Grooving

@ External Grooving 2~G48

Summary of External Grooving

KGBA / KGBAS / KGBA-JCT
KGB / KGBS will be switched to KGBA / KGBAS G11
KGBF-F / KGBFS / S-KGBF / KGBF-JCT G15
KTGF-F / KTGF G18
S-KTGF Sleeve Holder G19
KGD (Integral Type) G24
KGD (Integral Type for Automatic Lathe) G25
KGD-JCT (Integral Type / Coolant-through Holders) G26
KGD-JCT (Integral Type for Automatic Lathe / Coolant-through Holders) G28
KGD-S (0° Separate Type) G30
KGDS-S (90° Separate Type) G31
KGM (For automatic lathe) G42
KGM-T G43
KGMM / KGMS G44
KGMU G45
KGH / KGHS G46
KGA G47
KGMW (For Aluminum Wheel) G48
7
.Q Internal Grooving G49~G73
Summary of Internal Grooving G49
EZG EZ Bars G51
VNG System Tip-Bars G53
SIGC G57
SIGE-EH / SIGE-WH / SIGE-WH-90 G60
GIV/GIV-E / GIV-W G64
KIGBA G66
KGDI G69
KIGH G70
KIGM-8 / KIGMU-8 G71
KGIA G72
KIGM-V Applicable Inserts G73
Face Grooving G74~G110
Summary of Face Grooving G74
EZFG G78
VNFG System Tip-Bars G80
TWFG / TWFGT Twin-Bars G82
KGDF (0° Separate Type) G88
KGDF-Z (Integral Type) G92
KGDF (90° Separate Type) G93
GFVS-AA / GFVT-AA G98
GFV G100
GFVS / GFVT G102
KFMS G106
KFMS-8 G108
KFTB-S G109
GIFV (Boring Bar Type) G110
. Technical Information G111~G120
Recommended Cutting Conditions G111
Guide for Grooving G118

Alternative Toolholder Reference Table for Grooving Toolholder ~ G120
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Summary of External Grooving Vs

B KGD Grooving (External Grooving & Turning) (G20 ~ G37)

- Integral Type H
Type KGD
Edge Width (mm) 20~8.0 T Integral Type
Max. Grooving Depth (mm) 6~30
See Page G24 T

- Integral Type (Coolant-through Holders)

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

- Integral Type for Automatic Lathe

Type KGD
Edge Width (mm) 20~4.0 Separate Type
Max. Grooving Depth (mm) 10~255
See Page G25

- Integral Type for Automatic Lathe (Coolant-through Holders)

Type KGD-JCT
Edge Width (mm) 20~40
Max. Grooving Depth (mm) 12~16
See Page G28
g - Separate Type - Separate Type
3 Type * KGDS-S Type * KGD-S
o Edge Width (mm) 3.0 Edge Width (mm) 2.0~50
Max. Grooving Depth (mm) 10 Max. Grooving Depth (mm) 10~25
Evterna See Page G31 See Page G30
* The separate type toolholders can accept all * The separate type toolholders can accept all
Internal the blades if their hand is matching. the blades if their hand is matching.
Face - N
Low Cutting Force Low Feed General purpose High Feed Copying
GS GL GM PH CM
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B External Grooving (Gé ~ G11, G46, G47)

Ay
‘\_—.
Type KGBAS KGBA (-JCT) KGBS KGB
Edge Width (mm) 0.33~4.8 0.33~4.8 0.33~4.8 0.33~4.8
Max. Grooving Depth (mm) 0.8~50 0.8~5.0 0.8~5.0 0.8~50
See Page G9 G9, G10 G11 G11

o,

H, 886

Ground Chipbreaker  Ground Chipbreaker GM Chipbreaker MY Chipbreaker
Full-R
. J
GM Chipbreaker | MY Chipbreaker

Edge Shape

General (Square) | Full-R (Round)

=l 2
I ——

o

@ Deep Grooving (Grooving Depth : ~25mm)

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

KGBS — KGBAS
KGB —— KGBA

Type KGHS KGH KGA
Edge Width (mm) 40~8.0 40~12.0 3.0~50
Max. Grooving Depth (mm) 13 13~17 20~25
See Page G46 G46 G47
P N
Ground Chipbreaker Molded Chipbreaker Molded Chipbreaker
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Summary of External Grooving Vs

B KGM Grooving (External Grooving & Turning) (G3ss ~ G4s)

Type KGMM KGMS = .
Edge Width (mm) 3.0~5.0 3.0~50
Max. Grooving Depth (mm) 48 4.8 (o8 :

See Page G44 G44
Molded Chipbreaker ~ Molded Chipbreaker  Ground Chipbreaker
Full-R

Grooving

External

Internal

Face

Type KGM KGM KGM-T KGMU
Edge Width (mm) 15~4.0 3.0~8.0 20~6.0 3.0~5.0
Max. Grooving Depth (mm) 10~16 9~25 17 ~ 30 35~45
See Page G42 G42 G43 G45
Molded Chipbreaker ~ Molded Chipbreaker ~ Ground Chipbreaker  Deep Grooving / Cut-off Molded Chipbreaker
Full-R

Full-R

G4



B External Grooving of Precision Parts (G15 -~ G17 G18, G19, G25, G28, G29, G42)
For Automatic Lathe

- Coolant-through Holders

Type KGBF-F
Edge Width (mm) 0.25~3.0
Max. Grooving Depth (mm) 0.6~3.0
See Page G15 - Coolant-through Holders
Type KGBFS KGBF-JCT S-KGBF
Edge Width (mm) 025~3.0 0.25~3.0 0.25~3.0
Max. Grooving Depth (mm) 0.6~3.0 0.6~3.0 0.6~3.0
See Page G16 G17 G15
'a 1\
Ground Chipbreaker  GL Chipbreaker
. J
I
Type KTGF-F \ KTGF S-KTGF
Edge Width (mm) 0.33~25 0.33~25
Max. Grooving Depth (mm) 08~25 0.8~25
See Page G18 G19
———
Ground Chipbreaker

Type KGD Type KGD-JCT Type KGM
Edge Width (mm) 20~40 Edge Width (mm) 20~40 Edge Width (mm) 1.5~40
Max. Grooving Depth (mm) 10~255 Max. Grooving Depth (mm) 12~16 Max. Grooving Depth (mm) 10~16
See Page G25 See Page G28 See Page G42
Molded Chipbreaker Ground Chipbreaker

M For Aluminum Wheel External Grooving
(External / Facing / Copying) (G48)

