVFY/=300-150BR
2020K-352B ! (25) | (o) { GVF/=400~490-020B

If the initial groove is made smaller than this, the toolholder

interferes with the workpiece.

Boss Dia. depends on insert width.

‘ 435
(MIN. Face Grooving Dia.)

2,

035
(MIN. Face Grooving Dia.)

$25.2
(Boss Dia.)
f

4.9 (Width)

» When machining the initial groove on the face at MIN. ¢35

Installing GVFL250-020B

Installing GVFL490-020B

* When widening the groove width to inner diameter.

¢ It is possible to widen the groove to infinity e when
machining the initial groove within MIN.-MAX. and
then widening to outer diameter.

* When machining the initial groove on the face at MAX. $50.
If the first groove is bigger than this, the toolholder interferes
with the workpiece.

Boss Dia. depends on insert width.

650
(MAX. face grooving Dia.)
04!

(Boss Dia.)

2.5 (Width) |

950
(MAX. face grooving Dia.)
$40.2
(Boss Dia.)

4.9 (Width)

Face Grooving Dia.¢D MIN.(¢25 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at D MIN.(¢:35) or ¢D MAX.(¢50).
The toolholder interferes with the workpiece when closer to the center.

ﬁLN

935
(MIN. Face Grooving Di
925
(Min. boss Dia.)
|

3
=

935 ‘
(MIN. Face Grooving Dia.)

Installing GVFL250-020B

Installing GVFL490-020B

Installing GVFL250-020B

Installing GVFL490-020B

$50
(MAX. face grooving Dia.)

. 925
(Min. boss Dia.)

950
(MAX. face grooving Dia.)
25 )
(Min. boss Dia.)

Installing GVFL250-020B

Installing GVFL490-020B

@ : Std. Item



Grooving Inserts -

M Applicable Inserts

(mm)
— P |Carbon steel / Alloy steel M@ L
S 43 12 45 M |Stainiess Steel o Classification of usage
' : K |Castlron ® @: Continuous-Light Interruption /
+-000B 58 20 5.0 N  [Non-ferrous Metals o o 15%235::8 fg e fon
-=000C 7.0 27 7.0 S |Titanium Alloys oo gr?énénhu;g:hgm Interruption /
----O0OOAR 4.3 12 4.5 H Hard materials (~40HRC) [ J[@] @: Continuous / 1st Choice
----OOO0OBR 5.8 20 5.0 Hard materials (40HRC~) ©: Continuous / 2nd Choice
A A < (0] g
. DI ey Cermet| D S E PCD s 3
o (Previous (mm) =28 Applicable | &S
Insert Description o - €Q
Description) sz=/§g/2gjg| Toolholders | = 3
Wi B |r Z38z2388 &£
Handed Insert shows Right-hand = F E o%|S\S <&
GVFf. 200-020A |GVF%. 200A |2.00 oo 000
230-020A 230A |2.30 eOe0e
250-020A 250A |2.50 03|02 R/®Ro®®e GFV*, --201A | G86
270-020A 270A (2.70| ' o Ro0e GIFV --201A | G96
290-020A 290A |2.90 o Re0e
340-020A 340A |3.40 o Re0e
GVF?. 250-020B |GVF?. 250B |2.50 o0 000 GFV“/LL/ --001B
re GFVS'%:--O01B
- N 300-020B 300B |3.00| 4.8 e 3O GEVT%-OO1B
Jj‘z‘“ 350-020B 350B (3.50 o0 000 GIFV?, ---OO1B
§ B[ Wz0.03 400-020B 400B |4.00 02 ®ee 000
L 430-020B 4308 |4.30 el leele | arver oo
J - . O Upeeem
I T 17 53 GFVSt--0028 o
460-020B 460B |4.60 e Ceee | GFVTA--OO2B £
13 13° GIFV?, ---O02B 3
490-020B 490B (4.90 o0 000 o)
GVF. 350-040C |GVF%. 350C |3.50 oo O000 GFV;/’LL/ .-.-oo1g V)
. GFVSY:---001
400-040C 400C |4.00| 6.8 o0 000 GEVTY0010 —
450-040C 450C (4.50 04 e ee00 GIFV?, ---0O01C
500-040C 500C |5.00 " leeCeee GFV®. --O02C G86
GFVS'%--O02C
550-040C 550C |5.50| 8.3 o0 o000 GEVTY-0020 | G89
600-040C 600C |6.00 o0 000 GIFV?. ..-O02C | G96
GVF?. 250-020B |GVF?. 250B |2.50 is ° 8£¥Zi,;ﬁi:88}§
: GFVT%--001B
. 300-020B 300B |3.00 02 ® GIFVY, ..-OO1B
<[ & ' GFV%. ---002B
12° GFVS'Y---O02B
BE] 400-0208 4008 |4.00/5.3 nGEVS'h--0028
L waogs GIFV7, --0028B
[ A . :
JT—T9 U  |GVF% 350-020C 350] o0 vy, o1
400-020C - 4.00 M GFVSY---001C
GVF. 350-040C |GVFY. 350C 350 |, ‘MTOEII;\(;L/H....gglc
trodge 400-040C a00C 400 | m CIFV --001C
GVF?L. 200-100AR |GVF/. 100AR|2.00 1.00 o000 I
250-125AR 125AR|2.50| 2.3 [1.25 ool | L A G5
300-150AR 150AR|3.00 1.50 o000
GFV®. --OO1B
GFVS'--O01B
GVF%. 300-150BR |GVF?. 150BR|3.00| 4.8 |1.50 eo0e0 GFVT%.-001B
GIFV?, ---OO1B ggg
13°13° GFV®. --O02B G96
GFVS'--O02B
400-200BR 200BR|4.00| 5.3 |2.00 o000 GEVTYs 0028
Full-R GIFV#. ---O02B
- Dimension B: shows available grooving depth. Recommended Cut[ing Conditions ® G100
- MEGA indicates MEGACOAT
, : Std. Item
) : Check Availability | Inserts are CBN & PCD Inserts are

1 1
R : Std. It Right-hand Onl 1 | 1
N7 Mo o omanand on) |___soldin 10 piece boxes. i __soldin 1 piece boxes. | GO
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Face Grooving Toolholders

/

B KFMS

(Face Grooving Dia.)

