Cut-off

Product Lineup

Guide for Cut-off H3
Summary of Cut-off H4~H5
Cut-off Toolholders (for small diameter Cut-off) H6~H17

KTKF Lateral side screw clamp toolholder Hg

KTKF-S (for sub spindle tooling) Lateral side screw clamp toolholder  H10
KTKF-JCT (for High Pressure Coolant) Lateral side screw clamp toolholder  H12
KTKFS (for sub spindle tooling) Lateral side screw clamp toolholder  H16

y Cut-off Toolholders (for 2-edge insert , KGD) H18~H29

KGD (for Automatic Lathe) Integral Toolholder H20
KGDS (for sub spindle tooling) Integral Toolholder H21
KGD-JCT (for Automatic Lathe and High Pressure Coolant)  integral Toolholder H22
KGD Integral Toolholder H24
KGD-S Separate Toolholder H25
KGD-JCT (for High Pressure Coolant) Integral Toolholder H26

y Cut-off Toolholders (for 2-edge insert, KGM) H30~H34

KGM (fOI' Automatic Lathe) Integral Toolholder H32
KGM Integral Toolholder H32
KGM-T Integral Toolholder H33

@ Cut-off Toolholders (for 1-edge insert) H35~H38

KTKB-SS / KTKB-S Blade H36
KTKTB / KTKTBF Toolblock H37
KTKH-S Integral Toolholder H

38
39

Recommended Cutting Conditions

Alternative Toolholder Reference Table for Cut-off Toolholder H40°
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Cut-off

Product Lineup

M Product Lineup

Edge Width : 1.5 ~ 4.0 mm, 3 ~ 8 mm

Edge Width : 2.0 ~ 6.0 mm

KTKF (@ H8) | KTKF-JCT (®H12) o| KTKF-S (@ H10) | KTKFS (® H16)
[
Small Diameter 3
Cut-off @
. T -
(for Automatic 5
Lathe) o
) E 1 t
Cut-off Dia. : ~¢16 - @
Cut-off Dia. : ~ @5, 98, 12, 916 | Cut-off Dia. : ~ 85, 28, 912, 316 O | Cut-off Dia. : ~ 5, @8, 312, @16 | Cut-off Dia.: ~ 06, 99, 212, 614, 16
Edge Width : 0.5 ~ 2.0 mm Edge Width : 0.5 ~ 2.0 mm L Edge Width : 0.5 ~ 2.0 mm Edge Width : 1.0 ~ 2.0 mm
KGD (@ H20, H24) | KGD-JCT (®H22) |[KGD-S (@ H25) | KGD-JCT (®H26) | =| KGDS (®H21)
—_— (for Automatic Lathe) I £
] E
KGD B 5
(Bolt Clamp) q’g’_
Cut-off Dia. : ~ 051 © a
4 3
Cut-off Dia. : ~ 224, 832 S | Cut-off Dia. : ~ 024
Edge Width : 1.3 ~ 4.0 mm Edge Width : 2.0 ~ 3.0 mm Edge Width : 2.0 ~ 4.0 mm Edge Width : 3.0 ~ 4.0 mm L& | Edge Width : 1.3 ~ 3.0 mm
KGM (@ H32) | KGM-T (®H33)
KGM
(Bolt Clamp)
Cut-off Dia. : ~ 260

KTKH-S

(®H38)

KTKB-S(S) (® H36)

E::_—EE Toolholder Type Blade type ( _j
Cut-off Dia. g Cut-off Dia. @— J !
(1-edge) @ t 1 —
- 230 ~ @79 232 ~ 3120 O‘ |
Cut-off Dia. : ~ 9120 o
Edge Width : 2.2 ~ 5.1 mm Edge Width : 1.6 ~ 9.6 mm
M Cut-off Tools
Series Name Shape Advantage Applications

H2

Small Diameter

side
2) 2-edge insert

1) Insert clamp is side screw type from lateral

1) Cut-off and grooving of small workpieces
2) For automatic lathe, small machine

4) Max. Cut-off Dia. : 120

Cut-off ' 3) Max. Cut-off Dia. : 16
C
1) Insert is clamped from top side 1) PM Chipbreaker --- Cut-off
2) 1-edge and 2-edge inserts available 2) PH Chipbreaker --- Cut-off (High Feed Rate)
3) Integral type and separate type are Grooving
KGD \ available 3) PG Chipbreaker - Cut-off (for automatic lathe), Sharp-Cutting Oriented
4) Max. Cut-off Dia. : 250 4) PF Chipbreaker - Cut-off (for automatic lathe), Low feed
5) PQ Chipbreaker - Cut-off (for automatic lathe), Medium feed
1) Insert is clamped from top side 1) For cut-off and grooving of small workpieces
2) 1-edge and 2-edge inserts available 2) For automatic lathe, small machine
3) Max. Cut-off Dia. : 260 3) TMR Chipbreaker provides stable chip
KGM control up to high feed rate ranges
1) Self-Clamping System 1) For cut-off and deep grooving
Tap the insert lightly with a plastic hammer | 2) Standard chipbreaker is general cut-off type
to set it in the pocket Feed rate : 0.1mm/rev or over S
2) 1-edge insert o)
KTKB
3) Blade type and Integral Shank type
KTKH %

P Chipbreaker is for cut-off at low feed rates

o

Feed rate : 0.03~0.08mm/rev




Guide for Cut-off

M Tool Selection

For Small Diameter Cutof KGD KGM KTKB / KTKH %_
1. Insert's Edge Number v o A
1-edge Insert---For Larger Dia. Workpiece (Max. 2120) g
2-edge Insert---For Smaller Dia. Workpiece 5
Cost per corner is reduced v v v - §_5“
TKF...S GDM =2 B
2. Use a neutral angle insert if there is no limit to the finished shape. TKF...NB GMM TKN =
Insert TKFS. .S GDMS
. . N GDM-%. GMM-, TK% &
3. Use an angled insert to reduce the size of the remaining boss. TKF...DR (@Fig.2) (@Fig.2) (@Fig. 1) g C
4. Use a sharp-cornered lead-angled insert to make the remaining boss GMM-#AL g
o ; TKF...DR - ) -
much smaller when machining small parts and thin parts. (®Fig. 2) m
5. Use the minimum width insert suitable for the machining. v v v v g: D
1. Use a suitable toolholder (blade) for the workpiece dia. v v v v 3
2. Use a more rigid toolholder (blade). v v v v
Toolholder - - - »
3. Use a back clamp toolholder if there is no space for clamping tools v ) } } £3
from top side (automatic lathe). S E
=
58
ez
I How to select cut-off inserts with / without lead angle (including sharp corner) m
1. Use a neutral angle insert if there is no limit to the finished shape. %- F
2. Use an angled insert to reduce the size of the remaining boss. @
3. Use a sharp-cornered lead-angled insert to make the remaining boss much smaller when machining small parts and thin parts.
)
¢ G
N R L Right-hand Neutral 3
o (Neutral) (Right-hand) | (Left-hand) Lead angle
=2 D
< PSIRR/ \PSIRL 8 o
3 5 g
LA { 7 N |
5 “ J}’; ﬁ il Bigger boss
- = 3
5 — £ g J
T |- Angled insert can reduce the burr size when cutting off. fin] =3
- When using a larger lead angle, cutting force becomes = a
smaller, but the feed rate should be reduced. 05_"
g @ =
£ = K
§ Q
3 b
£ e
@ a L
£ o
S 8
i @
Sharp Corner Lead angle
Fig. 1 Fig. 2
=
=M
M Caution
= =
c
1. For TKN and TK%., set the cutting edge height 0.1~0.2mm above the center height (Fig. 3) %’ g g
For other toolholders, set the cutting edge to the center height. T e g. N
2. Be sure to perform wet processing. Supply ample coolant to the cutting edge. S E“
3. Keep a constant rate during processing so that optimum product life will be achieved. iy »
4. Cut off as close to the chuck as possible. o H]
5. Lower the feed rate to 1/2 ~ 1/3 at the near center to prevent impact caused by machining. g % P
1 i L
e Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) O Workpiece &
damage. : < =,
® Do not rework the insert and toolholder (blade) to prevent damage. F—t—-—-f- g9
o Clean the insert pocket well with compressed air when replacing insert. i 3 5 R
1 =0
oo
] =N

Fig. 3 (TKN, TK%.)
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Summary of Cut-off Ve

~ 251

M Small Dia. Cut-off (for Automatic Lathe) Small Shank

mANIS

KTKH-S |  KGM W KGD/KGD-JCT KTKF | KGDS  WKTKF-S/KTKFS

Cut-off Dia. : ~ 945 Cut-off Dia.: ~ 232 Cut-off Dia.: ~ ¢51 Cut-off Dia.: ~ 916 Cut-off Dia. : ~ 224 Cut-off Dia. : ~ g16
Shank:[]10~25 Shank:[110~16 Shank:[110~25 Shank:[110~20 Shank:[]16 Shank:[110 ~ 12
Edge Width:2.2 ~4.1 Edge Width:1.5~4.0 Edge Width:1.3~4.0 Edge Width:0.5~2.0 Edge Width:1.3~3.0  EdgeWidth: 0.5~ 2.0 (KTKF-S)

Self Clamp Top Clamp Top Clamp Lateral Side Clamp Top Clamp 1.0~ 20 (KTKFS)
®  @Hss @H32 ® @H20,H22 ®  oHs ® G H2q Lateral Side Clamp
° ° .. @ H10, H16
° ° ooooo..:...........
® °
L4 -
®eccoe, o..............oo For KTKF / KTKF-S
KTKFS
g °
() P 2-edge
() ° »
® °
(] ® Low cutting
° ® force
= ® °
g
g - 2 2-edge

Chipbreaker for
General Cut-off

Chipbreaker for
Low Feed Cut-off

Medium Feed
PQ Chipbreaker

Low Feed

o

®

' Sharp Cutting
PF Chipbreaker

PG Chipbreaker

Cut-off (Self Clamp) @ H35
General Cut-off Low Feed Cut-off
Sharp Edge R-honed
— -

Chamfered + R-honed

Chipbreaker edge shape

v U

(15° Lead Angle) (15° Lead Angle) (15° Lead Angle)

H4

KTKH-S @ H38
(Self Clamp)

KGD @ H20
(Top Clamp)

KTKF @ H8
(Lateral Side Clamp)



M General Cut-off ~ 3120 3
o A
sl N
2
zC
§
m
s D
8
w
=g
S F
3
Integral Type / Itegral Type with coolant holes Separate Type Integral Type o
KGD/KGD-JCTRM  KGD-S | KGM-T ¢ G
s
Cut-off Dia. : ~ 50 Cut-off Dia. : ~ ¢50 Cut-off Dia. : ~ 60 3
Shank : [116 /20 ~ 25 Shank : []20 ~ 32 Shank : [J16 ~ 32
Edge Width : 2.0/3.0 ~ 4.0 Edge Width: 2.0 ~ 4.0 Edge Width: 2.0 ~ 6.0 o
Top Clamp Top Clamp Top Clamp é;
® H24 / H26 ® H25 ® H33
Blide 0.0..00000...0 ......0 3
@
Toolblock Integral Type 2-edge . = J
KTKB KTKH-S Good chip 2-edge g 3
Cut-off Dia.: ~ @120  Cut-off Dia. : ~ 979 control 5
Shank : [J16 ~ 32 Shank : [J20 ~ 25 PM Chinbreaker = K
Edge Width: 1.6 ~ 9.6 Edge Width: 3.1 ~ 5.1 P Chipbreaker for 3
Self Clamp Self Clamp 1-edge Sharp Cutting
Good chip ®
@ H36 @ H38 control ° s L
®ecccccccece® 2'ed99///“ g
e PM Chipbreaker 9 . ®
i
o ’ ¥ z
P 2-edge Chipbreaker = M
A < High feed for Stability @
rate ) .
Chipbreaker for Chipbreaker for PH Chipbreaker 5 5o
General Cut-off Low Feed Cut-off 1-edge 1-edge 3 § N
High feed oA E=
rate \ w
PH Chipbreaker Chipbreaker B
for Stability % P
Blade 3 R
+ L5
ool Separate Type Integral Type 28
:;f"“ﬁ =3
Z oy i
KTKB KGD-S KTKH-S KGD / KGD-JCT KGM-T
@ H36 @ H25 @ H38 ® H24 / H26 ® H32, H33

H5



Cut-off Inserts (for small diameter)

Cut-off

M TKF
Classification of usage P | Carbon Steel/Aloy Steel | @ @) @) (@) §
@ : Continuous~Light Interruption / 1st Choice| M | Stainless Steel| (& [ ] (@) @) %
© : Continuous~Light Interruption / 2nd Choice f
. @ : Continuous / 1st Choice K| Castlron b =
@ Applicable Inserts (TKF12) O : Continuous / 2nd Choice N | Non-ferrous Metals @ ® =§
<
Insert Deserin Dimension (mm) Ange| MEGANG " [eseon | PYD | DLC | Cartide =l
escription ow It RETW1 | S | o1 |psge PR1425] PRTS3S [ PR1225  PRi025 PDL025 KW10 | <%
Handed Insert shows Right-hand RILIRJL|RJL|[RJL|R[L[R]L]| &
TKF12%. 050-S-16DR 05| 5 00000 |00 (L
070-S-16DR 07| 8 0000606000 [ JL
100-S-16DR 1.0 0000000 0000
0.03| 3 |8.7| 5 |16°
125-S-16DR  |1.25 12 00000 o0
' D 150-S-16DR 1.5 0000606060 0000
Right lead angle 200-S-16DR 2.0 09000000000
TKF12%. 050-S 05| 5 00000 O 0000
070-S 07| 8 0900000 0000
100-S 1.0 003l 3 ezl s OO......OO.OO.
125-S 1.25 12 ’ ’ 000 el ( JL
150-S 1.5 0000000 CO00O00CO
200-S 2.0 0000000 CO0OOS
TKF12%. 100-T-16DR 1.0 000000
150-T-16DR 15| 12 |0.08] 3 |87| 5 |16° @ ©® ©® ©® ® ©® HB
Right lead angle / Tough Edge 200-T-16DR 2.0 00000 ::g
TKF12%. 100-T 1.0 000000
150-T 15| 12 008/ 3 |87/ 5 |0° @ ©®©® ©® ©® @
Tough Edge 200-T 2.0 eoo000e0
TKF12%. 050-NB-20DR | 05 | 5 o000 O [ JL
070-NB-20DR | 0.7 | 8 o000 @) o0
— 4 100-NB-20DR | 1.0 0|3 |87]5 |20'@@@® | |00 | (@@
- 150-NB-20DR | 1.5 | 12 eeee | OO | ee
ght lead angle
Without Chipbreaker 200-NB-20DR | 2.0 o000 O|0 { J[
TKF12%. 050-NB 05| 5 o000 O [ JL
y 070-NB 07 8 o000 0|0 o0
100-NB 1.0 031|875 |0 0000 0|0 (JL
150-NB 1.5 12 o000 0|0 (JL
Without Chipbreaker 200-NB 2.0 o000 0|0 (]
- Lead angle (PSIRR) shows the angle when installed in toolholder.
- As Fig. 1 of H8 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center.
@ Inserts Identification System (Ref. to the Table 1) Table 1