Type KGMW
Edge Width (mm) 6.0~8.0
Max. Grooving Depth (mm) 25
See Page G48

1-edge
PCD
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Grooving Inserts

D
H Appllcable Inserts eI ® o /0 O © Classification of usage| &
M |Stainless Steel () o O O @ : Continuous~Light Interruption %
(mm)| K |Cast Iron (") (@) O [ 1st Choice S
Descriptio D N |Non-ferrous Metals @ |():Continuous~Light Interruption| |2
GBA32_ 9.525 3.18 4.4 S | Titanium Alloys ™ /2nd Choice 2
GBA43_ 12.70 4.76 5.5 Hrd Matril (-40HRC) ® | O O @:Continuous 15t Choice| 8
GBA43%.480 | 1270 | 5.00 55 | fstsasinc) ©:Gontinuous /2nd Choice| &
Dimension (mm) (Mv)Eg:\rCr(])iTt Cermet EE)% '\(A;(E)%A PVD Coated Carbide | Carbide ) “3
(=]
Insert Description PV7040[TC40N| TN9O [PR1625|PR1215|PR1115|PR905|PR930|KW10 %%?rl:g%tg?s &
CW |CDX| RE 8
Handed Insert shows Right-hand RILIR|L|R|L|IR|L|R|LIR|L|R|L|R|L[R|L @
GBA32%. 033-005*1 |0.33| 0.8 o0 00
) 1.0 [ o0
050-005 *2 | 0.50 12 Y X Y )
075-005 |0.75 0.05 @@ o 0000000 OGOOGOOCO
095-005 |0.95 : o 000 O®0e L JC JC 0 )
100-005 |1.00 [ () 00000 OGCOOS OG0O0O0CO
110005 |1.10] 2.0 o0 00
120-005 |1.20 00000
125-020 |[1.25 o0 0000000 000e
130-020 |[1.30 0
140-020 |1.40| 2.5 0000000 KGBAR/LL...16
145020 145 20 o @ @ KGBAS freen16
25 000000 [ () KIGBAUY...16 (Internal)
2.0 o0 () o0
150-020 |1.50 000000 o0
160020 |1.60] 2.5 | 0.2 ooooo
170020 |1.70 00000
2.0 o0 [ J[ )
o 175-020 |1.75 oooo0o0e o0
= 200-020 |2.00 o0 0000000000
3 225020 |[2.25| 2.5 0000
G} 250-020 |2.50 00000000 000 e
300-020 |3.00 00000000
- . GBA43%. 125-010 15| 2.0 0.1 000 e
External 125-020 ) ' o0/000OGO0COGOLS (O O0OC0OCGOC
o, OW00s 140020 [140[35 | LIC 0 I ) G9
Internal ) = 145020 |145/.20] 0000 (0]
0 4 5 sses o o
Face o 150-010 0.1 O
— = 150020 | 00/00/00/00/00 | (0000 e KBAY. 225
170020 |1.70 YO EEOC KGBAS':...22-15 |Ggg
175-020 |1.75 0.2 ® 000000 | © 0000 ® KGBAH...22 ntkma) (Internal)
185-020 |1.85| 3.5 000 0000 O00O0OCGOGO
195-020 [1.95 o0 [}
200-010 200 0.1 (0 J0 0 J (i
200-020 ' 0000000000 [ OO0OOCOGOGS
225020 |2.25 0.2 0000 O
230-020 |2.30 o00OGOG0OG OGS [ OOCOGOOOGS
250-010 50 | 0.1 oeee | *1
o50-030 | 25040 000000 00 *2
5.0 . ......D ..0...:1
4.0 2
265-030 |2.65 5.0 0.3 sols OO0 Y ) e :1
4.0 2
280-030 |2.80 o o000 1 ee 1
300-010 ~ oA 0000
200030 |30 40 00/0000 0@ *2
50 000006 O *1
325-030 |3.25 0.3 ( J () *2
330030 |3.30| 2 UL =e
o000 [0 OO0 *1
Bo010 [ 0.1 00
350-030 ) 0.3 090000000 000000
400-010 4.00! 5.0 0.1 o000 KGBAY....22-35
400000 | 0| 0000000006 ©e6 00 ee KGBAS,.2235
430-040 | 4.30 04 oo eeee ©® |®|® KIGBA%...22 (Internal)
450-040 |4.50 : o 0 eoeo0e 0000
480-040 | 4.80 RO000 CI00)
- CDX shows available grooving depth. | Recommended Cutting Conditions @ G111
*1. The edge width tolerance of GBA32%.033-005 : 0.33:3%
*2. The edge width tolerance of GBA32%.050-005 : 0.50:3%
% Applicable Toolholders
1:KGBA"1...22-25T5, KGBAS'%:...22-25T5, KIGBA'%...22
2:KGBAVW....22-25T5, KGBAS'...22-25T5, KGBA"....22-25, KGBAS'%...22-25, KIGBA':...22
| Inserts are : @ : Std. ltem
G6 - fcllq TJ?P'_eEe_EO_st_ -- _ll [ : Deleted from the next catalog



| Applicable Inserts P |CabonStel AloySteel| @ O (] [ ) @ O | Classification of usage | £ g
M |Stainless Steel [ ) o O © | @:Continuous-Light Inerruption E é A
(mm)| K [Cast Iron /1t Choice 3 o
De ptio D N |Non-ferrous Metals (2 : Continuous-~Light Interruption |9 _8
GBA32_ 9.525 3.18 4.4 [ S |[Titanium Alloys /2nd Choice % g
GBA43_ 12.70 4.76 55 Hard Materials (~40HRC) () O O @ : Continuous / 1st Choice (_E),_ %% B
GBA43%.480 12.70 5.00 5.5 A Hard Materials (40HRC-) (O :Continuous / 2nd Choice > g“’
Dimension (mm) Cermet ME,\%&(?AT MEGACOAT | PVD Coated Carbide "3 8
| ipti Applicable o =
nsert Description TN620 | TN6020 | PR1625 | PR1215 | PR1115 | PR930 a s C
Toolholders 8
CW |CDX| RE 3 =
Handed Insert shows Right-hand R|{L|R|LIR|L|RIL|R|L|R|L » @
GBA327. 050-005F * [0.50 | 1.0 [ BK ) m
075-005F |0.75 0.05 [ -3
095-005F |0.95 ’ [ 3K ) g D
100-005F | 1.00 (A KGBAY....16 -
125020F | 1.25| 2.0 K KGBASY, .16
145-020F | 1.45 e e . =2
150-020F | 1.50 0.2 o O KIGBAY...16 (Internal) §% E
175-020F | 1.75 il 2K ) 53
200020F _[2.00] , oo agz
250-020F [2.50| < [ 3K
GBA43%. 125-020F | 1.25 20 ® O -
cw*0.025 145-020F [1.45| ™ o o ) F
- RETTRE 150-020F | 1.50 o o KGBAF....22-15 g
GYRSE 175-020F | 1.75 02 @@ KGBAS!...22-15
“ 185-020F [ 1.85] 3.5 [ 3K KIGBA'%...22 (Interal)
sl 200-020F | 2.00 [ 2K ®
Sharp Edge 230-020F | 2.30 o o g
250-030F | 2.50 [ 3K . =
265-030F | 2.65 [ 3K ) KGBAF.....22-25T5 @
280-030F |2.80] 4.0 03 oo KGBASY....22-25T5
gggggg: g.gg ’ : : KIGBA'%...22 (Internal) o H
350-030F | 3.50 o o : s
400-040F | 4.00 [ 3K KGBAF....22-35
430-040F [4.30| 5.0 0.4 [ KGBASY....22-35 G9 4
3288285 i-gg ’ : KIGBA%...22 (Iternal) | 3 J
- . Y
Prev) GBA43T 140010GM[1.40| |01 | @ | @ e oo ® G| 2
— 150-020GM | 1.50 [ 3K [ AKX A 3K KGBAFL...22-15
7 175-0206M | 1.75| , (2K o 06(0 o KGBASY...22-15 |G66
( , 0025 185-020GM [1.85| | 02 [ @ | @ o o/06 0 ¥ ierall =
PN Rgmggé( 200-020GM | 2.00 ) e o0 o KIGBA%...22 (ntemal) |(temd)| = K
— _ I/ &O| Y «Q
Molded Ch\pbreaker (@ —j:;[ ggg'ggggm 228 : : : : : : KGBAH/ 22 25T5
‘ g = 265-030GM | 2.65 3K ) KA IK) TS @
GM Chipbreaker KGBASY....22-25T5 =3
sl 300-030GM | 3.00 03 @ @ o o0 o ¥ 5 L
— 330-030GM [ 3.30 | 5.0 o o YK 3K 3K KIGBAY...22 (Internal) g|
R,
@ 350-030GM | 3.50 o0 o o|lo o &ggﬁs/t/--igfgs &
Ressel™
400-040GM | 4.00 04 @ @ dd B KIGBAY%...22 (Internal z
GBA437. 175-020MY [ 1.75 IO ® O |1/ [1/®® KgBAT. 2215 =M
185-020MY | 1.85 35 | o2 o0 ® O[] (K KGBASY,...22-15 Q@
e 200-020MY [2.00] © | & [ 2K ) o 0|[/[|[[/|®@® }
A 230:020M1Y | 2.30 (K] o o 0 :‘GBA/R---% (ternal) 2
o 4.0 oo 2 39
4 . e E*CW:EOH 250-030MY | 2.50 50 o o ® © *xi 83_’ N
‘ PERi== 265-030MY | 2.65 o ¢ o x2 =
Molded Chipbreaker 4@% E’LS{ 8 50 (3K XN ® *1 =
MY Chipbreaker B 300-030MY | 3.00 g:g 03 LB e el e e zf g .
4.0 o 2 -
?J’ “- 330-030MY | 3.30 50 e o ° *1 é
- 350-030MY | 3.50 KGBAY....22-35 _
5.0 bl bl S ® | ® |KGBASY,.22-35 I3
400-040MY | 4.00 04 e o e o ] ® | ® | (IGBA%...22 (Internal) 33 R
[ CDX shows available grooving depth. | Recommended Cutting Conditions @& G111 %S
* The edge width tolerance of GBA32%.050-005F:0.50 ‘3
% Applicable Toolholders _
1:KGBA"....22-25T5, KGBAS% ...22-25T5, KIGBA'...22 § T
2:KGBA"...22-25T5, KGBAS' ...22-25T5, KGBAW....22-25, KGBASY ...22-25, KIGBA'%...22 x
@ Rake Angle (o) after Installment a Insert Description @ Rake Angle (o) after Installment a Insert Description
of GBA-GM insert 10" | GBA437.150-020GM of GBA-MY insert GBA437.175-020MY
GBA43%.175-020GM 15° l
15° t GBA43%.350-030MY
GBA43%.265-030GM 14° | GBA43%.400-040MY
R aindicates the rake angle at the center of the edge width, after installing insert.
GBA43%.300-030GM
12° !
GBA43%.400-040GM

e

a indicates the rake angle at the center of the edge width, after installing insert. I Inserts are