oD

(7

T

CJ |

=

>

(©
L 1L

Dimension T: Under 16 mm

« Left-hand shown

=0

Dimension T: Over 20 mm

Dimension T: Under 16 mm

T

* Right-hand shown

Y

n

©

A

Dimension T: Over 20 mm

A

Y

L1

H1

\

® Toolholder Dimensions

. . Width |Face Grooving Dia Spare Parts
Sk Blei=enon) (mm)| oD |Clamp Bolt| Wrench
Description
R|L|H=h| H2 |H3 | B | L1 | L2 S| T| W [MN|MAX| &= /
=
S
KFMS%. 2020K2530-3 |@ 25| 30
2020K3040-3 |@ 39 6.1]13 30 | 40
2020K4050-3 |@ - 40| 50
2020K5065-3 |®@ |20 10|20 |125| ,, 20.7 2 50 | 65 | HH5X20 | LW-4
2020K6585-3 |@ i 65 | 85
2020K85110-3 |@ 5 44 o5 85 |110
2020K110145-3 |@ 5 110]145
2525M2530-3 (@@ 25| 30
2525M3040-3 |@ @ 39 6.113 30 | 40
2525M4050-3 (@@ 40 | 50
2525M5065-3 |®/® 25| - | 10 |25 |150| ,, 25.7 20 50 | 65 | HH5X25 | LW-4
2525M6585-3 (@@ ) 65 | 85
2525M85110-3 (@@ 44 o5 85 |110
2525M110145-3 (@@ 110|145
KFMS%. 2020K2535-4 |@ 39 7112 25 | 35
2020K3550-4 |@ - 20 35| 50
2020K5070-4 |@ 50 | 70
2020K70100-4 (@ | 20 10 | 20 |125 20.7) _ 70 100 HH5X20 | LW-4
2020K100150-4 (@ 5 44 25 100|150
2020K150220-4 |@ 150|220
2020K220800-4 @ 4 |220]
2525M2535-4 (I ] 39 71112 25|35
2525M3550-4 (@@ 20 35| 50
2525M5070-4 |@ @ 50 | 70
2525M70100-4 @ ® 25| - | 10|25 |150 25.7| 70 |100| HH5X25 | LW-4
2525M100150-4 (@ @ 44 25 100|150
2525M150220-4 @ @ 150]220
2525M220800-4 (@ @ 220| o

@ : Std. Item



® Toolholder Dimensions

|| Grooving % n

. . Width |Face Grooving Dia. Spare Parts
s DITALECEE (7)) (mm) oD  |Clamp Bolt| Wrench
Description
R|L{H=h|H2 |/ H3| B |L1|L2| F | S| T W | MIN. |MAX.
KFMS®. 2020K2535-5 [ ] 39 20 25|35
2020K3550-5 [ ] - 110 35 | 50
2020K5075-5 [ ] 207 50| 75
2020K75115-5 (@ 20 20 (125 21'2 - 75 |115| HH5X20 | LW-4
2020K115180-5 (@ 5 | 10 44 @121 o5 115/180
2020K180235-5 (@ 180|235
2020K235800-5 (@ 5 [235]
2525M2535-5 ( J ] 39 20 (6) 25|35
2525M3550-5 o0 35| 50
2525M5075-5 (L 44 5.7 25 50 | 75
2525M75115-5 @@ 25| - | 10|25 |150 (26.2) - 75 |115| HH5X25 | LW-4
2525M115180-5 |@ @ 51 ’ 30 115180
2525M180235-5 @ @ 180|235
2525M235800-5 @ @ 235| oo
\~ Dimension T shows available grooving depth. \
- Face Grooving Dia. ¢D: The diameter range of the initial groove.
- For KFMS#.----5 toolholder can hold a 6mm width insert. () value shows the dimension of a 6mm width insert.
@ Selection of Toolholder & Insert
Toolholder |Right-hand (R) Toolholder| Left-hand (L)
Insert | (No Hand) Insert | (No Hand) \
—] |
o O] |
1 —
= o
[ —
M Applicable Inserts o
F— T m Y Classification of usage
FMM?O-OS 12 35 @ O e Conéinuous-LightInterruption/
: fst Choice .
FMM60-04 Non erows leals : O C%ntlngg:fs-L|ght Interruption /
FMN3 2nd Choice
2 12 3.5 H Hard materials (~40HRC) O @: Continuous / 1st Choice
FMNG6 Hard materials (40HRC~) O: Continuous / 2nd Choice
: . g %ﬁ PVD Coated =
Dimension (mm) § o ot §
Insert Description oo B Te 1 o Applicable Toolholders
N - O |-
w re M |28 e 22
AtEEEE
/_ FMM 30-03 3.0 0.3 20 © © e 0o KFMS%.--- 3
\/ 40-04 | 40 26 000000 KFMSY.... 4
— 50-04 | 50 | 04 34 @00 00e —
ocomommons] 9 AT 60-04 | 60 10 (0je| e@® L
/ s & &g FMN 3 3.0 20 @@ o o KFMS#.--- 3
V = 3 4 20 . 26 @@ @ @ KFMS7.— 4
L G .
— 5 5.0 34 @ @ [ J o
i = - KFMS.--- 5
Sharp-CuE[?nC; OGrriz%e%g/ M Class * ' 6 6.0 4.0 ‘ ‘ ‘ t

- FMN type inserts are only for Deep Grooving and not applicable for Turning.

@ Limit of Turning toward Center I causes the toolholder to nterfere with the groove wall depending on the iniial cuts diameter

@ : Std. Item

Recommended Cutting Conditions & G99

_____________________

Inserts are

28 and
¢d 4)D 25 26 27 ovaer:' e.g.) KFMSR 2525M2530-3 with ¢25 as first cut towards the
. center, it will cause a rubbing with the toolholder cartridge if ¢d is
Description od 4.0mm.
KFMS®. 2020K2530-3 4 5 0 o |- o
oD / KFMSR/L 2525M2530-3 () value shows the Dimension using FMM60-04 Insert.
tererence KFMS¥. 2020K2535-4 5 5 o
KFMS". 2525M2535-4 (remﬁi"nmg)
Remaining Boss Dia.od | KFMS. 2020K2535-5 7 4 1 Boss
KFMS". 2525M2535-5 | (5) | (2 | (0)

sold in 10 piece boxes.
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Face Grooving Toolholders

/

B KFMS-8
T
_ |
é = |
e \ —
B ST o o o
. L1 \
T L2 |
— *Gﬁrc:: Ry —
© ) &R
T / ‘
g |
|
« Right-hand shown L Left-hand shown
® Toolholder Dimensions
. . Width |Face Grooving Dia Spare Parts
std. Dimension (mm) (mm)| ¢D | ClampBolt | Wrench
Description
RIL|H1=h|H2 |H3| B |L1|L2| F | T W |MIN.| MAX. /
KFMSY. 2525M5464-8  |®|® - 504 64
9 41 (0) | (=)
2525M6382-8 (@@ |24 ?03; (ff)
25 25 150 26 | 25 8 80 1115
2525M80115-8 [ ) ) (0) | (s0)
6|8 40 105160 HHEX25 LW-5
2525M105160-8 (@ ®
(0) | ()
2525M155510-8 @ ® 25| 6 25 (150 26 155|510
8 43 25 8 0
3232P155510-8 (@ |32/ - 32|170| |33 (0) | (=)

[ Dimension T shows available grooving depth. |

- The value () of Face Grooving Dia. (0D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity ).
The value () of Face Grooving Dia. (¢D 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 MIN.~MAX..