Insert | Right-hand Insert | Left-hand

| | Lead Angle | Right-hand | Lead Angle | Right-hand
Insert Insert Edge Width

TKF 12 R 050_ S _ E D_ R Toolholder | Right-hand | Toolholder] Left-hand
|

Type Size
Insert Hand Name of Chipbreaker Lead Angle Hand of Lead Angle
R : Right-hand S : S Chipbreaker (PSIRR) R : Right-hand
L : Left-hand T : T Chipbreaker
(Tough Edge)
NB : Without Chipbreaker
= ] @ : Std. ltem
: Inserts are sold in 10 piece boxes l O : Check Availability
I

H6 N L __________ [[]: Deleted from the next catalog



g
Classification of usage P | Carbon Steel /Alloy Steel| @ ® ® @ § %3 A
@ : Continuous~Light Interruption / 1st Choice| M | Stainless Steel| (& o @) @) % §
(© : Continuous~Light Interruption / 2nd Choice i
. @ : Continuous / 1st Choice K_| Castlron d | g
@ Applicable Inserts (TKF16) O : Continuous / 2nd Choice N | Non-ferrous Metals @ ®|=| 35 B
<< e
Insert Deserin Dimension (mm) Ange| MEGANG, T [teskon | PYD | DLC | Gaide 2%
escription owle s o | PR1425 | PRTS35 | PR1225 | PRi025 PDLO2S| KWo | & | 8
Handed Insert shows Right-hand W |CUTDA| RE | W1 D1 | PSIRR R[L|RJL|RJL|RJL|RJL|R[L]| & = Cc
(o]
o
D1 3
; TKF16%. 150-S-16DR | 1.5 o000 000 0000 &
X PSIRRT,
y g 16 |0.05) 4 |9.5| 5 |16° o
@
: 200-5-16DR | 2.0 eeeeeeC 000 1D
Right lead angle L
- PSIRR R E%
25 (T ] [TKF167. 150 15 e000000O 00000 82 g
< NP =
y, g 16 [0.05| 4 |95| 5 | 0° LS
i 2]
; 200-S 2.0 0000000 00O
S F
D1 (g
8s1% g |TKF16"% 150-T-16DR 1.5 000060
';’v‘
) - 16 |0.08/ 4 (95| 5 |16° o
: 200-T-16DR | 2.0 o000 0e0 we| & G
Right lead angle / Tough Edge H10 3
o PSIRR D1 R H13
S {Tom i [ TKF167L 150-T 15 ee0o000 o
y, S gs 16 [0.08| 4 [9.5| 5 | 0° S
NO/ 200-T 2.0 000000
Tough Edge - ] 5'
2 J
TKF16%. 150-NB-20DR | 1.5 o000 O|O L) g
) 16 | 0 | 4 |95] 5 |20°
o
ight lead angie 200-NB-20DR | 2.0 L) 0|0 o0 ® K
Without Chipbreaker a
TKF16". 150-NB 1.5 000 O|0 (X J o
160 | 4|95 50 S L
8
200-NB 2.0 000 o0 o0 @
Without Chipbreaker
- Lead angle (PSIRR) shows the angle when installed in toolholder. =
- As Fig. 1 of H8 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center. E M

@ Descriptions of Chipbreaker Edge Shape

W Buiuing
10} sj00|
=2

Chipbreaker . T Chipbreaker . .
S Chipbreaker (Tough Edge) NB (Without Chipbreaker) | £
Edge Shape GAN Description GAN Description GAN Description %’
3
15° |TKF12...-S s 7
GAN boe |TKF16..-S 1o |TKF...T . |TKF....NB -
0° |TKF16...-S-16DR TKF...-T-16DR 0 TKF...-NB-20DR g§ R
o5 |TKF12...-S-16DR 23
g8
s T
x
I’ """"""""""""" \
@ : Std. ltem : Inserts are sold in 10 piece boxes :
I

O : Check Availability S H7



Cut-off

H8

Cut-off Toolholders (for small diameter)

. KTKF (For small diameter cut-off)

LCDX LCD *
u_“ u_‘ A
D = = @
B E i 1 | ] Y
/I_ 1° t ) 2 1° r A \;CIamp Screw can be operated from both front and back side.
KTKFY1616JX-.. 0«0
KTKF%.2020JX-.. @)
t shows above figure /,/"‘ 4
\
= i ] A
\ é wl <0 x
\
7 A Y
KTKF®.2020.. LH N‘ LF
shows above figure - ~1 Fig. 1
) KTKF%.1010JX-.. . .
® Right-hand shown shows above figure Right-hand Insert for Right-hand Toolholder.
<Goose-neck Holder>
A A A
i 7/ S =
e @ @ = X =
Y Al
e \4 - LF > i ‘] :
KTKFL1620JX-12
shows above figure
A Y
f . 78/
A
Fig. 2
® | eft-hand shown Left-hand Insert for Left-hand Toolholder.
@ Toolholder Dimensions
Stock Dimension (mm) SpAClRans
2 Clamp Screw | Wrench | applicable
Description 2 @ Inserts
R|L|H | HF| B |LF|LH| WF|CDX & E’ / ®He, H7
KTKF%. 1010JX-12 | @ | @ 10 10 10 15 10
1212JX-12 | @ | @ 12 12 12 12
120 6 SB-4590TRWN LTW-10S | TKF12% ...
1616JX-12 | @ | @ 16 16 16 - 16
2020JX-12 | @ | @ | 20 20 20 20
KTKF%. 1010JX-16 | @ | @ 10 10 10 20 10 Fig 1
ig.
1212JX-16 | @ | @ 12 12 12 12 9
120 8 SB-4590TRWN LTW-10S | TKF16%. ...
1616JX-16 | @ | @ | 16 16 16 - 16
2020JX-16 | @ | ®@ | 20 20 20 20
KTKF. 1212F-12 e o 6 TKF12%. ...
12 12 12 85 - 12 SB-4590TRWN | LTW-10S
1212F-16 e o 8 TKF16%. ...
KTKFL 1216JX-12 o 12 12 16 16 i
120 - 6 |Fig.2| SB-4590TRWN LTW-10S | TKF12L ...
1620JX-12 o 16 16 20 20

- CDX shows the distance from the toolholder to the cutting edge. H6, H7 for the actual cut-off diameter. \

Note : Cut-off diameter of -12 type toolholder (CUTDIA) depends on the insert width.

M How to Use

1) When using Main Spindle only
Maximum cuttinng diameter is CUTDIA
Even if the cutting edge runs beyond the center line as shown in Fig.2,
the insert does not contact the workpiece, since the workpiece falls off.
(The clearance between the insert and the workpiece is 0.2mm)

(When the edge is at the center)

Main Spindle

Fig. 1

CUTDIA
I

Fig. 2
(When the edge is 1mm beyond the center)

Recommended Cutting Conditions @& H39

@ : Std. ltem



2) When using both Main and Sub spindles

In this case, when the cutting edge runs beyond the center line, the insert will
contact the workpiece, since the workpiece does not fall off. Therefore the

programmed distance beyond the center must be considered.

e.g.) When the cutting edge is programmed to run 1mm beyond the center as
shown in Fig.4,
Maximum cutting dimeter CUTDIA2 (Fig. 4) is CUTDIA2=[CUTDIA-1mm

x 2](mm).

(The clearance between the insert and the workpiece is 0.2mm)

M Tough Edge, T Chipbreaker

@ Fracture resistance comparison (Interruption) (Internal evaluation)

Cutting Edge (Front Relief Surface)

Main Spindle

Fig. 3
(When the edge is at the center)

Sub Spindle

CUTDIA2

Fig. 4

<Cutting Conditions>

(When the edge is 1mm beyond the center)

T Chipbreaker (PR1225)
3,000 passes

Competitor C
700 passes

Competitor D
3,000 passes

- s R
racture of corner

1,000 passes

2,000 passes

3,000 passes

Tough Edge, T Chipbreaker (PR1225)

Competitor C

Competitor D

- Vc=80m/min
- f=0.05mm/rev

(At Cut-off: 0.015mm/rev)

+ Wet

+ Workpiece Material : SK4

Workpiece (with flat cuts on two sides)

- TKF12R200-T-16DR (PR1225)

| X

Compared to Competitor C and D, Tough Edge “T Chipbreaker” achieves superior fracture resistance in interrupted machining.

M How to select edge prep.

® Troubleshooting

Countermeasures
Lead Angle (PSIRR) Edge Width Name of Chipbreaker
Neutral (0°) Yes Narrower Wider S T NB
Problems Countermeasures
Insert Fracture Inf)ert Frapture Effective Effective Effective Effective
revention
N Cutting time . . . .
Long cutting time Rl Effective Effective Effective Effective
Entangled chips FEEIE C G Effective Effective Effective
entanglement
Large boss remain | Small boss remain Effective Effective Effective
Ring Remain . .
(Hollow Prevegg?‘r:;)r: Al Effective Effective Effective
Workpiece)
Deformation of Preventin
Hollow Workpiece ng Effective Effective Effective
(pipe) deformation

[eulolx3  sjooL @0d 8 NgO suasgblau\?i( epul sepelr) Jasu|
w] (@] (v1) >

Buiuiyoepy
sled |[ews
m

g
= F
«
o}
o
e G
=]
«
(@)
S
o
=h
_'
s
%J
=]
«
=}
= K
«Q
wn
e
[oN
5L
S
w
z
= M
«

uolnew.ou| A Buruang
jeouyosy  SHEd areds 10} S|00L
=1 o 2

xepu|
-

H9



Cut-off

H10

Cut-off Toolholders (for sub spindle tooling)

Cut-off Toolholders for Automatic Lathe Available for Sub-spindle Operations

KTKF-S

Suitable for Cut-off with Small Clearance Between Main and Sub-spindle

Thin toolholder head is applicable when minimal clearance exists between the main spindle and sub spindle.

Selectable from a wide insert lineup

Available Chipbreakers : Right lead angle, S Chipbreaker, T Chipbreaker, Without Chipbreaker
Available Insert Grades : PR1425 for Steel Machining, PR1535 for Stainless Steel Machining, PDL025 for Aluminum Machining

. KTKF-S (for sub spindle tooling)

Right-hand
S
.38
cgeg N2 e N
@ T
y SO il
& H SAn
Qo 1
S 30° N\
323 LF O
S P
o ) 7N
| =] [
®Right-hand shown Right-hand Insert for Right-hand Toolholder.
Left-hand i@l
B . =
5§88 4 /| w |[¥
o T 300
I 2 <o LF
I S L%) (&)
» A (/)b
[ INOND) Z KTKFR/L1010JX-12SA
@ 3 4/‘\ KTKFR/.1010JX-16SA
(SIS T = / shows left figure
— | [ R
' ®|_eft-hand shown Left-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

Cut-off . . Spare Parts
Sl Dia. D= { i) Clamp Screw | Wrench Applicable
Description @) Inserts
R| L |CUTDIA| H |HF | B | LF | LH | LN [*LN2| WF |CDX E’ K @ H6, H7
KTKF?.1010JX-12SA| @ | @ 10 | 10 | 10 [120]| 15
22
1212F-12SA (@ | @ | 5_12 85 26 |72 | 6 TKF12%L
12 112 | 12 -
KTKF?.1212JX-12SB| ® | @ 120 26
SB-4570TRN | LTW-10S
KTKF?.1010JX-16SA| @ | @ 10 | 10 | 10 |120| 20
22
1212F-16SA (@ | © 16 85 30|72 | 8 TKF16%.
12 | 12 | 12 -
KTKF?.1212JX-16SB| ® | @ 120 26

* CDX shows the distance from the toolholder to the cutting edge.
Cut-off diameter (CUTDIA) depends on the insert edge width.
* Only Right-hand is available for LN2 dimension.

Recommended Cutting Conditions & H39

@ : Std. ltem



M How to Use
1) When using Main Spindle only

Maximum cuttinng diameter is CUTDIA

Even if the cutting edge runs beyond the center line as Fig. 2 on the
program, the insert does not contact the fallen off workpiece.

(The clearance between the insert and the workpiece is 0.2mm)

2) When Using Both Main and Sub Spindles

In this case, when the cutting edge runs beyond the center line, the insert will
contact the workpiece, since the workpiece does not fall off. Therefore the
programmed distance beyond the center must be considered.
e.g.) When the cutting edge is programmed to run 1mm beyond the center
as shown in Fig.4, Maximum cutting dimeter CUTDIAZ2 (Fig. 4) is
CUTDIA2=[CUTDIA-1mm x 2](mm).
(The clearance between the insert and the workpiece is 0.2mm)

Main Spindle

Fig. 1 Fig. 2
(When the edge is at the center) (When the edge is 1mm beyond the center)

Main Spindle Sub Spindle

CUTDIA2

1r
|
I

Fig. 4
(When the edge is at the center) (When the edge is Tmm beyond the center)

[BUIBIXT  S00LQ0d 3 NED Suesgmﬁap”' SpeID asu|
w) (@) os) >

Buiuiyoepy
sped |[ews
m

g
= F
«Q«
)
o
e G
=]
«
(@]
S
o
=h
_'
s
g_J
=]
«
=
= K
«
wn
e
[oN
5L
S
w
=
= M
«

uolnew.ou| A Buruing
jeouyosy  SHEd areds 10} S|00]
=1 o 2

xepu|
-

H11



Cut-off Toolholders (for High Pressure Coolant)/

Cut-off Toolholders For Automatic Lathe Toolholders for High Pressure Coolant

KTKF-JCT

Finely Breaks Chips into Small Pieces. Superior Chip Control Performance
When Machining Difficult-to-Cut Material and Stainless Steel.
Superior Cooling Action Improves Tool Life.

Excellent Chip Control

Discharges Coolant in Two Directions toward Rake Surface of Insert. Finely Breaks Chips into Small Pieces.

Coolant Discharge Structure Comparison

Coolant is directed from multiple angles
to help shred chips into pieces

Cut-off

KTKF-JCT Competitor A
Chip Control Comparison (Internal evaluation) Coolant Flow Rate Comparison (Intemal evaluation)
— SUS304 TAB6400(Ti-6Al1-4V) 150
f 0.01 0.02 0.03 f 0.01 0.02 0.03 125
(mm/rev) (mm/rev)
S
o 100
% : A 2
a0 e, e — = e g
i .t ve - 'S @ 75
©
o
E 50
ajr} l i
Hnib, e e
z = el R
'~ ¥ I
P — 8 v+ ¥ =W 2
0
Cutting Conditions : Vc = 80 m/min, Wet (Oil-based) Lubricating Pressure : 1.5 MPa (Internal) KTKF  Competitor A
Workpiece : 212 Lubricating Pressure : 1.5 MPa (Internal)
Superior cooling action improves tool life
Coolant is directed from the flank face of the insert as well Wear Resistance Comparison (Internal evaluation)

An ample supply of coolant to the tool edge area helps to

. 0.14
further suppress insert wear

0.12
0.10
0.08
0.06
0.04
0.02

B KTKF-JCT
@ Competitor A

——

Amount of Wear (mm)

0 10 20 30 40 50 60 70
Cutting Time (min)
Cutting Conditions : V¢ = 100 m/min, f=0.02 mm/rev, Wet (Oil-based)
Lubricating Pressure : 1.5 MPa (Internal)  Workpiece Material : TAB6400 (Ti-6Al-4v) @12

H12



M KTKF-JCT

Right-hand
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KTKFR1220H..
shows above figure
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®Right-hand shown Right-hand Insert for Right-hand Toolholder.
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Left-hand
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Main Spindle
|
Sub Spindle

LH

[ I A
& ] 4] e o e
\ = K
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Buipeaiy
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HF |

Buniua

S|00L PlIoS
r

o|_eft-hand shown Left-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

Spare Parts

Clamp Screw| Wrench| Plug | Applicable
Inserts

Description
) @ H6, H7
R|L |H | HF|OAH| B |LF |HBL|LH |LN WF|CDX|MHD|MHD2 E’ ﬁ

® J24(Threading)

Bunn
=

Stock Dimension (mm)

W Buiuing
10} sj00|
=2

TKF12R ...
1211211920 2020|2812 35| - TKFT12R ...