I
@ : Std. Item | ; s :
[] : Deleted from the next catalog - f‘l'q TJ?P'_eEe_ t_>o_x§s_ S G7



Grooving

External

Internal

Face

G8

Grooving Inserts

[ | Appllcable Inserts P |Caton Steel/AloySies) @ | O |0 O © Classification of usage| &
M |Stainless Steel @0 O O @ :Continuous-Light Interruption | 2
(mm)| K |Cast Iron (@) O /1st Choice s
De ptio D N [Non-ferrous Metals @ | :Continuous-Light Interruption |9
GBA32_ 9.525 3.18 4.4 | S |Titanium Alloys ™ /2nd Choice %
GBA43_ 12.70 4.76 5.5 Hard Materials (~40HRC) e | O @) @ : Continuous / 1st Choice %—
GBA43%.480 12.70 5.00 5.5 H Hard Materals (40HRC-) (O:Continuous / 2nd Choice <%
MEGA S
Dimension (mm) MCEG?[CT?AX Cermet |COAT ’\(A;(%% PVD Coated Carbide | Carbide “g
o erme NANO Applicable =2
Insert Description PV7040[TN620| TN9O | PR1625|PR1215 |PR1115| PR905|PR930|KW10 Toolholders o
CW [CDX| RE 8
Handed Insert shows Right-hand RILIR|LIR|L|R|L|IR|LIRIL|R|L/R|LIRIL n
GBA32R  200-100R |2.00 1.00 e O (@ KGBAR...16
25 KGBASL...16
300-150R |3.00 1.50 o O (e KIGBAL...16 (Internal)
GBA43%. 100-050R [1.00| 2.0 |0.50|@|@ 000000 I @ ©®|® ® KGBAY....22-15
1500758 [1.50| , - [0.75/@|@® 0000000 ©0/ee KGBAS.22-15
ﬁ 200-100R |2.00| ° [1.00|@|@® 000006 ©eeeee «KacsAk..22 nmal
9N . 2501258 [2.50| , [1.25 o (eeee o000 G9
— i 300-150R |3.00| " |1.50 000000 00000 !
Full-R KGBAW....22-35 G11
RF : Sharp Edge 400-200R |4.00| 5.0 |2.00 o o000 © ®|® ® KGBAS':...22-35
Full-R (Round) KIGBA'%...22 (Internal)
L - . . . 1...22-15
1y GBA4ZT.100-050RF | 1.00| 2.0 |0.50 00 KGBA'....22-1 G66
150-075RF | 1.50 | , . [0.75 0 KGBAS*...22-15 |(ntera)
200-100RF |[2.00| ~*~ | 1.00 o0 KIGBA'...22 (Internal)
. 250-125RF | 2.50 1.25 o0
300-150RF | 3.00 4.0 1.50 ( J(J *2
KGBAY....22-35
400-200RF| 4.00| 5.0 |2.00 ( ] KGBAS'%...22-35
KIGBA'...22 (Internal)

‘ - CDX shows available grooving depth. ‘

% Applicable Toolholders

Recommended Cutting Conditions @ G111

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

. Appllcable |nseI‘tS P> |Carbon Steel/Aly Steel Classification of usage %
M | Stainless Steel @ : Continuous~Light Interruption %
(mm)| K |Cast Iron / 1st Choice S
De ptio D N [Non-ferrous Metals [ ) @:Continuous~UghtInterruption |9
GBA32_ 9.525 3.18 4.4 |8 |[mitanium Alloys M /2nd Choice %
GBA43_ 12.70 4.76 5.5 Hard Materials (~40HRC) @ : Continuous / 1st Choice %
GBA437/.480 12.70 5.00 55 H Hard Materials (40HRC-~) O ™Y (O:Continuous / 2nd Choice >
Dimension (mm) CBN PCD “3
. Applicable =
Insert Description KBN510 | KBN525 | KPD0O1 | KPDO10 Toolholders &
CW [CDX| RE 9
Handed Insert shows Right-hand R L R L R L R L 2
GBA32R  125-010 1.25 [ ] KGBAR...16
2.0 | 01 KGBASL...16
150-010 1.50 ( J [ } KIGBAL...16 (Internal)
GBA43%.  125-010 0.1 o O
125-020 125120 755 () ([ BK KGBAL..22-15 G9
(...22- l
1se0t0 | 0.1 ® 0 0 O Gamsio215 |y
ez 3.5 2/ ® ® ® @ KIGBA'...22 (Internal)
200-010 500 0.1 e 6 o o
edge vt 200-020 ' 2/eee|e G66
250010 050 0.1 o o oo (Internal
250-020 ' 40 |02 e [ e e *2
300-010 3.00 ’ 0.1 ® & o o
300-020 ' 02 @ |1 @ | @

\ - CDX shows available grooving depth. \

% Applicable Toolholders

Recommended Cutting Conditions @ G111

2:KGBAY....22-25T5, KGBAS':...22-25T5, KGBA"....22-25, KGBAS'%...22-25, KIGBA'%...22
GBA inserts applicable for KGBA / KGBAS toolholders and KGB / KGBS toolholders.
® Rake Angle (a) after Installment of GBA insert

GBA32%.000-000 GBA43%.000-000 GBA43%.000-000 R (Full-R)

a Insert Grades a Insert Grades a Insert Grades Full-R Description

TNG20,TN90,PV'7040,PR930 | O° KBN510, KBN525 qg0| TN620,TNGOPV7O4OPRISD | oonp sein
10%) PRI115PRI215,PRI05 TNG20,TC4ON, TN9O,PV7040 il PR il
KPDO001,KPD010 o : Ay TN620,TN90,PV7040,PRI30

, 10°| PR930,PR1115,PR1215,PR905 PR1715 PR1215 PRI0S 200R
KPDO001, KPD010 140 , ’
20° KW10 20" W10 KW10 050R~200R

.

| Inserts are
1 sold in 10 piece boxes
<

CBN & PCD Inserts are :
sold in 1 piece boxes |

Std. Item

[] : Deleted from the next catalog




- Lever Lock
External Shallow Grooving Toolholders

M KGBA =
DX @ Alternative Toolholder Reference Table § A
] . 4 o KGBA <= (KGB) f
ZD‘L % KGBA"L ..22-15 |KGB"L ...22-15 g_aj
LH LF KGBAT. ..2225 |KGBY. ..2225| 53 B
a KGBAL ..22-35 |KGB"L ...22-35 &
£ T
‘ KGB. ...22-25

N ) KGBAY. ..2225T5| .~ . o
Right-hand Insert for Right-hand Toolholder, (Available grooving depth has a imi)

$00L GOd % NEO
(@]