. Applicable Inserts 2 Coj Classification of usage
(mm) ® | © | @: Continuous-Light Interruption /
Description @ | IstChoice )
GMM 8030-080MW Py O: gogtél;'\#qus-Ught Interruption /
nd Choice
GMG 8030-050MG 30 5.5 H Hard materials (~40HRC) Ol ® @: Continuous / 1st Choice
GMGA 8030-400R Hard materials (40HRC~) O: Continuous / 2nd Choice]
i i © |8, PVWD |3
Dimension E (88| Coatea E
: (mm) 8 go Carbide | S .
Insert Description [FiEners 0 ol
P Description) gy 288|e Toolholders
Wi | M 232ees
| 7
%) aoo
2 = ec“ig
) TS
1=z
< 4 o NR GMM 8030-080MW |GMM 8030-08 | 8.0 | 0.8 | 60| @@ 0 ®®
Chip Control Oriented / 2 9= 0
M Class
o re
P 9 v =
\/ e GMG 8030-050MG (GMG 8030-05MG | 8.0 | 0.5 | 6.0 @ ®| ®®®  KFMSY. -8
Sharp-CutingOrenie  Prcion Class 150#@ Itﬁ
Ground Chipbreaker
& =i
/ > GMGA 8030-400R | GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
Sharp-Cutgng‘IOFr{ie/nngP[ecisionCIass T
ul-R/ Copying

‘» If using a full-R insert with KIGM-8 type toolholder, you need to modify the corner of insert adapter of toolholder. ‘

Inserts are :
% sold in 10 piece boxes. j

Recommended Cutting Conditions & G101

@ : Std. Item



Face Grooving Blade

/

M KFTB-S

(Face Grooving Dia.)

¢D

I

2\

=

150°

1

¢ Right-hand shown

¢ Left-hand shown

=

@ Blade Dimensions

Std. Dimension (mm) Width L Sparle Parts .
0D [Releasing Wrench B Applicable
Description Fl)r?slgftts) e Blocks
RILL'H| L|A|T]|C W |MIN.| MAX. @ H27
KFTB"L 65100-4S [ J[ 25| 4 65 [100
90150-4S [ J[ 52 90 [150 KTKTB20-32
150250-4S (@ ©® 321150 30| O 4.0 140|250 FTK4 25-32
250800-4S @ ©® 3.2 230| LTK-5 32-32
KFTBL 90150-5S [ J[ 5.0 30 90 (150 KTKTBF25-32
150250-5S |(@|® 32 (150 " |32 | O 5.0 150|250 FTK5 32-32
250800-5S (@ @ 4.0 38 250| oo
[ Dimension T shows available grooving depth. |
- Face Grooving Dia.¢D: The diameter range of the initial groove.
- The insert has Self-Clamping system and it is not suitable for tight tolerance grooves (tolerance+0.05mm).
- KFTB%.65100-4S toolholder is designed with the edge position 4mm above the Center.
* Dimension H shows the length between virtual tops.
. Appllcable Inserts m : Classification of usage
@ | @: Continuous-Light Interruption /
@  IstChoice - |
©: Continuous-Light Interruption /
- 2nd Choice
i (EEEEEEBE TR o @®: Continuous / 1st Choice
Hard materials (40HRC-) O: Continuous / 2nd Choice
T2y PWD |3
Dimension (mm) £ 5| Coated| B
O |g°|Carbide 8
Insert Description v olo Applicable Toolholders
w 8383S
re Z o
FISE RS
KFTB®. 65100-4S
90150-4S
© . FTK 4 4.0 o000 150250-4S
Ei[a 0.25 250800-4S
e KFTB%.  90150-5S
5 5.0 0000 150250-5S
250800-5S
Recommended Cutting Conditions & G100
@ Selection of Blade and Insert
Combination of Blade + KTKTB Combination of Blade + KTKTBF
Blade Right-hand (R) Blade Left-hand (L) Blade Right-hand (R) Blade Left-hand (L)
Insert Neutral Insert Neutral Insert Neutral Insert Neutral
(Reverse mounting) (Normal mounting) (Reverse mounting) (Normal mounting)
=|-! et e M e
Blade Block Blade Block Blade Block Blade Block
KFTBR + KTKTB KFTBL + KTKTB KFTBR + KTKTBF KFTBL + KTKTBF
— rede epef TeeoF
| l — -
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)
@ : Std. Item

|| Grooving % n
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| Grooving %

G96

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

Integral Type

W GIFV

GIFVR3532B-201A
Shows Right Figure

« Right-hand shown

[a]
k=3

Face Grooving Dia.¢D1
(To outer dia.)

Ty

GIFVL3532B-201A
Shows Left Figure

.

¢ Left-hand shown

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

® Toolholder Dimensions

: q Face Grooving Dia. Spare Parts
Std. Dimension (mm) D1 Clamp Set FrE— T t
o - pplicable Inserts
Description | e
RIL|oA 6D H L1/L2| F | T [MIN./MaX. § 55— ] / @691
g ]
f . 35 ] ; GVFFL.-..A
GIFV%. 3532B-201A ®® 35 E 2.2 (12) o | CPS-5V FT-15 GVFL..-. AR
R : 35 | 50 GVF#.250~350-020B
GIFV*.  3532B-351B L ) J . 4.6 (25)| (o) GVF¥.300-150BR
35 | 50 GVF?/.400~490-020B
35328-328 @@ 30 %1 (25)| (=) CPS.6V L. | GYFL400-2008R
5032B-501B o0 16 4.6 50 | 70 GVF®.250~350-020B
50|70 GVF?/.400~490-020B
Rl ® * L 51 (25)| (o) GVF®400-200BR
GIFVY. 5032B-501C |®@® 6.6 (gg) (Z:’) GVFY,350-450-040C
50 35 Ak CPS-8V LW-4
5032B-502C [ )0 ) 8.1 (25) (oo) GVF®.500~600-040C
Note 1. [ Dimension T shows available grooving depth. |
2. Standard toolholders are designed with the edge position 1.0mm above the center.
@ Face Grooving Dia. )D1 depends on the application.
Face Grooving Dla Face Grrooving Dia.
Applications Description ¢d1 ¢D1 Remarks
(MIN.) | MIN. | MAX.|(MAX.)
GIFV?. 3532B-201A I
/ % GIFV?. 3532B-351B 35 50
_ /t _ 3532B-352B
g a 5032B-501B - oo
© SLLHROE) |
M9 = 5032B-502B 50 | 70
% -— GIFVY. 5032B-501C
5032B-502C
A\ SIS A 52 RO 12 = If 6D2 > 58-2W, the Face Grooving Dia. can
4 /—WI: GIFV7. —ggggg'gg;g 35 50 \l’;\(/? e)g)dands\(lj éo;1¢d1 (MIN.) toward the Center.
- — oy - = e Widt
g ® # 23 5032B-501B ) ’
0 25 If 6D2 > 75-2W, the Face Grooving Dia. can
SHEE e 50 | 70 b ded to oa1 (MIN.) toward the Cent
// — GIFVY. 5032B-501C e oyt (MIN.) toward the Cener.
! 5032B-502C
GIFV?. 3532B-201A 12 o
J GIFVF. 3532B-351B 385) 50
_ P 3532B-352B
o [a) 5032B-501B o
“L 77w ° 5032B-502B G P
% S GIFVF. 5032B-501C
5032B-502C