SB-4590
16 |16 |23 | 25 (100 16 |75 TRWN FT-10 | GP-1
- 123140 — 25| 21
2020|2725 20

KTKFR 1220H-12JCT

sped aledg l
L

R L
KTKF?. 1625H-12JCT TKF12%. ...

TKFT12%. ...

KTKF%.2025H-12JCT

uolnew.ou|
[eoluyoa)
=)

KTKF%. 1625H-16JCT 16116 23|25 40| 16
SB-4590

100, - |23 9.6/25| 21 TRWN FT-10 | GP-1 TKF16%L ...
202027 |25 41|20

KTKF?/.2025H-16JCT

Xepu|
-

Recommended Cutting Conditions & H39

@ : Std. ltem
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Cut-off Toolholders (for High Pressure Coolant)/

M Coolant Piping Parts

Pipe parts will be required separately if internal coolant is used
Pump Pressure : Up to 20 MPa. Pump Pressure: Up to 7.5 MPa if Coupling is used.

Without Coupling (Pump Pressure: Up to 20 MPa)

e
=

Combination Part Description (Example)

With Coupling (Pump Pressure: Up to 7.5 MPa)

————

[(1) Joint ]
(2) Coupling
(3) Joint

(5) Joint
(6) Coupling
[(7) Joint ]

Combination Part Description (Example)

Spare Parts Description

(1) Joint J-ST-R1/8-G1/8
S (4) Hose HS-G1/8-G1/8-500
3 (5) Joint J-ST-R1/8-G1/8

Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to the thread
standard on the hose side (G1/8) for use.
Use sealing agents such as seal tapes when installing piping parts.

Without Coupling (Pump Pressure: Up to 20 MPa)

Spare Parts Description

[(1) Joint ] -

(2) Coupling CP-ST-R1/8, P-ST-RC1/8
(3) Joint J-ST-R1/8-G1/8

(4) Hose HS-G1/8-G1/8-500

(5) Joint J-ST-R1/8-G1/8

(6) Coupling P-ST-RC1/8, CP-ST-R1/8
[(7) Joint ] -

Convert the thread standards on the machine's side (Rc1/4, Rc1/8, NPT1/8, etc.) to thread
standards of Coupling (Rc1/8, etc.) or hose (G1/8) for use.
Use sealing agents such as seal tapes when installing piping parts.

o G1/8
Re1/4 :
Rc1/8 <
NPT1/8 w 3

With Coupling (Pump Pressure: Up to 7.5 MPa)

Rc1/8

R1/8

= il =

Rc1/4 m

NPT1/8

(1) Joint (2) Coupling

H14

Connector Plug

R1/8  Gi/8

(3) Joint (4) Hose



M Piping Installation Parts Description

Joint [(1)(3)(5)(7)]

Pressure Resistance : ~ 20.0MPa

Coupling [(2)(6)]

Pressure Resistance : ~ 7.5MPa

Exterior Description Thread Standard | Stock Exterior Description Thread Standard | Stock
N J-ST-R1/4-G1/8 R1/4 & G1/8 [ ] |
4 - 3 - =T |
W’. — uiﬂ CP-ST-R1/8 R1/8 °
" L J-ST-NPT1/8-G1/8 | NPT1/8 & G1/8 [ ] T
[
e J-ST-R1/8-G1/8 ° o= S0
== P-ST-RC1/8 Re1/8 °
W- R1/8 © G1/8
I q
$ J-AN-R1/8-G1/8 °
J-ST-R1/4-RC1/8 R1/4 < Rc1/8 [ ]
-
mﬁ J-ST-NPT1/8-RC1/8 | NPT1/8 & Rc1/8 [ ]
' - Rc1/8 & R1/8
J-ST-R1/8-RC1/8 (Extension Joint) b
Hose (4)
Pressure Resistance : ~ 20.0MPa
Exterior Description Thread Standard | Overall length (mm) | Stock
4> | HS-G1/8-G1/8-200 200 °
HS-G1/8-G1/8-300 300 [ ]
HS-G1/8-G1/8-400 400 [ ]
G1/8
HS-G1/8-G1/8-500 500 [ ]
HS-G1/8-G1/8-600 600 [ ]
HS-G1/8-G1/8-800 800 [ ]
Cautions
1. Make sure machine door is completely closed before use of these parts.
2. Use appropriate seal for the male thread of the piping parts and make sure the connection is secure.
Use plugs to seal off unused coolant holes.
3. Connect and fasten the coolant hose firmly.
4. The use of copper washers may cause leakage but will have no effect on the performance.
5. Commercial piping parts can be used if the thread standards are same. Check the pressure resistance before use.
6. Regularly changing the coolant filter is recommended.
o
R1/8
¢ i I—
g M Rc1/8

(4) Hose

@ : Std. ltem

(5) Joint

Rc1/8

==

Plug

R1/8

e

Connector

(6) Coupling

b=

U/

KTKF-JCT Toolholder

(7) Joint (Extension Joint)
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Cut-off

H16

Cut-off Toolholders (for sub spindle tooling)

B KTKFS (for sub spindle tooling) (Will be switched to KTKF-S @ H10)

Right-hand

- <@\

30° LN

Sub Spindle Dia.
240(-12A, -16A)
250(-12B, -16B)

@)

o)

s
WF

LF

eRight-hand shown Right-hand Insert for Right-hand Toolholder.

Left-hand

30° LN

LF

01/7‘0/4 _

. I %) /g ' KTKFS™.1010K-12A

=/ KTKFS*.1010K-16A
' Y

shows left figure
el eft-hand shown Left-hand Insert for Left-hand Toolholder.

Sub Spindle Dia.
240(-12A, -16A)
250(-12B, -16B)

@ Toolholder Dimensions

Cut-off Spare Parts
Dia. Clamp Screw| Wrench Applicable

Description Inserts
*
CUTDIA| H |HF| B | LF | LH | LN |LN2| WF |CDX Vv / @H17

10 {10 | 10 [120]| 15 22
6~12 85 26 | 5 | 6 |SB-4050TRN| LTW-10S | TKFS12%
12 112 | 12 -
120 26
10 | 10 | 10 |120| 20 22

1212F-16A 14 ~16 12112 | 12 85| 30| 5 | 8 |SB-4050TRN| LTW-10S | TKFS16%.

Stock Dimension (mm)

5Y)
=

KTKFS". 1010K-12A
1212F-12A
1212K-12B

KTKFS". 1010K-16A

O|0|0|0|0|O
O|O|0|0|0]O

1212K-16B 120 26

- CDX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the actual cut-off diameter. \ Recommended Cutting Conditions ® H17
- Cut-off diameter (CUTDIA) depends on the insert edge width.
* Only Right-hand is available for LN2 dimension.

. TKFS (for small diameter cut-off) Main Spindie

Insert s Dimension (mm)
Description CW ICUTDIA
TKFS12% 100-S| 1.0 6

150-S| 1.5 9

Main Spindle

Handed insert shows Left-hand

Sub Spindle

Sub Spindle

D1

&

=

£
3
N

%

g 200-s| 2.0 | 12

'/‘.\,
) - .
m —)O% TKFS16% 150-S| 1.5 | 14
— %y 200-s| 2.0 | 16
( )

Notes) As Fig. 2 shows, the cut-off diameter (CUTDIA) of the insert is indicated when the top of the cutting
edge progresses 1Tmm from the center. Fig. 1 Fig. 2

- As Fig. 1 shows, use KTKFL (Left-hand) for the distance between main spindle and sub spindle.
- As Fig. 2 shows, KTKFS is recommended for small diameters and for the short distance between the main spindle and sub
spindle.

O : Check Availability



® Applicable Inserts Classification of usage | P [CatbonSteel/AloySteel| @ @) ® ©)
@ : Continuous-Light Interruption / 1t Choice| M | Stainless Steel| () o ) ®
) : Continuous~Light Interruption / 2nd Choice
@ : Continuous / 1st Choice - cibitlion bt
O : Continuous / 2nd Choice | N |Non-ferrous Metals [
. . MEGACOAT PVD Coated ’
Dimension (mm) NANO MEGACOAT| " 0 | Carbide
Insert Description PR1425|PR1535|PR1225|PR1025) KW10
CW |CUTDIA| RE |W1| S | D1
Handed insert shows Left-hand RILIR/IL|R|L|R|L|R|L
TKFS12%. 100-S| 1.0 6 (I 2K 2K JK JK Jielsern K
150-S| 1.5 9 0055|2287 44 © © © ®© ® 6 O O 0 O
200-S| 2.0 12 o0 e e e OO0 e e
TKFS16%. 150-S| 1.5 14 (2N BN BK BK AK MEGNIOIN AN )
0.05/22|95 4.4
200-S | 2.0 16 00 0666 O O e e
- As Fig. 2 (H16) of shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cutting edge progresses 1mm from the center.
@ Recommended Cutting Conditions
Recommended Insert Grades (Cutting Speed Vc : m/min) TKFS12 TKFS16
%)
Workpiece | MEGACOAT NANO |MEGACOAT |, PVD | Carbide Edge Width (mm) Edge Width (mm)
Material Coated Carbide 10 | 15 | 20 15 | 20 |E&
o
PR1425 | PR1535 | PR1225 | PR1025 KW10 f (mm/rev) f (mm/rev)
* PAe DA ¢ DA ¢
Carbon Steel 70~ 170 | 70 ~ 150 | 70 ~ 150 | 60 ~ 130 - 0.01 ~0.03(0.01 ~0.03|0.01 ~0.03{0.01 ~ 0.03/0.01 ~ 0.03
* PAe PAe PAe
Alloy Steel 70~ 170 | 70 ~ 150 | 70 ~ 150 | 60 ~ 130 - 0.01 ~0.03/0.01 ~0.03/0.01 ~ 0.03{0.01 ~0.03/0.01 ~ 0.03
; PAe * DA ¢ DA ¢ -
Stainless Steel 60 ~ 140 | 60 ~ 120 | 60 ~ 120 | 50 ~ 100 - 0.01 ~0.02/0.01 ~0.02{0.01 ~ 0.03{0.01 ~0.02|0.01 ~ 0.03 E
[*}
] ) ) ) * . 5 N S
Cast Iron 50 ~ 100 0.01 ~0.03/0.01 ~0.03/0.01 ~ 0.03{0.01 ~0.030.01 ~0.03| O
, *
Aluminum Alloys - - - - 200 ~ 450 0.01 ~0.03(0.01 ~0.03|0.01 ~0.03{0.01 ~ 0.03/0.01 ~ 0.03
*
Brass - - - - 100 ~ 200 0.01 ~0.04(0.01 ~ 0.04|0.01 ~ 0.04{0.01 ~ 0.04|0.01 ~ 0.04
% : 1st Recommendation ¥y : 2nd Recommendation
B KTKF / KTKFS Selection Reference
® KTKF ® KTKFS

post.

spindle.

- Both Right-hand and Left-hand types are applicable to gang tool

- Basically Left-hand type is used for cut-off operation using a sub

- When machining workpiece with small diameter, use KTKFS to
reduce overhang distance from the main spindle.

KTKFR (Right-hand toolholder)

KTKFL (Left-hand toolholder)

KTKFSR

(Right-hand toolholder)

KTKFSL (Left-hand toolholder)

Main Spindle

=
°
=
Q
(%)
=
<
=

<1st. Recommendation>
Use insert with
lead angle to
remove boss.

- Not using sub spindle

- Cut-off operation near
main spindle side

Sub Spindle
Main Spindle

<1st. Recommendation>

Use insert without

lead angle.

- Using sub spindle

- Cut-off operation
near sub spindle side

<How to select>
Hand of Toolholder
- Long workpiece
and more rigidity
- Cut-off operation
near main spindle
side

Sub Spindle

<How to select>
LN dimension
- Sub Spindle Dia.
240 — 22(A type)
250 — 26(B type)

<How to select>
Hand of Toolholder
- Short workpiece
and less rigidity
- Cut-off operation

near sub spindle
side

Sub Spindle

2
°
=
=%
(2]
=
5]
=

<How to select>
LN dimension
- Sub Spindle Dia.
240 — 22(A type)
250 — 26(B type)

@ : Std. Item
O : Check Availability
[[]: Deleted from the next catalog
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Cut-off Inserts

M GDM / GDG
Classification of usage | P [ Carbon Steel/AlloySteel | © | @ | © §
@ : Continuous-Light Interuption/ 1st Choice M | Stainless Steel @ OO %
) : Continvous-Light ntemruption 2nd Chaice i 2
@ : Continuous / 1st Choice <@
O : Continuous / 2nd Choice N[ Non-ferrous Metals @ O §
Dimension (mm) Angle |51 uecsoon |PLC aie| 2
- S
Insert Description Edge Width (CW) 21828 el
RE [INSL| S |PSRY|2 | Q| ¥ /S 5|
" ; Tolerance clxxcoiol3
anded Insert shows Right-hand [« W iy« W B « R - W (9]
GDM  1316N-003PF .3 0.03 ( AN BN}
1316N-015PF ' 0.15 6 | a7 o0 o H20
1516N-003PF .5 0.03 ' [ 2N AN J H21
L |2 & 1516N-015PF ' 0.15 (LK)
i
23 - .
OQ:F%% 2020N-003PF 2o | s00a |00 e o0
2020N-015PF 0.15 o0 o Hgo
o 2520N-003PF 0.03 H
. S ¥ 2 0| 4s |(90® 25
ks 2520N-015PF 0.15 ( AN BN}
> 3020N-003PF 30 0.03 ( AN BN ) Hgo
S 3020N-015PF ' 0.15 o o0 H27
4= GDM  1316%.-003PF-15D | 1.3 ( AN BN )
5 - 0.03 H20
5 1516%.-003PF-15D 5 16 | 3.7 o0 o H21
(_) — | .
sio PSIRR 1516R -015PF-15D 0.15 R|R|R
g It 2020%.-003PF-15D 20 0.03 e e o
, Sd st | e 2020R-015PF-15D |~ | +0.04 | 0.15 15° |[R| R |R H20
. ~ 2520%.-003PF-15D 0.03 H25
R m | 43| [RTRTR
2520R -015PF-15D 0.15 R|R|R
3020%.-003PF-15D 3.0 0.03 ([ AN BN J Hgo
s 15° Lead Angle 3020R-015PF-15D | 0.15 R|R|R H27
5
o GDM  2020N-010PQ 2.0 ( AN BN )
8¢ & H%O
il [ i H25
§ / gt INSL % 2520N-010PQ 25| 003 | 01 | 20 | 43 [ 2N AN J
LL |5
£ P 940 20
5 3020N-010PQ 3.0 ( AN BN} 2
ko) H27
2
= GDM  2020R-010PQ-15D | 2.0 R|R|R
= < |8 PR H20
Q g 2
G / 5 2520R-010PQ-15D | 2.5 | +0.03 | 0.1 | 20 | 43 | 15° |R| R | R H25
Ol . H F 2 | #0. . .
H20
3020R-010PQ-15D | 3.0 R|R|R 2
15° Lead Angle H27
GDG  2020N-005PG 2.0 ( AN ) AN )
S, & H20
g 8T H25
2 B INSL N 2520N-005PG 25|+002|005| 20 | 4.3 CYK ) CYN )
(@]
£ » H20
£ @ m 3020N-005PG 3.0 o e ® 0|
3 H27
z
o o b
S o Pgmﬁ GDG  2020R-005PG-15D | 2.0 R|R R|R H20
= b H25
g go INSL s 2520R-005PG-15D | 2.5 | +0.02 | 0.05 | 20 | 43 | 15° | R | R R|R
(&)
7 H20
“J-l_.’ ”’E 3020R-005PG-15D | 3.0 R|R R|R| %
15° Lead Angle H27