o Right-hand shown Left-hand Insert for Left-hand Toolholder. ST o e T KGB RGBS
. ort shank type Is not available for .
m
x
B KGBAS )
S\_)
2 @ Alternative Toolholder Reference Table
= w
x @ KGBAS <= (KGBS) g3 E
; 3=
=)
! | Wl 18 KGBASY. .25 | KGBSY ..2215| 3%
—i | KGBAS%. ...22-25 KGBS". ...22-25
I w
L ‘ B KGBASY. ..2235 | KGBSY. ..22:35| S F
— 20 «
R -
Left-hand Insert for Right-hand Toolholder, KGBAS". ...22-25T5 KGBS /L‘ 22 25
e Right-hand shown Right-hand Insert for Left-hand Toolholder. (Availtle grooving depth s ) g)
o
2
@ Toolholder Dimensions 3
Spare Parts
Stock Dimension (mm) Clamp Set | Wrench o H
i o)
Description Appl(lé:%bslejgzerts =
R|L H HF B LF LH WF | CDX =
g J
KGBA®L 2020K-16 ®® 20 20 20 125 25 3
5595M-16 e e o5 5 5 150 24 30 2.5 | LGBA-16%.S GBA32%. type «
2020K22-15 ® e 20 20 20 125 25.5 25 4.0 o
2525M22-15 ® 0 25 25 25 150 ) 30 ) = K
2020K22-25 ® e 20 20 20 125 25.5 25 45 g
2525M22-25 ® e 25 25 25 150 ' 30 i
2020K22-25T5 ®® 20 20 20 125 255 25 FT-15
2525M22-25T5 ® e 25 25 25 150 ) 30 5.5 LGBA-22%.S GBA43%. type 8
2020K22-35 ®® 20 20 20 125 255 25 . g L
2525M22-35 ® e 25 25 25 150 ) 30 g'
2020H22-15* [ ] 4.0 2
2020H22-25* [ 20 20 20 100 | 25.5 25 4.5
2020H22-35* [) 5.5 =z
KGBAS"Y. 2020K-16 ®® 20 20 20 125 25 =
SESErHe @ e 55 | 55 | 55 | 120 | 25 | 50 | 25 |LGBA16YS GBA32Ys type M
2020K22-15 ®® 20 20 20 125 o5 27 4.0
2525M22-15 ® e 25 25 25 150 32 . -
2020K22-25 ®® 20 20 20 125 o5 27 45 FT-15 § § N
2525M22-25 ® e 25 25 25 150 32 i oL . S&
2020K22-25T5 @ @] 20 | 20 | 20 | 125 | oo | 27 LGBA-22%S GBA43' type Sz
2525M22-25T5 ® e 25 25 25 150 32 55
2020K22-35 ® e 20 20 20 125 o5 27 :
2525M22-35 e 25 25 25 150 32

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

slied aledg l
L

uolnew.ou|
[eoluyoa)
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M External Grooving Toolholders KGBA Short Shank types are available

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

Xepu|
-

@ : Std. ltem
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External Shallow Grooving Toolholders

. KGBA-JCT (Coolant-through Holders) D

29

® Right-hand shown

CDX
w @
=

ans

&/ LF

G1/8
¢ f
oo T
MHD

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

@ Toolholder Dimensions

Spare Parts
Stock Dimension (mm) Clamp Wrench Plug
i ZEE Applcable Inserts
.@ ® G6-~G8
R|L| H |HF| B |LF |LH|WF CDXMHD E’ \/
=)
KGBAW. 2020K-16JCT ® ® 20 | 20| 20 25
2525K-16JCT @@ 25 | 25 | 25 24.0 55 25 1075/ SB-4085TR | FT-15 - GBA32%. type
2020K22-15JCT @ |@| 20 | 20 | 20 25 4
2525K22-15JCT (@ | @| 25 | 25 | 25 30
125 HSG1/8X8.0
2020K22-25JCT @ |@®| 20 | 20 | 20 25
2525K22-25JCT |@ @] 25 | 25 | 25 26.5 30 55 105 | SB-5085TR - LTW-20 GBA43"%. type
2020K22-35JCT @ |@®| 20 | 20 | 20 25 | 7
2525K22-35JCT @ @ 25 | 25 | 25 30

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

- KGBA-JCT Toolholder is Screw Clamp Type

- See Page G7 and G8 for Applicable Insert & Rake Angle (a) after Installment of Insert.
- Please see page H14 and H15 for piping parts of coolant-through holders.

@ : Std. ltem



External Shallow Grooving Toolholders [for GBA Insert] L SR

B KGB (will be switched to KGBA @ G9)

sepel) uasu|
>

4
Kl

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

LF ‘

Sasu] ojqexapu|
Buiuinp
os)

§00L G0d 3 NEO
(9]

leulalxg
O

B KGBS (will be switched to KGBAS @ G9)

N
d

é’
WF
‘ )
CDX
B
Buiuiyoepy
Sped |lews
m

LF

i El

Buuog
M

@
o
N
@ Right-hand shown ‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder. @
@ Toolholder Dimensions )
Stock Dimension (mm) Spare Parts ;°; H
Clamp Clamp Bolt Spring Wrench
_— S Applicable Inerts
Description & G6-G8 | =
RIL| H | HF | B LF | LH | WF |CDX \@' - g J
e g
«Q
KGB". 2020K-16 OlO] 20 | 20 | 20 | 125 25
2525M-16 |00 25 | 25 | 25 | 150 | 2 | 30 | 2 GBART type|
2020K22-15 [O/O| 20 | 20 | 20 | 125 255 25 40 = K
2525M22-15 | O|O| 25 | 25 | 25 | 150 ) 30 ) R . 3 a
2020K22-25 (00 20 | 20 | 20 | 125 | s | 25 | 45| o0 | BHeX25 | SP-6 R NN
2525M22-25 O|O| 25 | 25 | 25 | 150 | <> | 30 | * Ll IS
2020K22-35 (OO 20 | 20 | 20 [ 125 |, .| 25 | . =
2525M22-35 (OO 25 | 25 | 25 | 150 | ©>°| 30 | > o L
KGBSHL 2020K-16 OlO] 20 | 20 | 20 | 125 25 o
2525M-16 |O/O| 25 | 25 | 25 | 150 | 2° | 30 | 2P GBAS2: type
2020K22-15 (O|O] 20 | 20 | 20 | 125 o5 27 40 = -
2525M22-15 |O|O] 25 | 25 | 25 | 150 32 ) L g . =
2020K2225 (OO 20 | 20 [ 20 [ 125 | . | 27 | , CGBYa | BHeX25 |  SP-6 LW-4 BALA trne a
2525M22-25 |O|O| 25 | 25 | 25 | 150 32 | ™ " P
2020K22-35 OOl 20 | 20 | 20 | 125 o5 27 55 g
2525M22-35 O/O| 25 | 25 | 25 | 150 32 | 7 28 N
@y
E4°]

\ - CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert.\
- Clamp : KGB%. ... CGBR for Right-hand Toolholder and CGBL for Left-hand Toolholder.
KGBS". ... CGBL for Right-hand Toolholder and CGBR for Left-hand Toolholder.

syed aledg I
L

uonew.o|
leoluyoal
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-

KGB Toolholder KGBA Toolholder

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

O : Check Availability

G11
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Grooving Tools For Automatic

Lathe

/

GBF

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

Stable Chip Control with GL Chipbreaker

GL Chipbreaker controls chips stable at both grooving and turning.

(Turning is not recommended for GBF32R075-005GL)

Stable Chip Control

FO0EEY Chips are short, curled and break evenly in
low feed machining.
Prevents chip clogging.

Good Surface Finish

GL Chipbreaker controls chips stable at high feed machining,
Good surface finish of side wall

Surface Roughness Comparison (Internal evaluation)
10.0

M GL Chipbreaker
8.0 B Competitor A

6.0

4.0

Surface Roughness Rz (um)

2.0

0.02 0.04 0.06
f(mm/rev)

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

Chip Control Comparison (Internal evaluation)

GL Chipbreaker Competitor A
Grooving @ e & w -4
f=0.05 mm/rev
d=15mm e ® o o e C

Turning .o . 4w
4’ L 3— -
f = 0.04 mm/rev O
ap =0.2mm 3 N ¢ =
e LR TR

Cutting Conditions : V¢ = 80 m/min, Edge Width 1 mm

Workpiece Material : SUS304

Chip Control Comparison (Internal evaluation)

GL Chipbreaker

e = e L ]
a0 e s
& % * 2 .