- The value () of Face Grooving Dia. ()D1 MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o)

- The value () of Face Grooving Dia. (pd1 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 MIN.~MAX.

@ : Std. Item




Recommended Cutting Conditions s

& GBA type inserts (Ground Chipbreaker)

Recommended Insert Grades (Cutting Speed Vc: m/min) (1)  for Grooving (mm/rev)
MC | Cermet |MEGA|PVD Coated Carbide [Carbide] CBN | PCD ) L tor Tarre o g2
Workpiece = E J =
. - o
Material | § |Z | g | & g E 8|2 &5 GBACOY GBAOOY GBAOOY. |GBAOOT. | GBAOOT. | §
~ — —
=z B = x gl g = oog g 033~100-... | 125~200-... | 230~300-... | 330~400-... | 400~480-... |
N (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 * | K W | k|| Y - (2) Not recom. | (2) 0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
150-240/150-220/150~220) 80-200) 80~180| 80~180 (3) Notrecom. | (3)Max. 03 | (3)Max. 0.5 | (3)Max.0.5 | (3) Max. 0.8
P— x|l ol x| | % (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
oy Stee ‘ - - - (2) Not recom. | (2) 0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 | (2)0.05~0.1
i 130~220/130~200/130~200 80~180| 80~160/80~160 (3) Not recom. | (3)Max. 0.3 | (3)Max.05 | (3)Max.0.5 | (3) Max. 0.8
Stain Steel alel ol % (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
tainless Stee - - - - - (2) Not recom. | (2) 0.04~0.08 | (2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.1
70~150|60~15060~130,60~130 (3) Notrecom. | (3)Max. 0.3 | (3)Max.05 | (3)Max.0.5 |(3)Max.0.8 | ..
N N % (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 | §
Cast Iron - - - - - * lgos0 eoifzo iso00l | (2)Notrecom. | (2)0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 °
g ~120150~ (3) Not recom. | (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8 8
% % | (10.05-0.12 | (1)0.05~0.15 | (1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Aluminum 150000~ |1502000] (2) Notrecom. | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
"1 (3) Not recom. | (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8
N % | (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
Brass - - - - - - “ lisosao0l " lbooegool (@ Notrecom. | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
50+ ~ (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 - - - - - - - © lgoz0l - - (2) Not recom. | (2) 0.01~0.04 - -
g (3) Not recom. | (3) Max. 0.1
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. *: 1st Recommendation #: 2nd Recommendation
* MC indicates MEGACOAT Cermet. MEGA indicates MEGACOAT.
¢ GBA type inserts (GM Chipbreaker) E@
1) f for Grooving (mm/re:
Recommended Insert Qrades }2; (Rl  (m /rev)") "
(Cutting Speed Vc: m/min) (3) ap for Turning (mm) -:% o
Workpiece Material MEGACOAT . GBA43", GBA43%, a = %
GBA437. GBA437. )
150-020GM 175-020GM-~ 250-030GM~ 400-040GM | 3
PR1215 230-020GM 350-030GM (‘5
(1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15
Carbon Steel 80~220 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 ——
(3) Max0.3 (3) Max0.3 (3) Max0.5 (3) Max0.8 -
(1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15 S
Alloy Steel 80~200 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 5
(3) Max0.3 (3) Max0.3 (3) Max0.5 (3) Max0.8 o)
] (1) 0.03~0.1 (1) 0.03~0.1 (1) 0.04~0.12 (1) 0.04~0.12 O
Stainless Steel 60~150 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1
(3) Max0.3 (3) Max0.3 (3) Max0.5 (3) Max0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 20% lower for internal grooving.
¢ GBA type inserts (MY Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev)
" . (2) f for Turning (mm/rev) ()]
Cermet |MEGA| PVD Coated Carbide [Carbide]| CBN | PCD () ap for Turning (mm) -;‘,E
Workpiece Material | o z |2 |gs|2|e|2 |5 g GBA43Y. | GBA4SY. | opyyan | GBAISL | nppuan | E
§ 3 E 2 E = Z 99 175-020MY~ | 230-020MY~ 300-030MY 330-030MY~ 400-040MY &’
| F | a | e | a | X | 2 |%X|200-020MY | 265-030MY 350-030MY
o (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 W * ¥ v - - - 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 | 80~200 80~200 Esi Max. 0.3 %3% Max. 0.3 §3§ Max. 0.5 §3§ Max. 0.5 231 Max.08 |
(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
Alloy Steel hxg ¥ S - - - |(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 =
y 130~200 80~180 |80~18080~180 (3)Max.03 |(3)Max.03 |(3)Max.05 |(3)Max.05 |(3)Max.0.8 3
. Stoel % 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
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 60~150 |60~15060~150 (3)Max.03 | (3)Max.03 |(3)Max.05 |(3)Max.05 | (3)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 +r: 2nd Recommendation

@ GB type inserts (Ground Chipbreaker) @ will be switched to GBA.

Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
- - (2) f for Turning (mm/rev) ()
Cermet PVD Coated Carbide | Carbide| CBN | PCD (3) ap for Turning (mm) E
Workpiece Material o |5
& $ 5 5|38 |2 |5 BS| GBOOW |GBOOY | GBOOY | GBOOY | GBOO% | §
F|g|&| g & & @ &S| 050~100 | 125~200 | 230~300 | 330~400 | 400~480 |
Carbon Steol 2 | o | & | = (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
arbon Stee - - - - | (2)Notrecom. | (2)0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
150-220]100-150)80-200 80180 (3) Not recom. | (3) Max. 0.3 | (3)Max. 05 | (3)Max.05 | (3)Max. 0.8
Alloy Steol 2l o | = | = (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
oy Stee - < - - - | (2)Not recom. | (2) 0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 | (2)0.05~0.1
U 130~200)80~130|80~180(80~160 (3) Notrecom. | (3)Max. 0.3 | (3)Max.05 | (3)Max. 0.5 | (3) Max. 0.8
N N N (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 - - W - . - | (2)Not recom. | (2) 0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 |(2)0.05~01 | &
60~100|60~150|60~130 (3) Notrecom. | (3)Max. 0.3 | (3)Max.0.5 | (3)Max.0.5 |(3)Max.08 | ®
. (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~012 | &
Cast Iron - - - - - * - - | (2)Notrecom. | (2)0.04~0.09 |(2)0.05~0.1 |(2)0.05~0.1 |(2)0.05~0.1 | O
60~100 (3) Not recom. | (3)Max. 0.3 | (3)Max.05 | (3)Max.0.5 | (3)Max. 0.8
N « | (1)005-0.12 [ (1)0.05-0.15 [(1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Aluminum - - - - - . (2) Not recom. | (2) 0.05~0.15 | (2) 0.05~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
150~400 150~2000) (3) Not recom. | (3) Max. 0.5 | (3)Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8
. | (1)005-0.12 [(1)0.05-0.15 |(1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Brass - - - - - - (2) Not recom. | (2) 0.05~0.15 | (2) 0.05~0.15 | (2)0.08~0.15 | (2) 0.08~0.15
150~300 200~800| (3) Not recom. | (3) Max. 0.5 | (3)Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8

*: 1st Recommendation #: 2nd Recommendation
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Recommended Cutting Conditions s

@ TGF inserts (Ground Chipbreaker)

Recommended Insert Grades (Cutting Speed Vc: m/min) (1)  for Grooving (mm/rev)
- " (2) f for Turning (mm/rev) »
Cermet| MEGA | PVD Coated Carbide | Carbide| CBN | PCD (3) ap for Turning (mm) ~<
—
Workpiece Material 0 o w e 5e g
P é ~ 2 - S g § g TGF32%. TGF32%. TGF32%. TGF32%. OE_,
(S} o E o 5 M | &a | 033~050-005 | 075~095-010 | 100~145-010 | 150~250-010 | &
= o o X (XX
N (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Carbon Steel * * % w - - - (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
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Alloy Steel RSO D S R S ; ; - | (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 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2
. i % # * (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
ainless siee - - - - (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 8
* (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 O
60~100 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2
. * % | (10.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Aluminum - - - - - (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 ¥r: 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 o | o ° g9 3
E@ & g &8 3 8 8 2 | B |85 TGOO% | TGO | TGOOM | TGO | TGOOM | &
4
[3) o i e~ ~ - - - o
o = = f;’ s S < n¥: & & 075~095 125~200 | 230~300 | 330~400 | 430~450
£ =
8 Carbon Steel 150f220 - - - - - - - 10.03~0.07 | 0.03~0.08 | 0.05~0.1 | 0.05~0.12 | 0.05~0.12 g
(O] °
o
Alloy Steel 130f200 - - - - - - - 10.02~0.06 | 0.03~0.07 | 0.05-0.09 | 0.05~0.1 | 0.05-0.1 | ©
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. *: 1st Recommendation #: 2nd Recommendation
@ GH inserts (Ground Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) tfor Grooving (mm/rev)
VD Coated . . (2) f for Turning (mm/rev) »
Cermet Carige_|Carbide Ceramic (3) ap for Turning (mm) X
Workpiece Material o = o
P S § § 8 g w | 28 GH GH GH GH g
= o © © _ - ~ _ o
- <|-_> 8 o < < P-4 E 40~50... 55~70... 75~80... | 100~120...
Carbon Steel % % % * (1)0.07~02  [(1)0.07~02 | (1)0.1~0.25 | (1)0.15~0.3
arbon Stee - - - (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 (3)Max. 1.0 | (3)Max.1.0 | (3)Max.1.5 | (3) Max. 2.0
N 2 % * (1)0.07~0.18 [ (1)0.07~0.18 | (1)0.1~0.23 | (1) 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
Stain) Steel % % * (1)0.07~0.16 | (1)0.07~0.16 | (1)0.1~0.21 | (1) 0.15~0.25
ainless Stee - - - - - 1(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 (3)Max. 1.0 | (3)Max. 1.0 | (3)Max. 1.5 | (3) 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 €
e e ) i ) * e P ¥ |(B)Max.1.0 | (3)Max.1.0 | (3)Max.1.5 | (3)Max.2.0 <
60~100{150~300|150~300|150~300| A65 / A6BN A65 / AG6N A65 / AG6N A65 / AG6N 8
(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 - - - - - - - |(2)0.07~0.15 |(2)0.07~0.15 |(2)0.1~0.2 (2) 0.15~0.25
150~400 (3)Max.1.0 | (3)Max. 1.0 | (3)Max. 1.5 | (3) Max. 2.0
* (1)0.07~02 [(1)0.07~02 | (1)0.1~025 | (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
IE— N & 4 | (1)0.02~005 [(1)0.02~0.05 |(1)0.02~0.05
ard 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 ¥ 2nd Recommendation
® GHU Inserts (Molded Chipbreakers)
Recommended Insert Grades (Cutting Speed Vc: m/min) (1)  for Grooving (mm/rev)
CVD Coated . . (2) f for Turning (mm/rev) @
Cermet cange | PVD Coated Carbide |  Ceramic (3) ap for Turning (mm) <
Workpiece Material v o | o e
& g &8 3 2 8 8 g 2| cuw GHU GHU £
4 4 ©
o o o« < - - - o
= o g E = = < 40-20 50-20 60-20
(1)0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15
Carbon Steel R - - > - - - (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 =
N N (1)0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15 S
Alloy Steel o - - e - - - - |(2)0.05~0.1 (2) 0.05~0.1 (2) 0.05~0.12 °
100~180 80~160 (3)Max. 1.0 | (3)Max. 1.0 | (3) Max. 1.5 o
P (1)0.06~0.1 | (1)0.06~0.1 | (1)0.06~0.12 o
Stainless Steel - - - - - - - 1(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 +r: 2nd Recommendation
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@ GA Inserts (Molded Chipbreakers)