Note) 1. Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure).

l L

Groove bottom created by PF / PM
chipbreaker

@ : Std. ltem
R ! Std. ltem (Right-hand Only)




¥ GDM / GDMS

Classification of usage | P | Carbon Steel/Alloy Steel| © ) @) § % A
re) =
@ : Continuous-Light Ineruption/ st Choice : ~ N = a
(" Continuous-Light Inerruption / 2nd Choice M | Stainless Steel | @ ~ - § 3
@ : Continuous / 1st Choice < =l
O : Continuous / 2nd Choice | iz Ul @ % =
— T s | :2B
Dimension (mm) Angle o MEGACOAT| £ | 2
5 3
Insert Description Edge Width (CW) AR = 8
RE |INSL| S |PSR% 2 | = | = | & | & c
Handed Insert shows Right-hand Tolerance o B o 3 g
GDM  2020N-020PM 2.0
e o o H20 m
g o2 H25| & D
g 2520N-020PM | 2.5 e o o s
o¢ 0.03 20 | 43 Fi20
3020N-025PM 3.0 0.25 e o o ! ) %
H27| 52 E
H20 | 5P
4020N-030PM 4.0 0.3 e o | o "3 3
H27
[0 W
5 GDM  2020R-020PM-6D | 2.0 R R R
3 8 H20| S F
g 2 0.2 N 2
S E H25
a 2520R-020PM-6D | 2.5 | +0.03 20 4.3 6° R R R
© (0]
5 H20| ¢
c —— 3020R-025PM-6D | 3.0 0.25 R|R|R| 2 e G
[0 6° Lead Angle H27 g
g H20
= GDMS 2020N-020PM 2.0 0.2 e o o !
5} H25 o
= H20| Z
o L 3020N-025PM 3.0 [+0.03]| 025 | 20 4.3 - ® o o Hé? =
H20 4
4020N-030PM | 4.0 0.3 o o o " S
1-edge H27 g J
H20| S
GDMS 2020R-020PM-6D | 2.0 0.2 R R R 1 (]
H25
H20 o
3020R-025PM-6D | 3.0 | +0.03| 0.25 | 20 4.3 6° R R R 1 = K
H27| =
) H20 | ©
6" Lead Angle 4020R-030PM-6D | 4.0 0.3 R|R| R |H®
1-edge H27 @
2 H20 g
S GDM  2020N-020PH | 2.0 0.2 o e o| | oL
° 2 H25| o
Q 1]
9] H20
= 15° 3020N-030PH 3.0 [£0.03| 0.3 20 4.3 ® o o !
S P H27| =
g 0| £ M
= = 4020N-030PH 4.0 0.3 ® & o " o
5 H27
= H20| =
(3 GDMS 2020N-020PH 2.0 0.2 ® o o 1 5¢g
- H25| 55 N
= H20| =35
g & 3020N-030PH 3.0 [+0.03| 0.3 20 4.3 ® o o Hé7 =3
c
H - 20| §
8 4020N-030PH | 4.0 0.3 e @& o |" s p
(O] 1-edge H27 3
Note) 1. Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). ~ Recommended Cutting Conditions @ H28, H29 ®
23
24
m Groove bottom created 33 R
i =0
@ Inserts Identification System by PF/PM chipbreaker | g5
(4) Edge Width (6) Hand of Tool (8) Chipbreaker Symbol 5
(2) Tolerance Symbol 13:1.3mm 25:25mm R : Right-hand PF - Cutoff (Low Feed) . g T
- ) : . ! ) : Cut-off (General Purpose) x
G : Ground Insert 15:15mm 30:3 mm L : Left-hand PQ : Cut-off (Medium Feed) PH - GroingandCtof g ed ]
M : M Class 20:2mm 40 :4 mm N : Neutral PG : Cut-off (Low cutting force) ) 0 :
I I I I
G D M S 30 20 R|-|025 [PM-6D
| | | | |
(1) Series (3) No. of edge (5) Insert Length (7) Corner-R(RE) (9) Lead Angle
Grooving / Cut-off No Indication : 2-edge 16 :16 mm 003 :0.03 mm 020:0.2 mm No Indication : 0°
GD Series S : 1-edge 20:20 mm 005 : 0.05 mm 025:0.25 mm 6D : 6°
010:0.1 mm 030:0.3 mm 15D : 15°
015:0.15 mm

__________________________

@ : Std. Item .
R : Std. Item (Right-hand Only) : Inserts are sold in 10 piece boxes | H1 9



Cut-off

H20

Cut-off Toolholders

. KGD (for Automatic Lathe)

Edge Width : 1.3~4.0mm

w ml
ind”| =
| ‘ Insert Setting Angle %1 LH
e R
=97 !
N ‘ w 1GAMP. ) 7'
KGD%2012K-OD34 | T \ Y T
KGD?%.2020K-OD34 ~ 7 $ 1
. -ODOO ~—
:r?:vjszzii}\fe figgr\e é@\v %
®Right-hand shown © = LF
@ Toolholder Dimensions
) Spare Parts
Stock Cgti:ﬂ Dimension (mm) Angle Eg\gl;ve (er'r?]t)h
' Clamp Screw Wrench
Description
R L [CUTDIA| H HF | HBH B LF LH WF |GAMP | MIN. | MAX. E /
KGD?. 1010JX-1.3D16 | @ | @ | 16 9.9
1010JX-1.3 ® 0 2 10 10 10 120 18 9.5
1212F-1.3D16 o o 16 85 1.9
1212013016 | @ | @ 2 120 . 13 | 1.3 |SB-40120TR| LTW-15S
1212F-1.3 CYK ) 2] 12 2 85 195
g 24 1.5
1212JX-1.3 [ BN ) 120 5°
KGD%. 1010JX-1.5D16 @ (@ | 16 9.7
T e e 20 10 10 10 | 120 | 18 9.4
1212F-1.5D16 o o 16 85 1.7
12120x15D16 | @ | @ 2 120 . 1.5 | 1.5 [SB-40120TR| LTW-15S
1212F-1.5 C3K ) 2] 12 12 8 195
1. 5
24 14
1212JX-1.5 o o 120
KGD%. 1010JX-2 ® @ 20 10 10 10 | 120 | 18 | 9.2
1212F-2 | BN ) 2 85
24 12 12 12 195 | 11.2 | 1° SB-40120TR| LTW-15S
1212JX-2 BN J 120
1616JX-2 ® 0 32 16 16 16 245 | 15.2 2.0 | 3.0
2012K-2D34 [ BN ) 20 20 12 1.2
2020K-2D034 | @ | @ | 34 © | 20 | 125 |325(19.2| O HH5X16 LW-4
2525K-2D34 | BN ) 25 | 25 25 24.2
KGD%. 1010JX-2.4 ® O | 20 10 10 10 | 120 | 18 9
1212F-2.4 o o 2 85 o
oToUX2d ° o 24 12 12 12 20 195 11 1 SB-40120TR| LTW-15S
1616JX-2.4 ® 0 32 16 16 16 245 | 15 24 | 3.0
2012K-2.4D34 [ AN ) 20 20 12 1
2020K-24D34 | @ | @ | 34 " 120 | 125|325 19 | O HH5X16 LW-4
2525K-2.4D34 [ BN ) 25 25 25 24
KGD%. 1212JX-3 ® 0 24 12 12 2 12 19.5]10.8 3.0
B-40120TR| LTW-1
1616JX-3 ® 0 32 16 16 16 120 | 245 148 SB-40120 58
1616JX-3D38 [ BN ) 38 29 ’
1913K-3D38 (BN ) 19 19 13 | 125 11.8 e
2012JX-3D42 ® 0 42 31 3.0
EINELE ® o 5 " o - 12 20 36 10.8 4.0 |SE-50125TR| LTW-20
2020JX-3D42 @ | @ | 42 31
20 18.8
2020JX-3D51 o o 51 36
2525K-3D51 | BN ) 25 25 25 | 125 | 415 |23.8| 0° HH5X16 LW-4

Note) 1. 4mm width insert cannot be installed in KGD%.1212JX-3.
2. Recommended tightening torque of clamp screw
2.0N*m(SB-40120TR). 2.5N-m(SE-50125TR). 6.5N-m(HH5X16)
3. When machining the material greater than ¢36mm with KGD"....-3D38,

KGD%....-3D42 and KGD"....-3D51 toolholders, please use 1-edge inserts.

Maximum cuttinng diameter for 2-edge inserts is @36mm.

Applicable Inserts @ H18, H19
Recommended Cutting Conditions @ H28, H29

@ : Std. ltem



. KGDS (for sub spindle tooling)

sepelr) Lasu|
>

Right-hand LN
LEL— o =
. | X
8 g §
° 3 LH =2 B
} ‘§ == 4 ; 8
@ = A =
% 7 T E C
o
| ®Right-hand shown L 7
m
Left-hand 5
and . e D
S
: 5%
_ 1 HE Ry A~ g2 E
& B - N 5T
| 5o
8 T VG'/AMP @ a,
) %) T J L }
ﬁt | g
j oL eft-hand shown LF é' F
@ Toolholder Dimensions o
Cut-off o Edge Width Spare Parts S G
Stock : Dimension (mm Angle
Dia. : ion (mm) g€l cw (mm) Clamp Screw | Wrench §
Description
R | L |CUTDIA| H HF B LF LH LN | WF |GAMP| MIN. | MAX. " o
C
S
KGDS" 1616JX-1.3B @ | @ 9.5 5° 1.3 | 1.3
1616JX-1.5B @ @ | 24 16 16 16 | 120 | 19.5| 27 | 9.4 1.5 | 1.5 |SB-40120TR| LTW-15S =
1616JX2B @ | @ 92 | 1° | 20| 3.0 g J
_ Applicable Inserts @ H18, H19 &
B KGD / KGDS Selection Reference Recommended Cutting Conditions @ H28, H29
® KGD ® KGDS 9 K
Standard type Sub spindle type 3
- Both Right-hand and Left-hand types are applicable to gang tool post. - When machining workpiece with small diameter, use KGDS to »
- Basically Left-hand type is used for cut-off operation using a sub reduce overhang distance from the main spindle. % L
spindle. g
oy
KGDR (Right-hand toolholder) | KGDL (Left-hand toolholder) | |KGDSR (Right-hand toolholder)] KGDSL (Left-hand toolholder)
— — — — S
=M
5 5 3 s 5 & ] 25 N
g s (7] s 2} = @ = g
— = = — &
o
S P
<1st. Recommendation> <1st. Recommendation> - Long workpiece and more rigidity - Short workpiece and less rigidity 5
Use insert with lead angle to remove boss. Use insert without lead angle. - Cut-off operation near main spindle side - Cut-off operation near sub spindle side &
- Not using sub spindle - Using sub spindle —
. Cut-off operation near main spindle side | - Cut-off operation near sub spindle side % §
® Toolholder Identification System (for Automatic Lathe) [ appiicable Inserts Others chs
GDM/GDMS ) _
Edge Width : 3~4mm D38 : CUTDIA 38mm § T
I x

KGD 3 | /D38
«Gps R/[1616 JX-113 =

Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Others
R : Right-hand GDM/GDMS X . .
L : Left-hand 16 x 16 mm 120 mm Edge Width : 1.3mm B : For sub spindle tooling

@ : Std. ltem
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Cut-off

H22

Cut-off Toolholders

/

Great for High Pressure Coolant Cut-off Toolholders

KG D -J CT (for automatic lathe) <

Cut-off Holders for High Pressure Coolant with Long Tool Life
The Optimized Coolant Hole Position Effectively Cools the Cutting Edge

Optimized Coolant Hole Position

Discharge Coolant towards the Flank Face of the Insert

Coolant Discharging (Image)

KGD-JCT

Suffcient cooling towards the cuting edge

Competitor A

Coolant does notflow iecty towards the cuting eage

Wear Resistance Comparison (Internal evaluation)

0.20

B KGD-JCT
[ Competitor A (Internal coolant type)

I

80

0.15

Flank Wear (mm)

0.00

40 60
Cutting Time (min)
Cutting Conditions : Vc=80m/min, f=0.06mm/rev (~2mm : f=0.02mm/rev),

KGDR1625H-2JCT, GDM2020N-015PF PR1535 (Edge Width : 2.0mm)
Workpiece Material : SUS304 (225) Internal coolant (1.5MPa) Cut-off

Effective Cooling of the Cutting Edge

Cutting edge condition (after machining 20min)

KGD-JCT

CompetitorA |

High density and high speeds coolant provides effective cooling of the cutting edge
Superior cooling action improves tool life




. KGD-JCT (for automatic lathe) @

@ Toolholder Identification System

KGD

@ : Std. ltem

MHD2
‘ LN MHD
| . e e i
| 2 e E
| | il z
The above figure shows KGDL ;{
| - O LH
7 N Res  Rcls Rcls
1 ; { [ 5 7 7
GAMP;7 ‘
\r; % ’ ‘\ /7/ /\/\\L’/ /\/\\L’/ H N T
A /M=
- X
& HBL _|E
N) m
C T LF
®Right-hand shown
@ Toolholder Dimensions
Cutting - - Edge Width |, .
) Angl
e Stock| Dia. Dimension (mm) ngle | sy (mm) Aglmbgl:ls:gs
CUTDIA|H=HF | HBH | B LF | LH [ HBL | LN | WF | MHD | MHD2 | MHD3 | GAMP | MIN. | MAX. ’
KGDR 1220H-2JCT | @ 21 8.4
24 12 | 85| 20 19.5 44 (11.2| 35 -
KGDL 1220H-2JCT | @ 21.5 7.7
100 1° | 2.0 | 3.0
KGDR 1625H-2JCT [ ) 12.2
32 16 | 45| 25 245| 21 | 40 |(15.2| 25 | 46
KGDL 1625H-2JCT [ ) 7.7
KGDR 1220H-2.4JCT| @ 21 8.4
24 12 | 85| 20 19.5 44 | 11 | 35 - GDM type
KGDL 1220H-2.4JCT| @ 21.5 7.7
o GDG type
100 1 24 | 3.0 DMS t
KGDR 1625H-2.4JCT| @ 12.2 (GDMS type)
32 | 16 | 45| 25 245| 21 | 40 | 15 | 25 | 46 (GDGS type)
KGDL 1625H-2.4JCT| @ 7.7
KGDR 1220H-3JCT [ J 21 8.6
24 12 | 85| 20 19.5 44 110.8| 35 - 3.0
KGDL 1220H-3JCT [ ) 21.5 7.7
100 1° | 3.0
KGDR 1625H-3JCT [ ) 12.2
32 16 | 45| 25 245| 21 | 40 (148 25 | 46 4.0
KGDL 1625H-3JCT [ ) 7.7
® Spare Parts Recommended Cutting Conditions @ H28, H29
Clamp Screw Wrench Plug
SB-40120TR LTW-15S GP-1