P My o, et @
Competitor A e o Wy 2
i > ® -
(Molded Chipbreaker) L] ? & @
D o s+ e B
f=0.03 f=0.04 f=0.05




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

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

SapeIn) Lesu|
>

Coolant Hole

Ample supply of coolant to the cutting

Sasu] ojqexapu|
Buiuinp
o3)

edge Cutting Area Distance
Prevents coolant stream spreading (~10mm) :
. g C
which slows the coolant flow g
x
o Direction of Supply g D
i o

Sufficient coolant between the

chipbreaker and the chips m
Stable chip curls and sufficient

cooling of the insert

Buiuiyoepy
sued ([ews
m

g
z F

. ®

Excellent Chip Control 3

é'

Chip Control Comparison (Internal evaluation)

KGBF-JCT provided much better chip control with reducing chip clogging g H

S

o & a4

Q‘-{.‘f M ¥ % % \ 4
KGBF-JCT s 4 [ Ay @ . g g

i = o £

'@ % % ‘®i Q, ® Q

9
§ K

Competitor B @

: ® g
A N L

: e : : v ] 5

Chip clogging Chip clogging Chip clogging 8

[}

0.04 0.06 0.08 0.10

f (mm/rev) =

Cutting Conditions : Ve = 100 m/min, d = 2.5 mm, GBF32R200-010 PR1535, KGBFR1625H-16FJCT § M

Workpiece Material : TAB6400 (Ti-6Al-4V)  External coolant + Internal coolant (1.5MPa)  External Grooving

W Buiuing
10} S]001
=2

Superior Cooling Action Improves Tool Life

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

0.20

syed aledg I
)

Cutting edge condition

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

uoneuLIojU|
leoluyoal
=)

0.15

Wear (mm)
=]
IS
xapu|
-

Competitor B

0.05

0.00 . Fracture
0 15 30 45 60 75 90

Cutting Time (min)

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

G13



For Automatic Lathe External Shallow Grooving Inserts

. GBF I GBF-GL P | Carbon Steel / Alloy Steel ™ @) Classification of usage
M | Stainless Steel O [ J @ : Continuous-Light Interruption
K | Castlron () / 1st Choice
N | Non-ferrous Metals [ @ : Continuous~Light Interruption
(mm) S | Titanium Alloys () / 2nd Choice
Description (o] S D1 Hard Materials (~40HRC) @ : Continuous / 1st Choice
GBF32_ 9.525 3.18 4.4 H Hard Materials (40HRC~) O : Continuous / 2nd Choice
Dimension (mMm) |MEGACOAT|MEGACOAT|  Garbide . See
Insert Description ) PR1215 PI:RA‘IZZS GW15 _?Opﬁ)tilc%t:res Aﬁ%afglre
Handed Insert shows Right-hand CW | CDX RE R L R L R L oiho Toolholders
GBF32%/. 025-000F 025 | 06 . 0:00 O 6 6 6 o o
025-005 ) ) 05 ® ® ®© ®© & ©o
030-000F | ., 000 ®© ®© ®© ®© & ©
030-005 ) 0 005 e ®© 6 6 o o
033-000F++ 0.33 : 000 @ @ @ &6 & o
033-005 +«i| - 005 ® @ & &6 o o
043-000F > 043 | 10 | 0:00 ® 6 6 6 o ©o
043-005 +2| ) 05 ® ® ®© ®© & ©o
050-000F | ., 000 ®© ®© ®© ®© & ©
050-005 ) 005 ® ® ®© ® & ©
053-000F s 053 | 12 000 @ @ & &6 o o
053-005 s - : 0056 @ @ ®© &6 o o
065-000F 0.65 000 @ @ &© & o o
065-005 ) 05 ® ® ®© ®© & ©o
075-000F | . 000 ®© ®© ®© ®© & ©
075-005 ) 005 ® ® ®© ® & ©
080-000F 0.80 000 @ ®© ®© ®© & ©
080-005 ) 0056 @ @ ®© &6 o o
095-000F 0.95 000 @ @ @ & o o
095-005 ) 05 ® ®© ®© & & ©o
2 100-000F | . 000 @ ®© ®© & & o
3 100-005 ) 005 ® ® ®© ® & ©
(% 110-000F | . . | ,, | 0.00 e ®© 6 6 o o
110-005 ) ) 056 @ @ ®© &6 & o
120-000F 120 000 @ © @ &6 o o
120-005 ) 005 ® @ & & o o
External 125-000F 000 @O @O/ ®@ @@ ©®
125-005 1.25 005 ® ® ®© ® & ©
Internal 125-010 0 0 @/ ® & @& e
130-000F 000 @ ®© ®© & © :
Face 130-005 1.30 0056 @ @/ ®© & o A
130-010 o1 0e/®e/e oo e g‘*?;ﬁ;;;fg G15
140-000F 000 @ @ © &6 o o KE;IBFSR/ 16 G16
140-005 1.40 0056 @ @O @@ @ @ KGBF? L{gFJCT G17
140-010 0 0 @/ ®© & @& e
145-000F 000 ®© ®© ®© & & ©
145-005 1.45 0056 @ @ ®© &6 o o
145-010 07 0.1 ® &6 6 6 o o
150-000F ) 000 @ ®© ®© & & ©o
150-005 1.50 05 ® ® ®© ®© & ©o
150-010 ol @ @ &6/ 6 & o
165-000F 000 ®© ®© ®© ®© & ©
165-005 1.65 056 @ @/ ®© &6 & o
165-010 0.1 ® &6 6 6 o o
170-000F 000 @ @ &© & o o
170-005 1.70 05 ® ®© ®© ®© & ©
170-010 0l @ @ &6/ &6 & o
175-000F 000 ®© ®© ®© ®© & ©
175-005 1.75 005 ® ®© ®© ®© & ©
175-010 0.1 ® &6 6 6 o o
200-000F 000 @ @ &© & o o
200-005 200/ 30 | 005 ® © © © 06 O
200-010 0.1 O @6 6 6 o o
225-005 205 005 ® ® ®© ® & ©
225-010 ) 0l @ @ 6/ &6 & o
250-005 250 0056 @ @/ ®© &6 o o
250-010 ) 0.1 ® &6 6 6 o o
300-005 3.00 05 ® ® ®© ®© & ©
300-010 ) 0.1 O 6 6 6 o o
GBF32R 075-005GL| 0.75 | 2.0 | 0.05 | @ [ ]
095-005GL| 0.95 | 20 | 005 | @ [ )
100-005GL| 1.00 | 2.0 | 0.05 | @ [ J
150-010GL | 150 | 2.7 | 0.10 | @ [
200-010GL| 200 | 3.0 | 0.10 | @ (]
300-010GL| 3.00 | 3.0 | 0.10 | @ [
e e aeroe 1o Recommended Cutting Conions ® G112
*3 Edge width tolerance of GBF32%/.053-000F/005 : 0.53"0%: @ : Std. Item

Inserts are |
G‘l 4 . sold in 10 piece boxes ]



For Automatic Lathe External Shallow Grooving Toolholders [for GBF Inserf] ECONICIaNE

B KGBF-F (without offset) =
: A
Clamp screw can also be operated from this side. §
|| §E,
S | iB
Y N - o L;L [} m go
& [l @
i {’ i g
& CDX 2
] . - g C
& LH g
| |
[l m
I % 1 1 T 5 D
L ¥ H
[ i o
I =
2 85 ¢
@ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder. é E
%]
@ Toolholder Dimensions @ E
. . Spare Parts 2
Stock Dimension (mm) P — -
Description ®
& 3
R | L |H=HF | HBH | B=WF | LF LH | *CDX = &
E E
KGBF?%. 1010JX-16F  ® | @ 10 4 10 o
1212JX-16F | @ | ® | 12 2 12 z H
120 18.5 3 SB-4070TRW FT-8 =
1616JX-16F | @ | @ 16 - 16
_|
2020JX-16F | @ | @ | 20 - 20 3 J
* CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert. App|icab|e Inserts ® G14 §-
9
M S-KGBF (External Sleeve Holder) £ K
«Q
15
2’| %)
‘ =]
o
3L
e —— \
) N :d
LF H £
5 g Em
s ‘
LELt WaY / : ] gg
i — NS gz N
2 4]
2
o | eft-hand shown ‘ Right-hand Insert for Left-hand Toolholder.

Note 1) CDX shows available grooving depth.

syed aledg I
L

@ Toolholder Dimensions

Stock Dimension (mm Spare Parts 3§
imensio ( ) Clamp Screw Wrench gg R
Description A
=Y
L DCON LF WEF DN HDD H E _
g T
S16F-KGBFL16 { 16 85 15 15 =
S19G-KGBFL16 ] 90
S19K-KGBFL16 ] 19.05 120 6 18 o7 17
S20G-KGBFL16 ] 90
S20K-KGBFL16 ° 20 20 19 18 SB-4070TRW FT-8
S22K-KGBFL16 ( 22 21 20
$25.0H-KGBFL16 | @ 25 100
S25K-KGBFL16 { ] 25.4 120 10 24 82 23

@ : Std. ltem Applicable Inserts @ G14

G15
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Face

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

M KGBFS

&)

A

20“
W

e Right-hand shown

WF

CDX

LF

LH

HF
==

HBH

e

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

@ Toolholder Dimensions

. . Spare Parts
Stock Dimension (mm) Clamp Sorew o m—
Description
)
R| L |H=HF| HBH | B | LF | LH | WF |CDX* E’
KGBFS%. 1010JX-16 e o 10 4 10 15
1212JX-16 e o 12 2 12 120 14 16 3 SB-4070TRW FT-8
1616JX-16 e o 16 - 16 20

*1 CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert.
Please check cautions on G17 for the maximum workpiece diameter.