Recommended Insert Grades (Cutting Speed Vc: m/min) E; ; :Ior _(raroqving(; (m;n/re)v)
jor lurning (mm/rev,
Cermet CVD Cocted pyD) Coated Carbide |Carbide (3) ap forTurn?ng (mm) g
Workpiece Material 10 o
orpiece Valerdll ¢ | g § § S 3 | 8 g GA GA GA g
4 4 o
= = |L_> ;'._) 5 E E v 30 40 50
N * (1)0.06~0.18 | (1) 0.06~0.21 | (1) 0.06~0.25
Carbon Steel e - - - - - - |(2)0.05~0.15 | (2)0.05~0.17 | (2)0.05~0.2
130~200 80~180 (3)Max. 0.8 | (3)Max. 1.0 | (3) Max. 1.3 -
% (1)0.06~0.15 | (1)0.06~0.18 | (1) 0.06~0.22 S
Alloy Steel ] oof1so - - = lsoteo| - - - |(2)0.05~0.12 | (2)0.05~0.15 | (2)0.05~0.18 °
(3)Max.0.3 | (3)Max. 0.5 | (3) Max. 0.8 Q
] * (1)0.06~0.1 | (1)0.06~0.1 | (1) 0.06~0.12 O
Stainless Steel so130l - - | (2)0.05~0.08 |(2)0.05~0.08 | (2)0.05~0.1
(3)Max. 0.8 | (3) Max. 0.8 | (3) Max. 1.2
. *: 1st Recommendation +r: 2nd Recommendation
@ GIA Inserts (Molded Chipbreakers)
Recommended Insert Grades (Cutting Speed Vc: m/min) g ; :Ior _(l'_.iroqving(; (mr/'n/re)v)
jor lurning (mm/rev,
Cermet CVD Cected| P\ Coated Carbide |Carbide (3) ap forTumigng (mm) £
q g 0 ©
Workpiece Material s | g § § § § § g GIA GIA GIA %
Z Z o o o
= = 'L_> g E o o v 30 40 50
7 * (1)0.04~0.08 | (1) 0.04~0.09 | (1) 0.05~0.1
Carbon Steel soo120] " - © leotzol - - - | (2)0.02~0.08 | (2)0.02~0.08 | (2)0.05~0.08
(3)Max.0.3 | (3)Max. 0.4 | (3)Max.0.5 -
* (1)0.04~0.07 | (1) 0.04~0.07 | (1) 0.05~0.08 &
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 o
i % (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
*: 1st Recommendation +r: 2nd Recommendation [@))
@ PSG-S (Tip-Bars) £
- — 1)
Recommended nset Grdes CetngSeee i Note for using the grooving tip-bars PSG-S type \ o
- - PSG06 How to Install (©)
: _|PVD Coated Carbide | Carbide | pSG05 | PSGO7 Internal small dia. grooving requires accurate installation because an
Workpiece Material [=] o PSGO08 Remarks error of insert height or angle can affect the machining precision. When —
8 E installing, set the cutting edge higher than the center line as shown in
E 7 f (mm/rev) the Table 1. The cutting edge of all the PSG-S type tip-bars is designed
to be higher than the center line. (L4 of Tip-Bars dimension)
Carbon Steel 30500 -0.03 | -0.05
Stainless Steel sofso ~0.02 | ~0.038 |Coolant
Non-ferrous Metals —3*(')0 ~0.05 | ~0.08
*: 1st Recommendation
B FMM-FMN
Recommended Insert Grades (Cutting Speed Ve: m/min) Face Grooving (FMM / FMN ) Turning (FMM)
Cermet |©'0.S%td| py/D Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) _;4“’_
a q 0 ©
SHEIEIEED MEEE | 218 &g 3.0 40 | 5060 | 30 40 | 5060 | &
z 2 o o o S @
3 = = = f (mm/rev) f (mm/rev)
Carbon Steel 100520 | 80300 | 80500 | 507500 0.03-0.05 | 0.03-0.08 | 0.05-0.10 | 0.05-0.10 | 0.05-0.25 | 0.10~0.30
Alloy Steel s0s00 | 7080 | 7080 | 70580 0.03-0.05 | 0.03-0.08 | 0.05-0.10 | 0.05-0.10 | 0.05-0.25 | 0.10~0.30
f w * AS €
Stainless Steel 704160 | 60-150 | 60-150 | 60150 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
Cast Iron - - - - 80:‘80 70?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 | 8
Aluminum 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
Brass 100’!‘200 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 +r: 2nd Recommendation
- FMN type Inserts are only for Deep Grooving, and when used for turning, set to ap=0.2mm and under.

@ Ref. to the notes below for turning conditions.
ap and f of FMM

Recommended Cutting Conditions
ap (MAX.) (mm) under 50% of Edge Width | . ap <0.5w
f (MAX.) (mm) under 3~5% of Edge Width [ - f <[0.03(Min.) ~ 0.05(Max.)] w
ap x f should be as follows.
Loadimm) Edge Width(mm) 3.0 4.0 5.0 6.0
ap x f ~0.09 ~0.14 ~0.25 ~0.36
- apxf < 0.01w?
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Recommended Cutting Conditions s

@ GV Inserts (Ground Chipbreaker)