Buiuiyoep SHIasu| ajqexapu|
Buliog Sued ewg  [BUISIXT  s0La0dBNED U sepelr) Lasu|
(@] >

Buinooin

#0-InD

Bunuag  Buipeaiy

S|00L PlIoS

Bunn

W Buiuing
10} sj00|
=2

slied aledg l

R

1220

H

2

JCT

Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Others
R : Right-hand GDM/GDMS
L : Left-hand 12 x 20 mm 100 mm 2-3 mm Coolant-through Holders
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[eoluyoa)
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Cut-off
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Grooving / Cut-off Toolholders

. KGD (Integral Type)

1]

foi
o
2

|

shows above figure

HF

il

-
= |
l\ KGD#%.1216JX-3T06 h
t KGD#.1216JX-4T06

*Right-hand shown

® Toolholder Dimensions

= § Stock Dimension (mm) Eoochigs Spare Parts
E EA CW (mm) | Clamp Bolt | Wrench
E ‘%E Description
2% R|L| H | HF |HBH| B | LF | LH | HBL | WF |CDX |MIN.|MAX.| = //
g E
KGD%. 1616H-2T06 @ @ | 16 | 16 | 4.0 | 16 | 100 [27.7|28.0|15.2 HH5X16
6 2020K-2T06 (@ | @| 20 | 20 ) 20 [ 125 28.0| - 19.2| 6
2525M-2T06 @ @ | 25 | 25 25 | 150 242 HH5X25
KGD%. 1616H-2T10 @ @ | 16 | 16 | 4.0 | 16 | 100 [30.2|30.5|15.2 HH5X16
5 10 2020K2T10 (@ |@| 20 | 20 ) 20 (125 305| - 19.2| 10 20|30 LW-4
2525M-2T10 @ @ | 25 | 25 25 | 150 24.2 HH5X25
KGD%. 1616H-2T17 @ | @| 16 | 16 | 4.0 | 16 | 100 [31.2|31.5|15.2
17 2012K-2T17 @ | @ 20 | 20 12 | 125 11.2 17 HH5X16
2020K-2T17 @ | @ - 20 |125|325| - |19.2
2525M-2T17 |@ |@| 25 | 25 25 | 150 24.2 HH5X25
KGD%.  2012K-2.4T17 @ @ 12 | 125 11.0
2417 202024717 |@ | @ 20 | 20 - 20 1125 325| - 190 17 | 2.4 | 3.0 | HH5X16 LW-4
KGD%. 1216JX-3T06 @ @ | 12 | 12 | 2.0 | 16 | 120 [19.5| 19 |14.8 SE-50125TR | LTW-20
6 1616H-3T06 @ @ | 16 | 16 | 40 | 16 | 100 |27.7|28.0|14.8 6 HH5X16
2020K-3T06 (@ @ | 20 | 20 i 20 [ 125 080! - 18.8
2525M-3T06 (@ | @| 25 | 25 25 | 150 23.8 HH5X25
KGD%. 1616H-3T10 @ @ | 16 | 16 | 4.0 | 16 | 100 [30.2|30.5(14.8 HH5X16
3 |10 2020K-3T10 @ @ | 20 | 20 i 20 [ 125 305/ - 18.8| 10 [ 3.0 | 4.0 LW-4
2525M-3T10 @ | @| 25 | 25 25 | 150 23.8 HH5X25
KGD%. 1616H-3T20 @ @ | 16 | 16 | 4.0 | 16 | 100 [34.2|34.5(14.8
2012K-3T20 @ @ 12 | 125 10.8 HH5X16
20 2020K-3T20 @ | @ 20120 20 | 125 s 18.8 20
2525M-3T20 @ @ | 25 | 25 25 | 150|355 23.8 HH5X25
6 |KGD% 1216JX-4T06 @ @| 12 | 12 | 2.0 | 16 | 120 |19.5| 19 |14.3| 6 SE-50125TR | LTW-20
10 KGD%. 2020K-4T10 (@ @ | 20 | 20 20 [ 125 305 18.3 10 HH5X16
4 2525M-4T10 @ @ | 25 | 25 25 | 150 23.3 40150 HH5X25
20 KGD%. 2020K-4T20 (@ @ | 20 | 20 - 20 [ 125|345| - |183 20 HH5X16 LW-4
2525M-4T20 @ (@ | 25 | 25 25 | 150 |35.5 23.3 HH5X25
25 |KGD%. 2525M-4T25 |@ |@| 25 | 25 25 | 150 |40.5 23.3| 25

Note) 1. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more,
the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
2. Recommended tightening torque of clamp bolt : 6.5N-m (HH5XOO), 2.5N-m (SE-50125TR)
3. Above toolholders are applicable to external grooving, too.

@ Toolholder Identification System (Integral Type)

KGD R | 1616

H - 2

T

Applicable Inserts @ H18, H19
Recommended Cutting Conditions @ H28, H29

06

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

@ : Std. ltem



. KGD-S (0° Separate Type)

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.

Applicable Inserts @ H18, H19
Recommended Cutting Conditions @ H28, H29

3. When the unit description is not available (No unit description) and/or stock status is "-", please purchase toolholder and blade separately.
4. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more,

the maximum depth of groove made by the 2-edge insert will be 18 mm.)
5. Recommended tightening torque of clamp bolt for insert : 6.5N-m (Groove width 2 ~ 4mm)

sepelr) Lasu|
>

g
- J z
3
+Right-hand shown (Right-hand Blade and Right-hand Toolholder) o
@ Toolholder Dimensions (Blade + Toolholder) nf,é)
M— a2
= | 2 .‘% E Stock Dimension (mm) Edge Width §§ =
c S 3 o Unit Description Blade Toolholder CW (mm) &
fé :.g/ 2 ‘% (Standa!'d .StOCK Description | Description o
5128 E Do) g | O @632 | W | WF |HBH| B | LF | LH | wF cDX | miN.|max| 3 F
= | »
[]20|KGD%. 2020X-2T17S |@|[ KGD%.2020-C| 20 | 20 12 20 | 122 23.4 o
2 17 |25 2525X-2T17S | @ | @ | KGD.-2T17-C | KGD¥.2525-C | 25 | 25 7 25 | 147 | 40 [284| 17 | 2.0 | 3.0 g G
[132] No unit description = KGD%.3232-C | 32 | 32 - 32 | 167 35.4 &
[J20|KGD%. 2020X-3T10S |@|[] KGD%2020-C| 20 | 20 | 12 | 20 | 115 23.0 o
10 |[25 2525X-3T10S |@ |[ ]| KGD%-3T10-C | KGD%.2525-C | 25 | 25 7 25 | 140 | 33 [28.0| 10 z;
32 3232X-3T10S |[]| - KGD%3232-C| 32 | 32 - 32 | 160 35.0
° [120|KGD%. 2020X-3T20S | @ @ KGD?.2020-C| 20 | 20 | 12 | 20 | 125 23.0 30140 g J
20 |[25 2525X-3T20S | @ | @ | KGD.-3T20-C | KGD¥.2525-C | 25 | 25 7 25 [ 150 | 43 [28.0| 20 “%"
. [132 3232X-3T20S (@ |[] KGD%.3232-C | 32 | 32 - 32 | 170 35.0
° [120|KGD%. 2020X-4T10S @ | - KGD%.2020-C | 20 | 20 12 | 20 | 115 22.5 § K
10 |[25 2525X-4T10S |@ | - | KGD¥.-4T10-C | KGD%.2525-C | 25 | 25 7 25 | 140 | 33 [27.5| 10 a
[132 No unit description = KGD%.3232-C | 32 | 32 - 32 | 160 34.5 8
[120|KGD%. 2020X-4T20S @ | - KGD%2020-C| 20 | 20 12 | 20 | 125 22,5 ; L
4 20 |[25 2525X-4T20S |@ | @ | KGDY.-4T20-C | KGD%.2525-C | 25 | 25 7 25 | 150 | 43 [275| 20 | 40 | 5.0 &
32 3232X-4T20S @ |[] KGD%.3232-C | 32 32 - 32 | 170 34.5 ~
[]20 (KGD%. 2020X-4T25S @ @ KGD%.2020-C | 20 | 20 12 | 20 | 130 22.5 E M
25 |[J25 2525X-4T25S | @ | @ | KGD7.-4T25-C | KGD%2525-C| 25 | 25 | 7 | 25 | 155 | 48 |27.5| 25 o
(132 3232X-4T25S @ |[] KGD%.3232-C | 32 | 32 - 32 | 175 34.5 gé N
=)

slied aledg l

6. Above toolholders are applicable to external grooving, too.

® Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

@ Toolholder Identification System (Separate type / Unit Description)

uolnew.ou|
[eoluyoa)
=)

KGD|R| /2020 X -2 | T |17 | S e et _
I I | I (for Insert Clamp) (for Blade) Wrench % T
Toolholder Hand Shank Size Toolholder Type | | Applicable Inserts Max. depth of cut Deslé:i‘gtion <
R : Right-hand 20 x 20 Unit GDM/GDMS . v
L :Lefthand * 20 mm Description 2~ 3mm 17:17 mm E
KGD"....S BH6X10TR SB-60120TR LTW-25

@ : Std. ltem

[[] : Deleted from the next catalog
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Grooving / Cut-off Toolholders Vs

Great for High Pressure Coolant External Grooving and Cut-off

KGD-JCT

Coolant is directed from two directions towards the flank face of the insert
Improved Chip Control and Longer Tool Life for External Grooving and Cutting-off

Excellent Chip Control

Coolant towards the rake face Chip Control Comparison (Internal evaluation)

Coolant hole position and angle improve chip control KGD-JCT showed better chip control performance even

at lower feed rates
f=0.05 mm/rev (1.5MPa)

Cutting Conditions : V¢ = 150 m/min, d = 8mm, f = 0.05 mm/rev, Wet
Edge Width 4 mm Workpiece Material : SCM415  Grooving

Cooling the Cutting Edge Leads to Longer Tool Life

Coolant towards the rake surface and the flank face of the insert
Directing coolant towards the cutting edge lengthens tool life
Wear Resistance Comparison (Intemal evaluation)

KGD-JCT Competitor E 0.20

Coolant does not flow directl
towards the cutting edge

B KGD-JCT (Internal coolant : 1.5MPa)
M Competitor E (Internal coolant : 1.5MPa)

I
a

o
=)
o

Wear on flank face (mm
o
S

1 1 1
0 10 20 30 40

Cutting Time (min)

: s ; Cutting Conditions : V¢ = 180 m/min, d = 9 mm, f = 0.15 mm/rev, Wet
Fracture Edge Width 4 mm Workpiece Material : SCM415 ~ Grooving

KGD-JCT Minimizes Wear and Provides Longer Tool Life without Insert Fracturing



. KGD-JCT (Integral type / Coolant-through Holders)

sepelr) Lasu|
>

£ 2| cox [ @ g
@) gg‘
i : =5 B
LH g
—— LH
N 2-G1/8 ) ] 8
|| pd / 3 C
M N £ j g
E LILT rzﬂ T & (@) v
P - \ m
\ MHD ! z D
LF KGD".2020K...shows above figure 3
eRight-hand shown -
w
® Toolholder Dimensions Pressure Resistance: ~15MPa gi E
=)
= ; Spare Parts 58
~| E Stock Dimension (mm) el il P ag
é 5 CW (mm) | Clamp Bolt| Wrench Plug
== Description g
% é RIL| H HF B LF LH | WF | CDX | MHD | MIN. | MAX a F
- " E =
= = o
5 KGD%. 2020K-3T06JCT @@ 20 | 20 | 20 315 18.8 6 96.2 HH5X16 g G
2525K-3T06JCT |@ @ 25 | 25 | 25 " |238 96.5 HH5X25 3
2020K-3T10JCT @ @ 20 | 20 | 20 18.8 94.2 HH5X16
3 |10 125 | 34.0 10 3.0 4.0 LW-4 |HSG1/8X8.0| 9
2525K-3T10JCT @ @ 25 | 25 | 25 23.8 94.5 HH5X25 z
— =
50 2020K-3T20JCT @ @ 20 | 20 | 20 38.0(/18.8 o0 90.2 HH5X16
2525K-3T20JCT @ @ 25 | 25 | 25 39.0(23.8 89.5 HH5X25 s
[0
o |KGD'. 2020K-4T10.CT @ (@] 20 | 20 | 20 suo 188] | [942 HH5X16 g J
2525K-4T10JCT |@ | @| 25 | 25 | 25 1233 94.5 HH5X25 ©
4 20 KGD%. 2020K-4T20JCT @ |@| 20 | 20 | 20 | 125 (38.0/18.3 20 90.2| 4.0 | 5.0 | HH5X16 LW-4 |HSG1/8X8.0 =] K
2525K-4T20JCT |@ |@| 25 | 25 | 25 39.0(23.3 89.5 HHEX25 2
25 | KGD%. 2525K-4T25JCT | @ @| 25 25 | 25 44.0123.3| 25 |84.5 o
Please see page D10 and D11 for piping parts of coolant-through holders. Applicable Inserts ® H18, H19 % L
Recommended Cutting Conditions @ H28, H29 &
Coolant is directed from two directions § M
«

W Buiuing
10} sj00|
=2

Discharges coolant in two directions toward both -
the rake surface and the flank face of the insert -
.f--. ¢

Excellent Chip Control and Long Tool Life
]

sped aledg l
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Cut-off

KGD Recommended Cutting Conditions Ve

@®Application Map

L
Q
=

<= Cutting Force mmp

Low

High

General purpose

Eor automatic lathe%Medium feed)
FF

For automatic lathe (Low feed)
PG

For automatic lathe (Low cutting force)

feed rate

PH

Low (N Focd Ratc M— High

®Recommended Cutting Conditions (PF / PQ / PG Chipbreaker)