G16

Applicable Inserts @ G14

@ : Std. ltem



Screw Clamp

. KGBF-JCT (Coolant-through Holders)

sepel) uasu|
>

MHD2

3-Rc1/8 MHD

— VI

LF

Sasu] ojqexapu|
Buiun
os)

§00L 00d B NEO
(@]

leulalxg
O

Buiuiyoepy
Sped |lews
m

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

@ Toolholder Dimensions

Buuog
M

. . Spare Parts
Stock RISy (mm) Clamp Screw Wrench Plug
P o
Description 3
=
R | L [H=HF|HBH| B | LF |HBL| LH | LN | WF |CDX*|MHD MHD2 E‘ =
«Q
KGBFR 1220H-16FJCT| @ 12 115|120 |100| 20 |20 | 28 | 12 | 3 | 35 | - o
c
SB- s H
1625H-16FJCT | @ 16| - |25 ]100| - |20 | 40 | 16| 3 | 25| 46 4070TRW FT-8 GP-1 =
2025H-16FJCT | @ 20| - | 251|100 - |20 |40 | 20| 3 | 25 | 46 4
>
*1 CDX shows the distance from the toolholder to the cutting edge. Available Groove Depth : "CDX" of Insert. § J
Please see page H14 and H15 for piping parts of coolant-through holders. g‘
«Q
. o
@ Cautions N K
Machining at 3mm groove depth g'
Compatibility with GBF and GBA — -
GBF will fit KGBA / KGBAS toolholders m) 8
Caution : The maximum groove depth for KGBA / KGBAS toolholders is 2.5 mm E L
GBA inserts will also fit KGBF-F toolholders é
Caution : The rake angle after installation in the toolholder is 11°
KGBF-F toolholder with GBF Insert Maximum Machining Diameter — § M
>
«

3 mm groove depth is available on workpiece diameters up to g51mm | Interferes at over
. . . . diameter g51mm
2.7 mm groove depth is available on workpiece diameters up to 100mm, ,
2.5 mm or less groove depth is available on workpiece diameters up to 2200mm /
The workpiece will interfere with the holder at maximum cutting P

diameters or larger. _—

W Buiuing
10} S]001
=2

uonewio| 11
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G18

External Shallow Grooving Toolholders [for TGF Insert]

. KTGF-F (without offset)

> 2-5) * *Clamp screw can also be operated from this side.
A —/; | I
1 om
Y =1 5 I v
2t | LH = >
a
a Insert Grades :! " _
.| PR1115, PR1215 A I A
20 PR930, KW10 N @ 3 I I,
11° KPD0O1 AV7A — T N
6 TC40N A2

® Right-hand shown

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

a Insert Grades

20° PR1115, PR1215
PR930, KW10

11° KPDO0O01

6° TC40N

® Right-hand shown

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

> (2.5)

A \ Y
w | @
2 : Y

A4 dIND

! 2 LF
a LH
_| [ —
— A
o \NO .
Y Y Y
i

@ Toolholder Dimensions

. . Spare Parts
Stock Dimension (mm) Glamp Sorew | Wrench
Description
RILl H HBH HF | B | LF | LH |WF g A §
KTGF"L 1010JX-16F (@@ 10 | 2 | 10 | 10 10
1212JX-16F @@ 12 12 | 12 [ 120 |18.5| 12 SB-4070TRW| FT-8
1616JX-16F (@ @ 16 16 | 16 16
KTGF?. 1212F-16F (@@ 12 | - | 12 | 12 | 85 |18.5| 12 SB-4070TRW| FT-8
KTGF?. 1010F-16 @®® 10| 4 | 10| 10 | 80 12
1212H-16 ®@® 12 | 2 | 12| 12 |100|185| 16
1616H-16 o0 16 16 | 16 | 100 20 SB-4070TRS | FT-10
2020K-16 00 20 20 | 20 | 125 20 25
2525M-16 00 25 25 | 25 | 150 32

® KTGF-F / KTGF Selection Reference

Q:
A

When is it recommended to use "Without Offset" of KTGF-F toolholders for external grooving?
:When operating the automatic lathe, the toolholder comes very close to the chuck.

In such cases, the "With Offset" toolholder sometimes interferes with the chuck due to the large gap
between B and WF dimensions as shown below.
It is necessary to use “Without Offset” in such cases.

Dimension WF

No gap

Dimension B

KTGF-F (without offset)

Large gap

Dimension WF

Dimension B

\
KTGF (with offset)

@ : Std. ltem



Screw Clamp

. S-KTGF (Sleeve Holder)

g
5 12 i; A
2
\ ‘ 2
; =2 B
- LF a Insert Grades g
TT"’ - s 00| PR1115, PR1215 ”
. o g : PR930, KW10 g
s Bl | ik KPDOO1 5 C
&l | ‘ 6 TC40N S
® | eft-hand shown Right-hand Insert for Left-hand Toolholder. m
Note 1) CDX shows available grooving depth. 5 D
3
@ Toolholder Dimensions 2
. . Spare Parts z®
3
Stock Dimension (mm) Clamp Screw|  Wrench § 5 E
Description @) é g
L | DCON LF WF DN HDD H v % @
vs)
S12F-KTGFL16 [ ] 12 80 11.0 11 %_ F
S14H-KTGFL16 [ ] 14 100 13.0 13 Q
S15F-KTGFL16 ( J 15.875
14, 1
S16F-KTGFL16 ® 8 3 ® - ° o
S19G-KTGFL16 ® 90 2
19.05 17.6 17 SB-4070TRS| FT-10
S19K-KTGFL16 D) 120 @
S20G-KTGFL16 ( J 90
2 18. 1
S20K-KTGFL16 ° 0 120 86 8 2
$25.0H-KTGFL16 o 25 100 S
1 23. 7 2
S25K-KTGFL16 ® 254 120 0 36 8 3
3
3
. App“cab'e |nserts P |Carbon Steel / Alloy Steel o @) @) Classification of usage ;-,-. J
M |Stainless Steel [ ] @) () @ : Continuous~Light Interruption | 2
K |[CastIron (") / 1st Choice
(mm) N  |Non-ferrous Metals () @ | O : Continuous-Light Interruption g K
E——— 7 A S S |Titanium Alloys o / 2nd Choice é
escription 1 . Hard Materials (~40HRC) o o | O @ : Continuous / 1st Choice
TGF32_ 9.525 3.18 4.6 Hard Materials (40HRC~) O : Continuous / 2nd Choice|  ¢n
o
Dimension (mm) (Cermet| 56~ | F\D e |Carbide| PCD w | & |
; =
Insert Description TC40N|PR1215|PRo30/PR1115[KW1o|KpDon1| APPlicable | pagtr | g
CW |cDX| RE Toolholders | Apicable | @
Handed Insert shows Right-hand RIL|R|LIR|L|R|L|{R|L[R|L Toolholders
TGF327.033-005 | 0.33 | 0.8 | o @ | |® Em
050-005 (050 1.2 | " @ |eoel®ee ] @ @
075-010 | 0.75 e o000
095-010 | 0.95 o eooe0 | @ =
Q0025 100-010 | 1.00 o 0000 o 28 N
REIL o g 120-010 | 1.20 0 O )
o 125-010 [1.25| 2.0 o eoe0e |@® ="
-2 140-010 | 1.40 0.1 o0 O @
38- 145-010 | 1.45 o eo/0e [ KTGF'L..16F | 1ol 3 P
150-010 | 1.50 [ ) o000 0 KTGF%....16 G19 3
175-010 | 1.75 [ ) o000 ! [ ) S...KTGF%-16 &
200-010 | 2.00 o5 e o000 (O 5
250-010 [2.50 | o eooo0e0 ] (@ gg R
TGF32%.125-010 | 1.25 Y g.g-
2.0 o
] 150-010 | 1.50 0.1 °® B
] 125-150 LE=1.7 [S] 200-010 (2.00| 2.5 o e
T-edge 200 LE=1.9
[- CDX shows available grooving depth. | Recommended Cutting Conditions @ G113
® St lom O Insertsare | CBN&PCDInsertsare |
O Deléted from the next catalog - fo_lci |_n_1(_)P|_e<_:e_t:o_x_es_ -- _: - _sglij _m_1_;2|?c_e_bf»_(e_s_ - _; G1 9
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Face

G20

KGD Grooving

M Features

:,z‘i' Various insert lineup

@Smooth chip control
» Newly-introduced chipbreakers designed to cover a variety of workpiece materials.