(1) f for Grooving (mm/rev)
Recomm_ended Insert Qrades (2)ffor Turming (mmirev)
(Cutting Speed Vc: m/min) (8) ap for Turning (mm
(9]
cormet | |MEGAPWDGe | GV avi | avi | avi z
Workpiece Material COAT | Catide 1003003 | 145~185-..B | 200~280-..B | 300~400-..B €
[}
o o s
28 5|8 8 2 ok GV | GVHL | GV | GVY | GVH%
-4 - b ~340-... ) ) L L iy
e 8 g E = < | 200~300-AR 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 % w * * * (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]120~180|80~120|80~160 80~140 (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
T # % = * (1) 0.03~0.07 |(1) 0.03~0.07 |(1) 0.04~0.08 |(1) 0.05~0.1 |(1) 0.04~0.08 |(1) 0.05~0.1 |(1) 0.05~0.1
oy Stee A (2) 0.03~ 01 (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
y 100~160,100~16080~100|80~14080~120 (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
Stainless Steel % % 513003 007 §1;oo3~o.o7 E1;0.04~0.08 E1;o.os~o.1 E1;0.04~0.08 z1;o.os~o1 E1;o.os~o.1 -
ainless Stee - o o - 1(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 |E
70~130 60~100|60~130|60~110 (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 | S
% |(1)0.03~0.08|(1)0.03~0.08 (1) 0.04~0.0 [(1) 0.05~0.12 (1) 0.04~0.09 | (1) 0.05~0.12 (1) 0.05~0.12 | §
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 | O
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)005-0.12](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 - - - - - (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)005-0.12](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 grade or carbide for turning with edge width 1mm (GV%.100SS/100S/100A) *: 1st Recommendation ¥: 2nd Recommendation
@ GVF Inserts (Ground Chipbreaker)
(1) f for Grooving (mm/rev)
Recommended Insert C_%rades (2) ffor Turning (mmirev)
(Cutting Speed Vc: m/min) (3) ap for Turning (mm) *
Cormet MEGA [PDCoe] | GVFY | GVF% | GVF% [ GVF% | GVF% | <
g) Workpiece Material COAT | Carbide 200~340...A|250~350...B|400~490...B|350~450...C|500~600...C| £
£ o @
: 5858 88 F i om o :
= Z Z o [ie . 5 y
5 E|E © |9 | E | E | T | 30s0an 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 - “? W * * > - 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 | 80~180 533 Max. 0.3 53% Max. 0.3 53% Max. 0.5 §3§ Max. 0.5 §3§ Max. 0.8
(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
Alloy Steel - * > ! * * - |(2)0.03~01 | (2)0.04~0.08 | (2)0.05-0.09 | (2)0.05~01 | (2)0.05~0.1
y 130~200| 130~200| 80~130 | 80~180 | 80~160 Es) Max. 0.3 Esg Max. 0.3 Es} Max.0.5 | (3)Max.05 | (3)Max. 0.8
StaiossSeo ool oot ot o]~ | ey AN TR e o o
ainless Stee - - - 04~ .05~ .05~0. 1S
70~150 60~100 | 80~150 | 60~130 (3)Max.0.3 | (3)Max.0.3 | (3)Max.0.5 | (3)Max.0.5 | (3) Max. 0.8 <
% | (1)0.03-0.08 [(1)0.04~009 |(1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~0.12 | &
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 5]
60~100 | (3)Max.0.3 | (3)Max. 0.3 | (3)Max.0.5 | (3)Max.0.5 | (3) Max. 0.8
] % | (10.05~0.12" | (1)0.05~0.15 | (1)0.05~0.15 [(1)0.08~0.15 | (1)0.08~0.15
Aluminum - - - - - 1500400| (20.05~0.12 | (2)0.05~0.15 | (2)0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
(3)Max. 0.5 | (3)Max.0.5 | (3)Max.0.8 | (3)Max.0.8 | (3)Max. 0.8
% | (10.05-0.12" [(1)0.05~0.15 [ (1)0.05~0.15 |(1)0.08~0.15 | (1)0.08~0.15
Brass - - - - - 1500300| (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
(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 ¥r: 2nd Recommendation
- The ap should be under 0.5mm if a good surface finish is required.
¢ FTK Recommended Cutting Conditions
Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width (mm) 2
Workpiece Material | Cermet |CY2.3%ed|PVD Coated Carbide | Carbide 40 | 50 | ‘ ‘ g
TN90 | CR9025 | PR660 | PR930 KW10 f (mm/rev) &
bie * Pie PAG
Carbon Steel 120~200 | 80~180 | 60~130 | 60~130 - 0.05~0.15 | 0.05~0.15
* * * ¥
Alloy Steel 100-160 | 70~150 | 60-130 | 60130 - 0.05~0.15 | 0.05~0.15
. w w * w } N - €
Stainless Steel 80150 | 60140 | 50~120 | 50~120 0.05~0.15 | 0.05~0.15 g
* N N ]
Cast Iron - - - - 50~100 0.10~0.30 | 0.10~0.30 S
. *
Aluminum - - - - 200-450 | 0-05~0.25 | 0.05~0.25
*
Brass - - - - 100~200 0.05~0.25 | 0.05~0.25
*: 1st Recommendation sr: 2nd Recommendation
¢ GMN Inserts (CBN / PCD)
Recommended Insert Grades (Cutting Speed Vc: m/min) (1)  for Grooving (mm/rev) "
CBN PCD @) f forTurnlng (mm/rev) x
Workpiece Material KBNS10 KPDOD (lapiodErning (mm()aMN i S
D
e (KPDO10) GMN2 GMN3 GMING GMN6 &
* (1)0.05-0.15 (1)0.05-0.15 (1)0.08~0.18 (1)0.10~0.20
Aluminum - (2) 0.05~0.15 (2) 0.05~0.15 (2) 0.08~0.18 (2) 0.10~0.20
150~2,000 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8
" (1) 0.05~0.15 (1)0.05~0.15 (1) 0.08~0.18 (1) 0.10~0.20 N
Brass - (2) 0.05-0.15 (2) 0.05~0.15 (2) 0.08~0.18 (2) 0.10~0.20 1S
200~800 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8 <
N (1) 0.04~0.09 (1) 0.05~0.1 (1) 0.05~0.12 (1)0.05~0.15 8
Cast Iron - (2) 0.04~0.09 (2) 0.05~0.1 (2) 0.05~0.12 (2) 0.05~0.15 1S)
150~400 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8
- (1)0.02-0.05 (1) 0.03~0.07 (1)0.03~0.08 (1)0.05-0.1
Hard Materials - (2) 0.01~0.03 (2) 0.01~0.05 (2) 0.03~0.08 (2) 0.05~0.1
80~120 (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 -

B GMG-GMM-GMN-GMGA
Recommended Insert Grades (Cutting Speed Ve: m/min) Grooving Turning
] Cermet|®B.5% PVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) R
Workpiece © ]
Material $ 8 3 8 8 g 2030 | 40 | 50 |6.0/80|20-30| 40 | 50 |6080|§
Z e o o o
o
- o & o o * f (mm/rev) f (mm/rev)
Carbon Steel {10700 a0 a00 | 30200 | 50500 0.05-0.15 | 0.10~0.25 | 0.16~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15-0.30 | 0.200.40 | 0.25-0.40
Alloy Steel 50500 | 705580 | 705580 | 7080 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

Stainless Steel | ;0% 100 50 60550 |60 10| < | - |0050.15|0.10-0.20 | 0.15-0.35 | 0.20-0.35 | 0.10~0.20 | 0.15-0.25 | 0.20-040 | 025-040 | §
Cast Iron od 00l 7075s| 0.05-020 | 0.10-0.30 | 0.15-0.40 | 0.20-040 | 0.10-0.25 | 0.15-0.35 | 0.20-045 | 025045 | 3
Aluminum oo 500 0-050.20 | 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
Brass 100%200| 005-0.15 | 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

@ Ref. to the notes below for turning conditions. *: 1st Recommendation +: 2nd Recommendation
(1) When using KGM Toolholder

Recommended Cutting Conditions
ap (MAX.) mm under 80% of Edge Width| - ap < 0.8w f W
f (MAX.) mm/rev under 10% of Edge Width| . f<0.1w 2
(ap) x (f) shall not exceed 1/2 of ap (MAX.) x f (MAX.) a i %
Lozd(mm?) Edge Widhimm) - 2.0~2.5 3.0 4.0 5.0 6.0 8.0 S © : M
1 o
ap x f ~0.20 ~0.36 ~0.64 ~1.00 ~1.44 ~2.56 <= , m 'g
3 o
. apxf <4x0.8w x 0.1w=0.04w? B G
(2) When using KGM-T Toolholder (Deep grooving type)

Use 90% of KGM conditions
(3) When using KGMM / KGMS / KFMS-8 Toolholder
Recommended Cutting Conditions

ap(MAX.) (mm) under 50% of Edge Width| - ap < 0.5w
f(MAX.) (mm/rev) under 4% of Edge Width | . f < 0.04w
should be as follows. (under 50% of KGM)
Load{m) Edge Width(mm)| - 2.0~2.5 3.0 4.0 5.0 6.0 8.0
ap x f ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28
- apxf < 0.02w?