Recommended Insert Grades f (mm/rev)
(Cutting Speed Vc: m/min) PF (RE = 0.03) PF (RE = 0.15) L2
Workpiece Material A
2 MEG COAT MEGACOAT Edge Width CW (mm) Edge Width CW (mm) £
o
PR1535 PR1225 PR1215 1.3/15 2.0 2.5/3.0 1.3/15 2.0 25/3.0
Carbon Steel x * ”
70~180 | 70~150 | 70~180 |1 040,02~ 0.060.02~0.08 | 0.01 ~0.05 | 0.03 ~0.08 | 0.04 ~0.10
Alloy Steel al * = £
y 70~150 | 70~150 | 70~ 180 kS
- * B ¥ 3
Stainless Steel 60 ~ 120 60 ~ 120 60 ~ 150 0.01 ~0.03 | 0.01 ~0.04 | 0.01 ~0.05]0.01 ~0.04 | 0.03~0.07 | 0.04~0.08| O
Cast Iron - - 80 :k200 0.01 ~0.05 | 0.02 ~0.07 | 0.03 ~0.08 | 0.01 ~0.06 | 0.03 ~0.09 | 0.04 ~0.10
% : 1st Recommendation < : 2nd Recommendation
Recommended Insert Grades f (mm/rev)
(Cutting Speed Vc: m/min) PQ PG @
Workpiece Material | pMEGACOAT DLC . ) . E
NANO MEGACOAT Coated Carbide Carbide Edge Width CW (mm) | Edge Width CW (mm) &
PR1535 PR1225 PR1215 PDL025 GW15 2.0 25/3.0 2.0 2.5/3.0
PAS * pAS B _
Carbon Steel 70~150 | 70~150 | 70 ~ 180
0.03~0.1 | 0.04 ~0.1210.01 ~0.04 | 0.01 ~0.05
Alloy Steel = * = : -
70 ~ 150 70 ~ 150 70 ~ 180
. * PAS PAY . B =
Stainless Steel 60 ~ 120 60 ~ 120 60 ~ 150 0.02 ~0.07]0.02 ~0.08(0.01 ~0.03|0.01 ~0.04 §
o
. B * 3 AS 3
Cast Iron 80 ~ 200 50 ~ 100 0.04 ~0.1 |0.04 ~0.12[0.01 ~0.04|0.01 ~0.05| O
Aluminum Alloys - - - 200’5500 200%450 - - 0.01 ~ 0.05|0.01 ~ 0.06
. . . . * _ _
Brass 100 ~ 200 0.01 ~0.07 | 0.01 ~ 0.08

H28

% : 1st Recommendation ¥ : 2nd Recommendation



®Recommended Cutting Conditions (PM / PH Chipbreaker) z
s A
f (mm/rev 3
Recommended Insert Grades ( ) %
(Cutting Speed Vc: m/min) PM PH 2 =
Workpiece Material g sg B
MEGACOAT Edge Width CW Edge Width CW [ =3
NANO MEGACOAT (mm) (mm) & g
PR1535 | PR1225 | PR1215 2~4 2 3~4 2
Q0
w * PAg <§ C
Carbon Steel | g5 500 | 80~ 200 | 100 ~ 200 g
n " = 0.08 ~0.18|0.10~0.25 | 0.15~0.28
— m
Ay Sizsl 70~180 | 70~ 180 | 80 ~ 180 & 5 D
o >
: * PAS PAg o) 3
Stainless Steel 60 ~ 150 | 60 ~ 150 | 60 ~ 150 | 0-06~0.1210.05~0.12 0.08 ~0.15 | O .
* 53
Cast Iron - - 100 ~ 200 | 0-08 ~0.18 | 0.10 ~ 0.25 | 0.15 ~ 0.28 §§ E
@g

% : 1st Recommendation % : 2nd Recommendation

vy
‘Example of feed [IMIn the graph below indicates the most recommended value of feed (f)] %' F
«
E * PM Chipbreaker [Workpiece Material : $50C] ®
E 3
S 2- 4t I : G
§ &
=, I I N I
fiv} 0.1 0.2 0.3 o
f (mm/rev) 3
=%
* PH Chipbreaker [Workpiece Material : S50C] 4
s =3
s 3-4 - 4
o 3
§ 2 L ——
= o
5 N N T O = K
0.1 0.2 0.3 a
f (mm/rev)
[2)
o
S L
@ Caution (Cut-off) g
»
1. Be sure to perform wet processing. Apply enough coolant to the cutting edge.
2. Keep a constant rate during processing so that optimum product life will be achieved. = M
=
«Q

3. Cut-off as close to the chuck as possible.
4. Lower the feed rate to 1/2 ~ 1/3 at the near center to prevent impact caused by machining.

uolnew.ou| A Buruang
jeouyosy  SHEd areds 10} S|00L
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Xepu|
-

H29



Cut-off Inserts

R
N Glllvt!M I hG(Ijv"g DIM/GGI\[’)IG/ L H18. H19 Classification of usage | P | CatonSteel/AloySteel| O | © | @ | © | @ °
(Will be switched to ® ’ ) @ : Coninuous-Ligt rerupion /1 Choice | M | Stainless Steel O [ ] O [ ] (_'3
() - Continvous-Lightnteruption  2nd Chg Q
@ : Continuous 15t Choice IRESRNEN ® |50
O : Continuous / 2nd Choice| N | Non-ferrous Metals () < 8
CVD 5 E
Dimension (mm) |Angle|Cermet asica VD Coated Carbide | Carbide o g
. ® =
Insert Description o Q| w® g 2|l
CW/ RE|INSLl S PSRF| 2 | & |2 2| = | 2|8
A o [1's o o 1 & (45}
Handed Insert shows Right-hand O o o o
0 @) O
- e GMM 1520-MT 15 0.05 o H32
& o - 0 O ®
/ gé‘? == _ 2020-MT 2.0 0'85 20 | as| 5T o _ T 2
gy o 2520-MT 2.5 505 O H33
cut 0 @) @
Shazrpegge}tng 3020-MT 3.0 0.05 o) o)
i GMM 1520-NB 151 0 O O H32
& | o 2020-NB 20| 0
/ & | st RE 020 0 20 | 4.3 - - -
| e 2520-NB 25| 0 o
Sharp-Cutting
Withou%(e)g%ebreaker 3020-NB 30 0 O
2 GMM 2020-TK 2.0 |0.20 @) O O
~ ,/ 2520-TK 25/020 20 | 43| - o] o O
o - .
S| stbilty orented 3020-TK 3.0 |0.25 olo]o o
b4
4/;,.« é GMM 2020-TMR 2.0 [0.20 O
- s 2520-TMR | 2.5 0.20| 20 | 4.3 | - o a2
High Feed Rate 3020-TMR | 3.0 |0.25 o H33
S GMN 2-TK 2.0 [0.20 @) O O
3 —;f 3-TK 3.0 025/ 20 |43 - o|o|o ®
Stabilty Orented 4-TK 4.0 |0.30 o]0 | O O
Shows GNN2:2 Shas a2 GMN 2.2 2.2 017 o|o o O
===
//_ 8 3 3.0 [0.20 o| o o o
/ EE\_—J%% 4 40025/ 20 43| - | O] O O O
INSL RE
— "’tﬁ 5 5.0 10.80 O ) O
Sharp-uting 6 6.0 |0.80 o O O
RIL|RIL|R|L|RIL|RIL|R[L
GMM 1520%-MT-15D| 1.5 -2 O Ol | Ha2
PSIRR : 0.05 O
TR B 0 OO0 O
%\& 2020%.-MT-15D | 2.0 0.05 00 | 43| 15° o) O
5 }-MT-15D | 2.5 -2 ' L
25207.-MT- 5 [0.05 o)
_Cuti 0 o0 @)
Sharp-Cutting 3020%.-MT-15D | 3.0 (555 oo
" ] GMM 2020R-TK-8D | 2.0 |0.20 @) O @)
f}fg 5 2520R-TK-8D | 2.5 |0.20| 20 | 4.3 | 8° O
Stabilty Orented 3020R-TK-8D | 3.0 |0.25 ol |o| |o
% GMM 2020R-TMR-6D| 2.0 |0.20 @)
3 2520R-TMR-6D| 2.5 |0.20| 20 | 4.3 | 6° 0o H32
Q
High Feed Fate gl 3020R-TMR-6D| 3.0 |0.25 o H33
GMR 2-TK-8D 2.0 [0.20 O O
,/ 3-TK-8D 3.0 /0.25| 20 | 4.3 | 8° O @) @)
Stabn%c%réented W 4-TK-8D 4.0 10.30 ol |0 @)
§§FV{%§/1 Shows GMR2.2-8D / 15D GMH/L 2.2'8D 22 10.17 8° 0) 0) olo 0)
T8 2.2-15D 2.2 10.00 15° |O| |O O 0
/ EE}\:}E 20 | 4.3
INsL RE 3-4D 3.0 10.20 4° O OO0 OO @)
Sha1r_pe-c%u:ing "’i:ﬂ 4-4D 4.0 | 0.25 4° olo 0)

O : Check Availability



M Edge Preparation

Series MT Chipbreaker TK Chipbreaker TMR Chipbreaker | Without Chipbreaker (NB)

Chamfered + R-honed| Chamfered + R-honed|Chamfered + R-honed| Sharp Edge | Chamfered + R-honed R-honed Sharp Edge

Corner-R(RE) =0.05| Sharp Corner |Comer-R(RE)=0.2 ~ 0.3|Comer-R(RE) =0.2 ~ 0.3| Corner-R(RE) = 0.2 |Corer-R(RE) =0.05| Sharp Corner

Edge Prep. l l ’

| 1 | .. H
|
CR9025/PR915| PR930/KW10 | CR9025/PR915| PR930/KW10 PR1115 CR9025 PR930/ KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.

sepelr) Lasu|
>

-

S)asu| 8jqexepu|
Buiung
os)

s00L 40 3 NED
(9]

Series Advantage g
Specific chipbreaker for cut-off operations requiring sharp cutting performance. S D
GMM MT L o
Minimizes the Boss.
GMM NB Cutting edge is flat with non-chipbreaker. §§
It works well for brass, etc. SEE
nl
Stable design with chipbreaker for cut-off and large corner-R. e
GMM TK ) 3z
2-edge for economical performance.
GMN TK Same chir.)breaker. ge.ometry as GMM TK. S E
1-edge. Wide application range. Es
«
GMN (Std.) | Mainly for deep grooving, but available for groove widening and turning due to projection near side cutting edge.
(No Indication) | 1-edge and wide application range. Available for cut-off applications. o
_ ¢ G
B TMR Chipbreaker 3

@ Advantages of Chipbreaker @® GMM Chipbreaker MAP o
=
Special Curve Wall =}
=)
S V2 i =
: £ J
Improved chip evacuation 3 a
by squeezing chips i
- . . o
Chip width < Grooving width z = K
3 a
Depression in center of cutting edge
Sharp Cutting <¢mssssssp Stability Oriented g)
s
g L
1]
® TMR-chipbreaker enables stable chip control also for high feed rates =
Good chi i i fon) is : i al i i i E
0od chip control even when cutting speed (spindle revolution) is increased (Workpiece Material: SCM415, 30, constant spindle revolution) Applicable Range = M
. n=1,060min"(Vc=100m/min) n=2,123min"'(Vc=200m/min) @
Description
f=0.12mm/rev f=0.18mm/rev f=0.12mm/rev f=0.18mm/rev 200

W Buiuing
10} S|001
=2

TMR
Chipbreaker

100

wzomun | & 090 9o @0°e ®OEO
Q@Q) @\;%@e OYVY| escoo

(Neutral)
o | ©eee|©999 | @eee (OO [T ]

3020R-TMR-6D

(Lead angle) @ o ©6 6 6 6.2‘7 ©999 010 0.15 0.20

f (mm/rev)

Ve (m/min)

sped aledg i
L

uolnew.ou|
[eoluyoa)
=)

® Recommended Cutting Conditions @ Workpiece Surface Roughness
Workpiece Material Ve (m/min) f (mm/rev) TMR Chipbreaker provides good surface roughness on the workpiece end face at high feed rate ranges.
* GMM2020R-TMR-6D * GMM2020-TMR
Carbon Steel 60 ~ 200 (Ve=200m/min) (Ve=200m/min) g T
- Competitor's chipbreaker A ~#— Competitor's chipbreaker A Q
£ 8| o~ GMM2020R-TMR-6D € 81| o~ GMM2020R-TMR
Alloy Steel 60 ~ 150 0.08 ~ 0.18 = =
o 6t o 6
@ 2
. e 2
Stainless Steel 50 ~ 140 £ 4 £ 4
[=2} r [=2] '
=3 >
o o
o i
2+ 2L
0.‘08 0.‘12 0.‘18 OfOS 0.‘12 0.‘18
f (mm/rev) f (mm/rev)

H31



Cut-off Toolholders

B KGM (for Automatic Lathe) (Will be switched to KGD @ H20)

Edge Width : 1.5 ~ 4.0 mm

-

5

&

=y

g, 8

2

LH

NS
— '\Q\S\Q

iy

HF,

~ 1> I I

KGM 1616

® Right-hand shown

HBH

LF

@ Toolholder Dimensions

Cut-off : : Edge Width Spare Parts
Stock Dia. Dimension (mm) CW (mm) o CT—
Description @)
R | L [CUTDIA| H HF | HBH B LF LH | WF | MIN. | MAX. E’
KGM"L. 1010JX-1.5 OO0 20 10 10 10 18 9.4 ’
1212JX1.5 oo o5 12 12 2 12 120 19 114 1.5 | 2.0 | SE-40120TR |LTW-15S
KGM%. 1010JX-2 OO 20 10 10 10 18 | 9.15
1212JX-2 O|O| 25 12 12 | 2 12 | 120 | 19 [11.15 2.0 | 30 | SEA40120TR |LTW-15S
1616JX-2 o]0 32 16 16 - 16 245 |15.15 SE-50125TR | LTW-20
KGM%Y. 1212JX-2.5 o110 25 12 12 2 12 120 19 11 o4 | 30 SE-40120TR |LTW-15S
1616JX-2.5 OO 32 16 16 - 16 24.5 15 ’ ’ SE-50125TR | LTW-20
KGM%. 1616JX-3 OO0 32 16 16 - 16 | 120 | 245 | 148 | 3.0 | 4.0 | SE-50125TR | LTW-20
KGMR 1212F-1.5-85 | O 25 12 12 2 12 85 19 | 114 | 1.5 2.0 | SE-40120TR |LTW-15S
KGM®L. 1212F-2-85 OO 25 12 12 2 12 85 19 |11.15] 2.0 3.0 | SE-40120TR |LTW-15S
KGM*. 1212F-2.5-85 | O 25 12 12 2 12 85 19 11 2.4 3.0 | SE-40120TR |LTW-15S
dé .
it B KGM (Wil be switched to KGD @ H24) Edge Width : 3.0 ~ 8.0 mm
o
A
L %}LCDX o
— Syi= LH
f ——
O . i = i
T | £ T
' Y
o X LF |
® Right-hand shown - g
@ Toolholder Dimensions
. . Edge Width Spare Parts
Stock Dimension (mm) CW (mm) — —
Description @) S
R|L| H |HF HBH| B | LF | LH | WF |CDX|MIN.MAX| == K
= =
KGMF®L 1212H-3 O 12 | 12 4 12 100 10.8 3.0 | 3.0 | SB-5TR - LTW-20
1616H-3 O 16 | 16 16 27 14.8 9 HHEX16
2020K-3 O|0O] 20 | 20 ) 20 125 18.8 3.0 4.0 - LW-4
2525M-3 O|O| 25| 25 25 | 150 23.8 HH5X25
KGM"™L 2020K-4 O 20 | 20 20 125 18.3 HH5X16
2525M-4 |0 O 25 25| ~ |25 (150 27 (233 10|40 %0 - nsxes LW-4
KGM™L 2020K-5 O 20 | 20 20 125 17.8 HH5X16
2525M5 |O| |25 25| |25 150 2/ [20.8] 10|20 60| - Minexes LW-4
KGM"™L 2525M-8 O|0O| 25|25 75|25 |150| 40 |22.0/ 25 | 8.0 | 8.0 - HH6X25 LW-5