@High precision edge preparation
» High precision molding technology with tolerance x0.03mm (Edge width 2, 3, 4mm types)

@Highly-reputed MEGACOAT technology

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

@ Application Map @ Chipbreaker Selection
Grooving and Turning Application
High A
High Feed
PH

g e External Grooving

w

£ GM Low Feed Carbon Steel

§ . Non-ferrous Metals ‘Alloy Steel

Stainless Steel
Low > Low rigid material
Low Feed Rate High * *
Low Cutting Force Low Feed General purpose High Feed Copying
GS GL GM PH CM

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

GM Chipbreaker Competitor A Competitor B
Smooth chip control

¥

Less chip biting troubles

@Features of MEGACOAT @ Wear Resistance Comparison
\ [ 020 .
40 Cutting Conditions : c titor C PR1 225 L]
Ticé EGACOAT o g et / orpeter 1st choice for cut-off, grooving and
F o o ) g% [| z-zomm turning
% TiCN : § I=0.1mm/rev Com@r‘D
g o | PR1215:
8 ” § 00 compatire PR1215 With §uperior wear resistance, recommend.efi for
’ grooving and cut-off under the stable conditions
as well as machining of cast iron.
0 200 400 600 800 1,000 1,200 0.00

20 40 60 80 100
Cutting Time (min)

o

Oxidation temperature ("C)



ol

* Toolholder

Integral Type ® G24 Separate Type® G30

@High rigidity separate type toolholder
» 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.

@ Toolholders for High Pressure Coolant ®G26

Added coolant-through holder KGD-JCT with - Toallelalar
superior chip control and long tool life

M Structure of toolholder unit (Toolholder + Blade)
@KGD-S (0° Separate Type) ® G30 @KGDS-S (90° Separate Type)®G31

Insert Clamp Screw

. Blade Fixing Screw

Blade

Toolholder

Blade
Toolholder
* Note for the toolholder and blade combination * Note for the toolholder and blade combination
of 0° Separate Type of 90° separate type
Toolholder (KGD*. OOOO-C) Toolholder (KGDS%¥. OOOO-C)
+ +
Blade (KGD®.-OTOO-C) Blade (KGD"%-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.
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Inserts for Grooving and Cut-off

. P | cCarbon Steel /Alloy Steel| @ | O @ | O
. GDM I GDMS I GDG Classification of usage M | Stainless Stee! e OO
[ ) Contlinuous{light Interruptlion/1st Choioe E ﬁz:t_fl:;us Vetals o o é
© : Contmuqus~L|ght\merrupnon/ 2nd Qhowce 8 | Tl Y o 5 _8
@ : Continuous / 1st Choice : ==
O : Continuous / 2nd Choice | H el B O g‘: 8
Hard Materials (40HRC~) ol
Lo
Dimension (mm) Cermet | MEGACOAT| Carbide § §
- s
Insert Description cw S g § § E 0 <C(L
REINSL, S | € |2 |2 = 2|2
Tolerance F F E E| E|O
GDM 2420N-020GM | 2.4 0.0 e & 6 o o
3020N-020GM 3.0 ) e & o6 o o G24
3020N-040GM | ™ +0.03 0.4 ®e 6 6 o o .
4020N-020GM =02 oo o0 |0 G31
4020N-040GM | 4.0 0.4 20 | 43 e & 6 o o
_ ' 4020N-080GM 0.8 ’ e & o6 o o
2 5020N-040GM | . 0.4 e o o o o G2a
5020N-080GM | ™ 10,04 0.8 ® (1 @6 & o G30
6020N-040GM | | 0.4 oo o (0|0 Ga1
2 6020N-080GM | 0.8 e & o o o
§ General purpose 8030N-080GM | 8.0 |+0.05| 30 | 55 ( 2K BK ) G24
2 . GDMS 2220N-020GM | 2.2 0.2 ®e 6 6 o o G24
2 Egjg 3020N-040GM | 3.0 |:0.08| - , o (/e o0 ah1
g ’ INSL ES 4020N-040GM | 4.0 12043 ©@ @ @ 0 O
© " = 5020N-080GM | 5.0 o (1 e o o G24
= +0.04| 0. G30
i e 6020N-080GM | 6.0 | *00% 08 o oo |0 G31
o) GDM 2420N-020GL | 2.4 0.0 e & o6 o o
= 3020N-020GL | , ' e 6 6 o o G24
8 3020N-040GL "~ |£0.03| 0.4 e & o o o t
S 2 4020N-020GL | , 0220|431 ®@ ©® © © © G31
4020N-040GL | — e (1 & @& o
5020N-040GL | 50 | . | 0.4 e 6 o o o ggg
Externa Low Feed 6020N-040GL | 6.0 | e [ 6 o6 o G31
nermal GDG 2520N-020GS | 2.5 ® 6 6 o o o G24
3020N-020GS | 3.0 0.2 ® 6 6 o o o .
T 3520N-020GS | 3.5 O [ 000 O,
3 4020N-040GS | 4.0 |0 02 20143 9 @@ ©@ @ ©®
s 5020N-040GS | 5.0 04 e o6 6 0o o o g%g
6020N-040GS | 6.0 ' ® [ & & O O G31
8030N-040GS | 8.0 30 |55 @[] ®@ ®© © o  G24
o GDM 3020N-150R-CM | 3.0 15 e o6 o o o G24
g +0.03 20 !
§ 4020N-200R-CM | 4.0 2.0 43 e &6 o6 o o G31
g 5020N-250R-CM | 5.0 25 e e o @ @ G24
2 +0.04 *0q G30
6020N-300R-CM | 6.0 3.0 e [ & @& o G31
GDM 2020N-020PH | 2.0 0.2 e o o
.| 3020N-030PH | 3.0 |+0.03 20 o o o
2| g 0.3
S | 7 ignFosd 4020N-030PH | 4.0 i3 o o o G24
% GDMS 2020N-020PH | 2.0 0.2 e o o G31
R 3020N-030PH | 3.0 |+0.03 0.3 20 e o o
e 4020N-030PH | 4.0 ' e o o
*GDM50/60-CM differs from other descriptions in length (INSL) to avoid interference of a toolholder with workpiece. Recommended Cutting Conditions ® G34, G35
@ Inserts Identification System
(2) Tolerance Symbol (4) Edge Width (6) Hand of Tool (8) Chipbreaker Symbol
M : M Class 20 :2mm N : Neutral GM : Grooving and Tuming| CM : Copying
G : G Class 30 :3mm GL : Low Feed PH : High Feed
I 40 : 4mm GS : Low Cutting Force | NB : Without Chipbreaker
| (M [$][30] [20] [N] - [040 [GM]
| 1 1 1
[ ()Series | (3) No. of edge (5) Insert Length (7) Corner-R(RE)
No Indication : 2-edge 20 : 20mm 020 : 0.2mm
S : 1-edge 30 : 30mm 040 : 0.4mm
150R : 1.5mm (Full-R)

_____________________

| Inserts are sold in

Gzz :\ 10 piece boxes

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



Inserts for Grooving

. GDGS (CBN / PCD) Classification of usage : Car.oon ELUGI ) 2
M Stainless Steel e
K Cast Iron @ g A
@ : Continuous-Light Interruption / 1st Choice| N | Non-ferrous Metals [ o g
@ Continuous-Light Interruption / 2nd Choice | S| Titanium Alloys [ ) 5 % 5
@ : Continuous / 1st Choice H Hard Materials (~40HRC) =< | 2.
O : Continuous / 2nd Choice Hard Materials (40HRC-) | @ %§ s B
Sintered Steel [ ) Q“_s o g
MEGA 89| 5
Dimension (mm) COAT|CBN|PCD| » 2 2
CBN 2| 3 C
| Descripti = g
nsert escription cw § E 5 < g
RE |INSL| S LE | = | 2 | &
Tolerance SN NORNS y
CBN f GDGS 2020N-020NB| 2.0 0.2 e o o ;53 D
T S 3020N-020NB 30 0.2 ® | Gg2a -
INSL RE 3020N-040NB 0.4 ® o t 5%’
2 = 48 4020N-020NB| |, 02 @ |G31| 52 p
g Pep T 4020N-040NB| "~ |+0.03| 04 | 20 | 43 | 29 @ © §§
1G] e 0 @
=T = 5020N-020NB 50 0.2 [ J 624
INSL&L-WRE 5020N-040NB 0.4 ® o G30 o
o 6020N-020NB| _ 0.2 ®|ca| & F
tredge Y 6020N-040NB| 0.4 ® [
Recommended Cutting Conditions @ G34, G35 o)
o
o
¥ Note for the toolholder and insert combination of KGD (new) and KGM (conventional) =
@Insert setting angle for grooving toolholders -
New Insert Conventional Insert o)
KGD: 0° Conventional tools KGM : 5° GDM GMM g H
¥ 2 2 } :
New Toolholder Conventional Toolholder =3
KGD KGM @
Installing conventional inserts to the new toolholder is not recommended. o
= K
«Q
1
g
g L
7]
£
=M

uonew.o| M Butuing
eouyoe  SHEd ereds 10} S|001
=1 o 2

xepu|
-

@ : Std. ltem " CBN&PCDInsertsare |
[ : Deleted from the next catalog R ’
| sold in 1 piece boxes } G23