(4) When using KIGM Toolholder

Recommended Cutting Conditions
ap(MAX.) (mm) under 70% of Edge Width| . ap < 0.7w
f(MAX.) (mm/rev) under 8% of Edge Width | . f < 0.08w
should be as follows. (under 70% of KGM)
Lozd(mm) Edge Width(mm) 3.0 4.0 5.0
ap x f ~0.25 ~0.44 ~0.70
- apxf < 0.04w?
B GMG/ GMM/ GMGA 8030 (Face Grooving)
Recommended Insert Grades (Cutting Speed Ve: m/min) Face Grooving Turning
Cermet 05024 pVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) g
. . - ©
Workpiece Material S g ) S P ° 8.0 8.0 %
2 S -2} =)} ® = e
F £ & & & | =
o f (mm/rev) f (mm/rev)
A e Ve *
Carbon Steel 100~220 | 80~160 | 80~160 | 80~160 | ) 0.1~0.2 0.1~0.25
5e w 5e *
Alloy Steel 80~160 | 70~160 | 70~160 | 70~160 ) ] 0.1~0.2 0.1~0.25
Stainless Steel 00 L oo | 60Xa0 | soia0 | - -] 0102 0.1~0.25 g
©
Cast Iron . - - | aoeo | 70a0 | 0.1~0.3 0.1~0.35 S
Aluminum - - - - | o000 | 0.08~0.25 0.08~0.30
Brass - - - - | oo¥so| 0.08~0.25 0.08~0.30

*: 1st Recommendation #: 2nd Recommendation
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Guide for Grooving s

M Guide for External Grooving

® Point (1) (Turning after Grooving)

1) Grooving Depth Over 0.5mm: At 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 under 0.5mm: At 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 (11)

1) When widening the groove width
(Refer to Fig.3), apply the “Step Turning” as
shown in Fig.3.

2) The widened groove and side walls should be
finished last.
(For better chip control, ap over 0.5mm is
recommended.)

Note) If the workpiece is not supported at the
center, reduce the feed rate when grooving
towards center.

Before turning, pull the tool back

about 0.1mm after grooving.

(Grooving Depth Over 0.5mm: At roughing)
Fig.1

Turning subsequent o grooving is possible because

there is only a small force on the cutting edge.

(Grooving Depth under 0.5mm: At finishing)
Fig.2

0.1mm

Grooving %

Fig.3
= M Guide for Face Grooving
<Toolholder Selection>
(1) Choose the best tool depending on the groove width. ¢
The Cutting Dia. ¢D listed in the catalog indicates the depth fjtl—z—
of the first plunge of face grooving as shown in Fig.1. ;T
_ _ o -;i
(2) Confirm Grooving Depth (dimension T)
T
Fig.1
(3) It is recommended to install the toolholder in the Toolholder | Right-hand (R) Toolholder | Left-hand (L)
reverse position. (Fig. 2) Insert (No Hand) Insert (No Hand)

G102

(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.

Fig.3

Fig.2 Toolholder's Hand and Rotation




B Guide for Face Grooving (Continued)

® Point (1) (Turning after Grooving)

1) Grooving Depth Over 0.5mm: At roughing (Refer to Fig.4)
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.)

Before turning, pull the tool back
about 0.1mm after grooving.
(Grooving Depth Over 0.5mm: At roughing)

Fig.4

2) Grooving Depth under 0.5mm: At finishing (Refer to Fig.5)
Turning subsequent to grooving is possible because shallow groove
depths relate a small load on the cutting edge.
(Retention time is not necessary.)

Turning subsequent o grooving is possible because
there is only a small force on the cutting edge.
(Grooving Depth under 0.5mm: At finishing)

Fig.5

® Point (1)

1) When widening the groove width, apply the “Step Turning” as shown in Fig. 6.
2) The widened groove and side walls should be finished last.
(For better chip control, ap over 0.5mm is recommended.)

0.1mm

® Trouble shooting Fig.6

Trouble Countermeasures

(1) Increase the cutting speed for finishing
process only. ‘

(This can handle most of the cases. )
If the method is not successful,

|

|

- |

try (2) as follows. 90° 5 ‘

Whitish trace remains at the ' ‘ |
N |

|

groove bottom. (2) Check the insert edge’s parallelness. #

Adjustment: Apply the insert edge to
the work face and adjust the toolholder
within the angle of +5'. (Fig.7)

Fig.7

(1) Install the toolholder in the reverse position.

Adjust the coolant flow to the cutting edge.
Chips are entangled. (2) When widening the groove, do not machine one deep groove.
Instead, repeat shallow grooving and turning.

Insert cracks when turning. | Reverse the facing direction.

Check the edge's parallelness.

Groove is not straight. Decrease the feed rate.

|| Grooving % n
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Grooving 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 3um 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
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 type GM chipbreaker

MutEumpIDesion

Center bump and dent squeeze and control chips

R -

Helps modifying chip shape

Stable chip control at shouldering and chamfering

Front bump: Stabilize chip control at low feed rate

Smooth chip control due to optimum bump layout on the chipbreaker

M Alternative Toolholder Reference Table for Grooving Toolholder

Conventional Toolholder Alternative Toolholder
Spare Parts
Clamp Screw| Wrench Wrench o
el Overall length &
Description length Description Remarks e
(mm) < (mm) e
g |~ :
KTGF?%. 1010K-16F 125 KTGF% 1010JX-16F| 120
1212M-16F 150 | SB-4070TRW FT-8 - 1212JX-16F| 120 G12
1616M-16F 150 1616JX-16F| 120
KGM?%. 0810K-1.5-125 | 125 - - No replacement
1010K-1.5-125 | 125 | SE-40120TR - LTW-158 |KGM"% 1010JX-1.5 | 120
1212M-1.5-150 | 150 1212JX-1.5 | 120
KGM?. 0810K-2-125 125 - - No replacement
1010K-2-125 125 | SE-40120TR - LTW-15S |KGM% 1010JX-2 120
1212M-2-150 150 1212JX-2 120 G32
1616M-2-150 150 | SE-50125TR - LTW-20 1616JX-2 120
KGM?. 1010K-2.5-125 | 125 KGM%. 1010JX-2.5 | 120
1212M2.5150 | 150 | oo 01207R ] LTW-15S 1212JX-25 | 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 replacements may be different from the conventional parts in insert clamping system or insert size.
Make sure their specifications referring to the catalog or other documents.
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