‘ - CDX shows available grooving depth. ‘

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

H32

O : Check Availability



B KGM-T (Wil be switched to KGD @ H24) Edge Width : 2.0 ~ 6.0 mm

sepelr) Lasu|
>

S @ " k
r s gé B
w O i - 8
f | A :
o | L4 sl —1 g C
LF | g‘
 Right-hand shown e
@ Toolholder Dimensions % D
. . Edge Width Spare Parts B
Stock Dimension (mm) CW (mm) Wrench
s =0
Description g3
R|L| H |HF |HBH| B | LF | LH | WF |CDX|MIN.MAX. 5o E
S5
Q5
KGM". 2012K-2T17 Ol 20 | 20 12 125 11.15 LTW-20 - ©
2020K-2T17 [O|O| 20 | 20 | - | 20 |125| 33 [19.15| 17 | 2.0 | 3.0 i HH5X16 i LW-4 S 'F
2525M-2T17 |O|O| 25 | 25 25 | 150 2415 HH5X25 3
KGM"L 1616H-3T20 |O 16 | 16 | 4 | 16 | 100 14.8 - HH5X16 - LW-4
2012K-3T20 @) 12 10.8 SB-5TR - LTW-20 - Q
2020k-3120 [0 |0 20 | 20| . 20 '%°| %0 5] 20 |30 40T exie | W § G
2525M-3T20 (O | O| 25 | 25 25 | 150 23.8 HH5X25 @
KGM"1 2020K-4T20 |O 20 | 20 20 | 125 36 18.3 20 HH5X16
2525M-4T20 | O - 4.0 (5.0 - - LW-4 %
2525M-4T25 | O | O 25 | 25 25 1150 e 23.3 o5 HH5X25 3
KGM". 2525M-5T25 (O | O| 25 | 25 25 | 150 22.8
3232P-5T25 |O| |32 |32 | ~ |32 170 *? 295 2° 0|00 - jHASXes| - W4
KGM". 2525M-6T30 | O 25 25| - | 25 |150| 45 |22.4| 30 | 6.0 | 6.0 - HH5X25 - LW-4 gé_ J
- CDX shows the distance from the toolholder to the cutting edge. Ref. to the Table H34 for the relationship between the available Grooving Depth and the Cutting Dia. g
- When using GMG / GMM (2-edge) insert, set the groove depth under 15mm.
9
, = K
@ Applicable Inserts @
Applications | Grooving / Turning | Grooving / Turning Grooving  |Full-R / Copying|Full-R / Copying| Cut Off / Deep Grooving | Cut Off/ Deep Grooving |Cut Off / Deep Grooving| Cut Off/ Deep Grooving | Cut Off / Deep Grooving
See Page G38 G38 G38 G38 G39 H30 H30 H30 H30 H30 ®
Insert | MW ‘_(' MS W MG v /r & MT P NB P TK - TK / ; L
Toolholder Description \ N : ¢ T™MR
SWM’"W GMM1520.NB| GMM2020.T. | GMN2..TK = M
2020.. 1520.. 2020..T. 2.. =
KGM?....1.5 . ) ) ) . GMM1520%..MT |GMM2020..NB| GMM2020R..T. GMR2..TK a

GMM2020%...MT

GMM2020_MT GMM2020..T. -
GMMZS20.MT |5 o000 ng| GMM2520T | GMN2.TK | GMN22 | 5@
KGMP...2(T) |GM2¢20. MW GMG3020. MS GMIG2520. MG GMG3020. R ) G320, T | SMMZ020. 18| GlM3020.T. | GMNS.TK | GMN3 SN
Lews GMM3020. MW|GMM3020..MS|GMG3020. MG| GMM3020..R amn20207..7 |SMM2920-18 - Guniz020R'T. | GMR2.TK | GMI22 | €3
GMM2520% T -NB| GMM2520R.T. | GMR3.TK | GM3 g8
GMM3020%_MT GMM3020R. T. =
w
GMM2520_MT GMM2520..T. g
KGML...2.5 |GMM2420 MW|GMG3020. MS (GMG2520.MG| GMG3020. R GMM3020.MT |GMM2520.NB| GMM3020.T. | GMN3.TK | GMN3 g
L---2.9 | GMM3020. MW|GMM3020. MS|GMG3020. MG| GMM3020..R U2 MT (GNNZ020.NB| GNSZ0R.T. | GMRS.TK | GMI(3 e P
GMM3020% MT GMMS3020R. T. o
GMG3020.MS| 51153020 G| GMG3020. R GMN3.TK | GMN3 @
A GMM3020.MW|GMM3020. MS -MG| EMM3020. R GMM3020.MT GMM3020.T. | GMN4.TK | GMN4 5
KGML...3(T) (G020, MW|GMGA4020.MS gmgﬁgggmg GMG4020. R GMM30207. T |GMM3020.NB| - Grivagoor'T. | GMR3.TK | GMY3 g3
GMM4020_MS -MG| GMM4020. R GMR4.TK | GMW4 3% R
GMG4020..MS GMG4020_R VNG =8
KGMP...4(T) |GMV4020. MW/ GNM4020. MS| GNIG4020. MG | GMM4020. R GMN4.TK | S S
L GMMS5020. MW|GMG5020. MS| GMG5020. MG | GMG5020. R GMR4.TK | SN
GMM5020.MS GMM5020. R : _
GMG5020..MS GMG5020..R g T
A GMMS5020. MW|GMM5020,.MS| GMG5020..MG | GMM5020..R GMN5 2
KGM...5T |20, MW|GMG6020. MS| GMG6020-MG | GMGG020. R| GMGAG020. R - - - - GMN6
GMM6020.MS GMM6020. R
KGM....6T |GMMe020.Mw|CGMGBO20.MS| oy1asnoh | GMGE020..R| oyicag000.R ; ; ; ; GMN6
GMM6020..MS GMM6B020.R
KGM"....8 GMMB8030..MW - GMG8030..MG - GMGA8030..R

Recommended Cutting Conditions @ H39

O : Check Availability H33



Cut-off

H34

Cut-off Toolholders

M Possible cutting diameter of KGM / KGM-T

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

©

20(CDX, ¢40)

A

0
3

\

Y

If the workpiece diameter is large, the available grooving depth

becomes smaller due to interference with the toolholder.

T e.g.) KGMR2525M-3T20 + GMN3

© KGM (for Automatic Lathe) Possible Cutting Dia. Table

Toolholder Description

DCX (Cutting Dia.)

KGM%.  0810K-1.5-125 - - - - - 10 | 14 | 16 | 32
1010[ J-1.5... - - - |20 25 |3 |40 60| | | |
1212[ ]-1.5... 25 | 26 | 28 | 32 | 36 | 40 | 60 | 100
0810K-2-125 - - - - - 10 | 14 | 16 | 32
1010 -2... - - - | 20 | 25 | 32 | 40 | 60
1212 ]-2... - - - - 25 | 26 | 28 | 50 oo o oo o
1616 1-2... 32 | 40 | 50 | 60 | 80 | 100 | oo o0
1010[]-2.5... - - - | 20 | 25 | 32 | 40 | 60 | ©© | o | o | oo
1212[]-2.5... - - - - 25 | 26 | 28 | 32 | 36 | 40 | 60 | 100
1616[ ]-2.5... 32 | 40 | 50 | 60 | 80 | 100

(o] [e.e] (o] oo (o] oo

1616 1-3... 32 | 40 | 50 | 60 | 80 | 100

Available Grooving Depth CDX (mm) | 16 | 15 | 14 | 13 [125| 12 | 11 10 9 8 7 6 5 4 3 2

©® KGM-T Possible Cutting Dia. Table (GMN, GM®/_ when using 1-edge insert)
Toolholder Description DCX (Cutting Dia.)

KGM%.  2012K-2T17 - - - 66 | 80 | 130 | 260
2020K-2T17 66 | 80 | 130 | 260
2525M-2T17 - - - 66 | 80 | 130 | 260
1616H-3T20 40 | 54 | 70 | 100 | 180
2012K-3T20 40 | 90 | 130 | 240
2020K-3T20 40 | 90 | 130 | 240
2525M-3T20 40 | 90 | 130 | 240 e
2020K-4T20 40 | 90 | 130 | 240 oo o
2525M-4T20 - - - 40 | 90 | 130 | 240 | o
2525M-4T25 50 | 140 | 240
2525M-5T25 50 | 140 | 240
_— (0] (o] (0] (o]
3232P-5T25 - - 50 | 280 | 600
2525M-6T30 100 [ 300 | © | o | oo

Available Grooving Depth CDX (mm) | 30 | 27 | 256 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |13 orunder




Cut-off Inserts

B TKN / TK% Classification of usage | P | Catbon Steel/AloySteel] O M O .| E
@ : Continuous-~Light Interruption / 1st Choice | M | Stainless Steel @) o O g 5 A
() : Continuous-Light Interruption / 2nd Choice N §
[ ] :Corlﬂliintou‘s / 1stuC}I10ice | < Callien = -9 .8 @
O : Continuous / 2nd Choice N | Non-ferrous Metals o o O Ey
L | &
Dimension (mm)| Angle | Cermet |, 22, MG, B0 | carvice % 2 =& B
0@ @
Insert Description o | o | &1 8 9| o |?2] ¢
N [+2} - @
CW | RE PSR S 2 & 2|8 5| 2| : -
Handed Insert shows Right-hand Ll = (&) o o X g
TKN 1.6 1.6 | 0.15 o[ @® /o [@® @ [H3wm| ~
2 22 | 0.20 ® 6 6 o o o m
2.4 24 | 0.20 e 6 o o o o g D
. . 3 3.1 0.25 ® ®© & & o o H36 2
8 4 41 /03| | ®©  ® ® ® ©® @ Hi| _,
* 3 4.8 48 | 0.30 oo 53
s O 5 51 | 0.30 o o o o s E
3 6 6.4 | 0.35 e o e @g
8 8.0 | 0.40 e o ©
9 9.6 | 045 oo H36 | 2 E
>
’ . & TKN 1.6-P 1.6 | 0.20 e O [ @
y m; 2-p 2.2 | 0.20 - e o o o ® H3b| o
v rons & © 3-P 31 | 025 ° e o o | o H¥B| S G
R|L|R|L|R|L|R|L|[R|L|R|L @
TKY. 1.6 1.6 0.15 ® 0060 o6 Hb
PSIRR 2 22 | 020 o o o000 oo g
R g 2.4 24 | 020 | eeeee oo S
. G =3 g 3 31 | 025 o 0 ee0000000
g & © 4 4.1 0.30 e o o000 ( JL H36 3
3 5 51 | 0.30 o oo ® || &Y
- ,PYS«'HR TK%  1.6-P 1.6 | 0.20 o 8
Lo ont & 3-P 31 | 0.25 o o o ooe o s K
- — m
@ Cut-off Tools Recommended Cutting Conditions @ H39 .
o
Cutting Range Chipbreaker Advantage <:I| L
General Cut-off Standard = General cut-off type for feed rates 0.1mm/rev or over é
(No Indication) Iy Superior chip evacuation
=M
o Chipbreaker specially designed for low feed machining on automatic lathes, etc. E
Lo feeal et i y Chips are controlled at feed rate 0.03~0.08mm/rev
_|
58
# Inserts Edge Prep. ig N
Chamfered + R-honed Sharp Edge ="
w 3 é’
Edge Prep. e P
QO
, TN90 / PR1535 i 32 R
Std. Chipbreaker CR9025 / PR660 PR930 / KW10 g,_&
. TN620/TN90 / CR9025 / PR1535
P Chipbreaker ; - PR660/ PRY30 / KWH0 = 1
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge. 2

T

Releasing Wrench

M Set Up (TKN/TK™)

1. Tap the insert lightly with a plastic hammer to push it into the extent that it = ﬂ
cannot be removed by hand. (Fig. 1) >/ ;
(Pull it to the point where it does not fall out when picked up lightly with fingers) / 4‘
2. Remove the insert with the supplied wrench. (Fig. 2)
Plastic Hammer Insert’s back end does not contact the toolholder.
Fig. 1 How to attach inserts Fig.2 How to detach inserts

@ : Std. Iltem

__________________________



Cut-off Blades

B KTKB-SS / KTKB-S

2y o KTKB KTKBR
( X 70 . cw cw
% ] I N ( é’]\ \ \ 15°
| WA \,/ N
" N ’ I T
©‘ £=\ ) } A Fig. 1
(@} — A A JREN
LF 150°
o~ e
N cw cw
7° N
T = —
\ L] Tl A _HL A
STk £
S/ Fig. 2 Fig. 3
] o ig ig
LF
A 1507 150°

@ Blade Dimensions

Cut-off

H36

CutofDa]  Dimension (mm) Eﬁim o Applicable Inserts @ H35
Description é = > - Applicable Blocks
e= o o |, p
@ cuTDiA| H |[HF| B |LF | A [CW| 5 ’y y < ® H37
Low Feed Lead Angle Low Feed / Lead Angle
KTKB 19-1SS |@| 32 |19 (157 2.4 86 1.2 1.6|Fig3| TKN16 | TKN16-P | TK%16 | Tk%t.e-P |KTKTE 1619
KTKB 26-1SS 35 | 26(21.4/2.4|1101.2 1.6 Fig.3| TKN1.6 | TKN1.6-P | TK%16 | TK%16-p KTKTB 1626
KTKTB 20.92
KTKB 32-1SS |@| 35 |32 |25 |24 150/1.2|1.6|Fig.3| TKN1.6 | TKN1.6-P | TK¥1.6 |TK%1.6-P 3232
KTKTBF 25-32
32-32
22 TKN2 K2 ; KTKTB 16-19
KTKB 1925 |®| 40 |19 157 - |86 |1.8/59 NG, | TKN2P | TKIS | TK2-P oS
22 TKN2 T2
KTKB 26-25 |@| 50 1855 | TkNoa | TKN2P | [R92, | TKY2-P
26-35 @] 75 | oo, . |110/26/3.1/F01 TKN3 [ TKN3-P | TK3 | TKU3P |KTKTB 1626
2645 |@| 80 ' 3.4 4.1 TKN4 i TKY.4 i 20-26
48 TKN4.8
2655 |@| 80 42 3% e : TK%.5 :
22| TKN2 T2
KTKB 3225 |@| 50 26| (18|22 Fg2| TKkNa, | TKN2-P | TRI2 | TK%2-P
R R
3235 | @] 100 2.6|3.1 TKN3 | TKN3-P | TK%3 | TK3P | yrern o040
3245 |@| 100 32 |25 |150/3.4 4.1 TKN4 i TKY.4 i 55.30
) - 4.8]|Fig. 1] TKN4.8 ] ; ] 32-32
= b 4251 TKN5 K5 KTKTBF 25-32
326S |@] 120 5.4]6.4 TKNG . - i 32-32
KTKB7.32-85 | @] 120 6.8/8.0|_ | TKNS . - :
3295 |R | 120 | 22| - 980796 M1 TkNo . - :

Note) 1. Suffix “-SS” means silver coating.
2. Releasing wrench is “LTK-5”".
3. How to attach inserts, See Page H35.
* Dimension H shows virtual apex distance.

@ How to install toolblock and blade
@Correct way

Edge Height

Incorrect Edge Height

v

Datum Plane

=

O

Datum Plane

@Incorrect setting of clamp set

Incorrect setting of clamp set

Datum Plane

O

If the clamp set is mounted backward, a large gap
will occur between the clamp and the toolblock,
and the blade may come off during machining. Be
careful when installing the clamp for safety.

@ : Std. ltem
R : Std. Item (Right-hand Only)




Toolblocks (for Holding Blade)

. KTKTB (Separate type) z
5 A
- iﬁ [ Location of edge s T g_EJ
| ]:[ Bl | | i(] s2 B
T g
z g
I B 20
& <_,1WF OAL z C
Y
. g D
. KTKTBF (Separate / Perpendicular type) 3
= =¢
o2
8 @ © =5 E
2]
LS
OAL gu F
e E— Location of edgey 3
T @
¢ G
é a
@ Toolblock Dimensions o)
. . Spare Parts Applicable Blade 3
> Dimension (mm) Clamp Set Screw Wrench Cut-off Face Grooving =
Description § WE Separate Type | Integral Type 5'
n =S 2
H |HBH| B OAL| LS | =& / @ H36 ® G109 g
|| | | E
«Q
KTKTB 16-19 ® | 16 15.5 | 29.5 KTKB19-OS
20-19 ® | 20 4 19 | 34 76 - BCS-1 | HH5X25 | LW-4 KTKB19-1SS o K
1626 | @ | 16 | 13 | 155315 KTKB26-0S 5
2026 | ® 20| 9 |19 36 86| - | BCS?2 - HHBX30 | LW-5 | oo s @
20-32 ® 20| 13 |19 | 38 | 100 BCS-3 KTKB32-OS . »
2532 | @ |25 8 |23 42| | - | o, | - |HHeX®| Lws Kkeseass |(FRICOCOTH &
3232 | @ 32| 5 |29 48 KTKB7.32-OS g
KTKTBF 25-32 ® 25|95 25 102 | 84.5 KTKB32-OS [ kr18%.0000048|
48 - BCS-5 | HHB6X30 | LW-5 |KTKB32-1SS
32-32 | @ |32 |25 32 117 | 995 KTKB%.32-Og | KFTBROO000S5S| = M
9 How to mount the Toolblock a

W Buiuing
10} sj00|
=2

_' hten clamp set \

o ___.j.@__@___;_- Lﬁz
gL
|

/ =

When mounting the toolblock on a small lathe, the space to tighten the
clamp bolt may be narrow due to the figure below .

sped aledg l
L

uolnew.ou|
[eoluyoa)
=)

Xepu|
-

N

| 1 |Mount the toolblock body to toolpost |

| 2 | Install the blade in the toolblock | /

@ : Std. Item

H37



Cut-off

H38

Cut-off Toolholders (Integral Type)

B KTKH-S
For General Cut-off (Self Clamp)
- =
cw cw
s L\ [
T I
¥ (e
T %
m LH 0/
LF_ T Y Fig. 1
m
J LH
N \ cwW CW
" —H ]
I T
&
LF /5/4
® Right-hand shown Fig. 2
@ Toolholder Dimensions
Cut-off Dia. . . Edge Width Spare Parts
e (mm) DIUCEHEE (i) (mm) Releasing Wrench See Page for
Description Drawing Recommended Cuting
R| L [CUTDIA| H HF HBH| B LF | LH | CW Conditions
KTKHL 1010F-2S [ 3K ) 28 10 | 10 5 10 | 80 |18.6
1212H-2S [ A ) 31 12 12 4 12 |1 100 | 19.8
1612H-2S [ BN ) 31 16 16 - 12 |1 100 | 19.8| 2.2 Fig. 1
1616H-2S [ 2K ) 31 16 | 16 - 16 | 100 |19.8| 2.4 9
2012K-2S [ BN ) 36 20 | 20 - 12 | 125 | 22.8
2020K-2S ( 2X J 36 20 | 20 - 20 | 125 |22.8
1612H-3S [ 2K ) 35 16 16 4 12 1100 | 21.7
1616H-3S [ 2N J 35 16 | 16 4 16 | 100 | 21.7 Fig. 1 LTK-5 H39
2012K-3S [ BN ) 40 20 | 20 - 12 | 125 125.3| 3.1
2020K-3S ( 2X ] 51 20 | 20 - 20 | 125 |31.0 Fig. 2
2525M-3S @@ 52 25| 25| - | 25 150|315 '9.
2012K-4S [ AN )} 43 20 | 20 - 12 | 125 | 26.3 Fig. 1
2020K-4S K ) 59 20 | 20 - 20 | 125 |35.0| 41 Fig. 2
2525M-4S @ @® 66 |25 |25| - | 25| 150|38.0 '9.
2525M-5S [ AN ) 77 25 | 25 - 25 | 150 | 43.5(4.8,5.1|Fig. 2
KTKH 2020K-3T17S [ 2K ) 33 20 | 20 - 20 | 125 |21.8 3.1
2525M-3T22S [ 2K ) 43 25 | 25 - 25 | 150 |26.8| Fig. 1 LTK-5 H39
2020K-4T22S  (@|®| 44 | 20 | 20 | - | 20 | 125|268/, g
2525M-4T22S [ 2K ) 44 25 | 25 - 25 | 150 |26.8|
- How to attach inserts, See Page H35.
@ Applicable Inserts @ Application Example of Cut-off
See Page ® H35 1. Cut-off after Chamfering

Insert

Toolholder Description

Y

>

Low Feed

Lead Angle

Low Feed / Lead Angle

R TKN2 TKR/L2 R,
KTKH" ...-2... TKN2.4 TKN2-P TKR.2.4 TKY.2-P
KTKH%. ...-3... TKN3 TKN3-P TK%.3 TK%.3-P
KTKH" ...-4... TKN4 - TK%.4 -

TKN4.8
KTKH" ...-5... TKN5 - TKW.5 -

(2)(8) Chamfering (4) Cut-off

O

NG

(1) Grooving

T @

2. Wide Grooving
(1)~(5) Groove Widening
(6) Finishing
(Value of “ap” shall be under the value of Corner-R)
1))@3) w

(In order to prevent both corners’ unequal wear)
@ : Std. ltem

Rk

4)(5)



Recommended Cutting Conditions

M TKF12/16 g
o A
Recommended Insert Grades TKF12 TKF16 g
(Cutting Speed Vc: m/min) Edge Width CW (mm) Edge Width CW (mm)| £ | ”
© 2
Workpiece Material| MEGACOAT PVD | DLC ] £| 82
NANO MEGACOAT Conted Cattice | Coated Cattide Carbide| 0.5 0.7 1.0 1.25 15 2.0 15 2.0 g gé B
PR1425 PR1535|PR1225|PR1025|PDL025| KW10 f (mm/rev) f (mm/rev) 3
* Y pie 2
A 0.01~0.04 0.01~0.04 1 0.01~0.04]0.02~0.07 ]| 0.02~0.07 =
Carbon Steel 70 ~170|70 ~ 150 | 70 ~ 150 - - 0.01~0.02 | 0.01~0.08 0.01~0.04 e
(50 - 140)(50 - 120)(50 - 120) 0 ~ 130 (0.1 ~0.05) 002-04) | (002-0) | (002-01) | (0.02~0.) g C
Alloy Steel 70 * 170 |70 x 15070 x 150| ¥ . - |oot-002 | oor-003| 001-004) gy g | 001 - 0041001 - 004 {0.02-007 1 0.02- 07 i
(50 - 140)(50 - 120)(50 - 120) 0 ~ 130 (0.1 ~0.05) 002-01) | (002-01) | (002-01) | (0.02~0.) o
Stainless Steel |60 14060 120 60 - 120| ¥ . - {005~ 00ts| 001 ~002 | 20 -002 | gy qgp| 001-002] 001~0021 0.0f-0.04 001~ 004 ‘—E : P
(40 - 120)(40 - 100)40 - 100) ° ~ 1 (0.1 ~0.08) (0.1 ~008) | (001 ~005) | (001 ~008) | (0.01 - 0.05) 8 w
Cast Iron * 0.01~0.03 | 0.01~0.04 | 0.01~0.05| 0.01~0.05{ 0.01~0.05| 0.01~0.05] 0.02~0.08 | 0.02 ~0.08 8 i
50 ~ 100 =5 E
. * pAS =5
Aluminum Alloys 200 ~ 500200 ~ 450 0.01~0.03 | 0.01~0.04 0.01~005] 0.01~005| 0.01~0.05 0.01~0.050.02~0.08 | 0.02~0.08 Qg
*
Brass 100 ~ 200 0.01~0.03 | 0.01~0.04 | 0.01~0.06| 0.01~006| 0.01~0.06| 0.01~006] 0.02~0.1 | 0.02~0.1 (3 F
‘ *( ) : Tough edge type (TKF..T..) ‘ % : 1st Recommendation ¥y : 2nd Recommendation a
. . o)
M In case of using GMM-MT, GMM-TK, GMM-NB inserts G
2
Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width CW (mm) g 3
Workpiece Material |CVD Coated Carvide PVD Coated Carbide Carbide 15 ‘ 2.0/2.5 ‘ 3.0 ‘ 4.0 g
CR9025 | PR915 | PR930 | KW10 f (mm/rev) el @
PAe * PAe =Y
Carbon Steel 80 - 180 60 - 150 60 - 130 0.01-~0.04|0.02~0.15]0.03~0.20|0.08 ~0.30
e * ¥ -
Alloy Steel 70-150 | 60-150 | 60-130 0.01-~0.04|0.02-~0.15]0.03~0.20 | 0.08 ~ 0.30 ng: J
. PAe * PA¢ = <8
Stainless Steel 60 - 140 50 - 140 50 - 120 0.01-~0.03/0.02~0.10|0.03~0.15| 0.08 ~0.25 % a
Cast lron - - - 50 ~*1 00 0.01~0.05(/0.05~0.12|/0.10~0.25| 0.10~0.30 8 o
. * s K
Aluminum Alloys - - - 200 - 450 0.01~0.05|0.05~0.10|0.05~0.20 | 0.05~0.25 @
Brass - - - 10015200 0.01~0.05(/0.05~0.10|0.05~0.15| 0.05~0.20 g
- When machining Steel and Stainless Steel by Insert of PR930, decrease the Feed Rate by 20%. % : 1st Recommendation ¥ : 2nd Recommendation ; L
5]
M In case of using TKN, TK". inserts -
Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width CW (mm) §o) E M
Workpiece Material Cermet VD Cad Catie MEﬁ:ﬁgAT PIDCueedCatite| Carbide | 1.6 ‘ 22024 ‘ 3.1 ‘ 4.1 ‘ 48-96 | &
g
TN620 | TN90 | CR9025 [PR1535| PR930 | KW10 f (mm/rev) % 3_§
Carbon Steel & lad * w = - 0.02~0.08 | 0.04~0.18 | 0.05~025 | 0.08~0.30 | 0.15~0.40 ig" N
60 ~ 200 |120 ~ 200,80 ~ 180/60 ~ 150(60 ~ 130 ' ' ' ' ' ' ' ' ' ' ="
3 P * PAe e o
Alloy Steel 60 ~ 160100 ~ 160/ 70 ~ 15060 ~ 150 |60 ~ 130 - 0.02~0.08 | 0.04~0.18 | 0.05~025 | 0.08~0.30 | 0.15~0.40 g .
. PAe Y PAe * PAe = ]
Stainless Steel 60 - 150 80 - 15060 - 140 50 - 120/ 60 ~ 140| - | 002~006 | 004-012 | 005018 | 006025 | 0.10~030 ‘—E 2
* ol —
Cast Iron - - - - - 50 ~ 100 002~0.08 | 0.05~0.42 | 0.10~025 | 0.10~0.30 | 0.15~035 | D 3 § o
) * 23
Aluminum Alloys - - - - - 100 ~ 450 0.02~0.10 | 0.05~0.10 | 0.05~0.20 | 0.05~0.25 | 0.10~0.25 g-. g
*
Brass - - - - - 100 ~ 200 0.02~010 | 0.05~010 | 0.05~0.15 | 0.05~020 | 0.10~0.25 B
% : 1st Recommendation ¥ : 2nd Recommendation % T
x

M In case of using GMM-TMR inserts

Workpiece Material Vc (m/min) f (mm/rev)  |Remarks
Carbon Steel 60 ~ 200
Alloy Steel 60 ~ 150 0.08 ~0.18 |Coolant
Stainless Steel 50 ~ 140
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Alternative Toolholder Reference Table for Cut-off Toolholder

B Alternative Toolholder Reference Table for Cut-off Toolholder (KTKF / KGM)

Conventional Toolholder

Alternative Toolholder

Spare Parts
|
g;r:p Wrench %
Overal lngth w o Qveral lengh ©
Description ( g) T Description (mmg) Remarks %
mm @
- ’
KTKF. 1010K-12 125 KTKF. 1010JX-12 120
KTKF*L.  1212M-12 150 KTKFL  1212JX-12 120
KTKFY%. 1616M-12 150 KTKF.  1616JX-12 120
KTKF%. 1010K-16 105 | SBASSOTRWN | LTW-10S KTKF. 1010JX-16 120 H8
KTKF%. 1212M-16 150 KTKF. 1212JX-16 120
KTKF*. 1616M-16 150 KTKF%. 1616JX-16 120
KGM®.  0810K-1.5-125 125 - - |No Alternative
KGMF®L 1010K-1.5-125 125 | SE-40120TR LTW-15S KGM". 1010JX-1.5 120
KGMF®L 1212M-1.5-150 150 KGM". 1212JX-1.5 120
KGM*.  0810K-2-125 125 - - |No Alternative
KGM®L 1010K-2-125 125 | SE-40120TR LTW-15S KGMP?L 1010JX-2 120
KGMFiL 1212M-2-150 150 KGMP?L 1212JX-2 120 H32
KGMF®L 1616M-2-150 150 | SE-50125TR LTW-20 KGM". 1616JX-2 120
KGM®L 1010K-2.5-125 125 - - No Alternative
KGM"L 1212M-2.5-150 150 SE-40120TR LTW-158 KGM?L 1212JX-2.5 120
KGMF®iL 1616M-2.5-150 150 | SE-50125TR LTW-20 KGM". 1616JX-2.5 120
KGM"L 1616M-3-150 150 | SE-50125TR LTW-20 KGM™. 1616JX-3 120

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

B Alternative Toolholder Reference Table for Cut-off Toolholder (KTKH-B / KTKH-S)

Conventional Toolholder

Alternative Toolholder

Spare Parts
Releasi Cl
eleasing amp U, o
Wrench Screw ©
Description Cutoff Dia. T Description CutofDia| Remarks %
LTW

KTKH%. 0808K-1.6-125B 210 - - |No Alternative
KTKH%. 1010K-1.6-125B 220 KGM*Y. 1010JX-1.5 220
KTKHY. 1212M-1.6-150B | 025 SE-40120TR FT-15 KGMY.  1212JX-1.5 225
KTKH%. 1414M-1.6-150B 326 - - |No Alternative
KTKH?. 1010K-2-125B 220 KGMY. 1010JX-2 220
KTKHY. 1212M-2-150B 225 SE-40120TR FT-15 KGM¥%  1212JX-2 025 H32
KTKH%. 1616M-2-150B 232 KGM". 1616JX-2 232
KTKH". 1616M-3-150B 232 i SE-50125TR LTW-20 KGM". 1616JX-3 232
KTKHR 1010K-2-125S 230 KGMR 1010JX-2 20  Processing dia. is small
KTKHY. 1212M-2-150S 230 LTK-5 KGM?. 1212JX-2 @25 Processing dia. is small
KTKH%. 1616M-2-150S 236 KGM%.  1616JX-2 @32 [Processing dia. is small
KTKH%. 1616M-3-150S 245 KGM%Y.  1616JX-3 @32 [Processing dia. is small

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