Toolholders for Grooving and Cut-off

. KGD (Integral Type)

CDX
22 o
L ©
j }
LH
} ;
| =
KGD?%.1216JX-3T06 i LLT é\ :]:
@ KGD?%.1216JX-4T06 I T
shows above figure
‘L‘E .
*Right-hand shown
® Toolholder Dimensions
5 ; Spare Parts
a 2 Stock Dimension (mm) Eg%mﬁth
£ _g,\ (mm) Clamp Bolt| Wrench
= §§ Description S
B |o—
§ é RIL| H HF |[HBH| B LF | LH |HBL| WF |CDX [MIN. |MAX. §
g =
KGD%. 1616H-2T06 ® ® 16 | 16 | 40 | 16 | 100 |27.7|28.0|15.2 HH5X16
6 2020K-2T06 ® @® 20 | 20 ) 20 | 125 08.0| - 19.2| 6
2525M-2T06 ® O 25 | 25 25 | 150 ’ 24.2 HH5X25
o KGD¥. 1616H-2T10 ® ® 16 | 16 | 4.0 | 16 | 100 |30.2|30.5|15.2 HH5X16
= 5 | 10 2020k-2T10  [@ @] 20 | 20 [ [ 20 [125[ | ~[192) 10 |, |, LWed
8 2525M-2T10 ® @ 25 | 25 25 | 150 ’ 24.2 ’ ’ HH5X25
(0] KGD?. 1616H-2T17 ® ® 16 | 16 | 4.0 | 16 | 100 |31.2|31.5|15.2
2012K-2T17 [ 2K ) 12 11.2 HH5X16
17 2020k2117 @ @ 0 | 20| . |20 ' 325| - [192 V7
External 2525M-2T17 | @ |@| 25 | 25 25 | 150 24.2 HH5X25
KGD?. 2012K-24T17 @ | @ 12 11.0
Internal 2.4 | 17 2020K24T17 | @ | @ 20 | 20 - 20 1251325 - 19.0 17 | 2.4 | 3.0 | HH5X16 LW-4
Face KGD%. 1216JX-3T06 @ @ | 12 12 | 2.0 16 120 | 19.5| 19 148 SE-50125TR| LTW-20
6 1616H-3T06 ® @® 16 | 16 | 4.0 100 | 27.7|28.0 ’ 6 HH5X16
2020K-3T06 @ ® 20 | 20 ) 20 | 125 080! - 18.8
2525M-3T06 ® 0 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 ) 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 | 40| 16 [ 100 |34.2/34.5|14.8
2012K-3T20 [ AN ) 12 10.8 HH5X16
20 2020K-3720 | @ | @ 20 | 20 - 20 1251345 18.8 20
2525M-3T20 ® 0 25 | 25 25 | 150 |35.5 23.8 HH5X25
6 | KGDY. 1216JX-4T06 @ @ | 12 12 |20 | 16 |120|19.5| 19 |143| 6 SE-50125TR| LTW-20
10 KGD?. 2020K-4T10 @ @ | 20 | 20 20 | 125 305 18.3 10 HH5X16
4 2525M-4T10 ® O 25 | 25 25 | 150 ’ 23.3 40150 HH5X25
20 KGD¥. 2020K-4T20 ® ® 20 20 - 20 (1251345 - |18.3 20 ’ ) HH5X16 LW-4
2525M-4T20 @ @ | 25 | 25 25 | 150 |35.5 23.3 HH5X25
25 | KGD?Y. 2525M-4T25 |@ @ | 25 | 25 25 | 150 |40.5 23.3| 25
10 KGD?. 2020K-5T10 ®@ ® 20 | 20 20 | 125 30.5 17.8 10 HH5X16
2525M-5T10 ® @® 25 | 25 25 | 150 ) 22.8
5 KGD?. 2020K-5T17 ® ® 20 | 20 - 20 | 125 - |17.8 5.0 6.0 LW-4
17 252505T17 | @ | @ 25 | 25 25 150>/ 208 7 HH5X25
25 | KGD?. 2525M-5T25 ® @ 25 | 25 25 | 150 | 40.5 22.8| 25
15 | KGD?. 2525M-6T15 ® @® 25| 25 25 | 150 |32.5 224 15
6 30 KGDY. 2525M-6T30 |@ |@| 25 | 25 | ~ | 25 [ 150|455 204 30 | 00|60 HHSX25 LW-4
KGD?. 2525M-8T25 @ ® 25 25|70 | 25 | 150 44.2122.0
8 | 25 3232P-8T25 o e 32 3 . 35 1170 43.3 - 129.0 25 | 8.0 | 8.0 HH6X25 LW-5

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.) Applicable Inserts @ G22, G23
2. Recommended tightening torque of clamp bolt : 6.5N+m (HH5XOO), 8.0N*m (HH6X25), 2.5N-m (SE-50125TR)
3. Above toolholders are applicable to Cut-off, too.

@ : Std. ltem

G24



. KGD (Integral Type for Automatic Lathe Edge Width : 2.0~4.0mm é
] yp 9 g
e A
w 5
2 | o<
Insert Setting Angle Insert Setting Angle % LH %g B
PR E
/ Q
’ :
1 |
KGD'/.1616... L fAM - /| 8 C
KGDRP/2525... VAN O g
N\ =i @
$ o
) S T LF m
*Right-hand shown 5 D
B
® Toolholder Dimensions =0
o
i Spare Parts SE
Stock| Cutting Dia. Dimension (mm) Angle Edgve iy E 33 E
CW(mm) | Clamp Screw Wrench 3z
Description
R|L|CUTDIAl H | HF |HBH| B | LF | LH | WF (GAVP|MIN.MAX| / / g F
=}
«
KGDW. 1010JX-2 0 20 10 10 10 120 18 9.2
1212F-2 o0 2 85 o (0]
1212JX-2 o0 24 12 12 12 20 195 | 1.2 | 1 SB-40120TR LTW-15S é,
1616JX-2 o0 32 16 16 16 24.5 | 15.2 2.0 | 3.0 a
2012K-2D34 (@ | @ 20 20 12 1.2
2020K-2D34 @ @ 34 20 | 125 | 32,5 | 19.2 | 0° HH5X16 LW-4 o H
2525K-2D34 (@ | @ 25 25 25 24.2 g
KGD%. 1010JX-2.4 0 20 10 10 10 120 18 9
1212F-2.4 o0 2 85 |
24 12 | 12 12 19. 1| 1° B-40120TR LTW-1 =z
1212JX-2.4 o0 9.5 SB-40120 58 3 J
120 o
1616JX-2.4 @ @ 32 16 | 16 16 245 | 15 2.4 3.0 2
2012K-2.4D34 @ @ 20 20 ) 12 1
2020K-2.4D34 @ @ 34 20 125 | 325 | 19 | 0° HH5X16 LW-4 o
2525K-2.4D34 | @ | @ 25 | 25 25 24 £ K
«
KGD%. 1212JX- . . .
i 1212JX-3 @@ 24 | 1212 ] 2 | 12 195 | 10.8 30| op 40120TR LTW-155
1616JX-3 o0 32 16 16 16 120 | 24.5 14.8 ®
1616JX-3D38 @ @ 38 29 ' = L
1913K-3038 | @@ 19 | 19 13 | 125 18| . g
2012JX-3042 |@ @] 42 31 3.0 @
- . : E-50125TR LTW-2
2012JX-3D51 @ | @| 51 20 20 12 120 36 108 4.0 S 0 =
2020JX-3D42 @ @ 42 20 31 18.8 % M
2020JX-3D51 |@ | @ 51 36 ' @
2525K-3D51 o0 25 25 25 125 | 415 | 23.8 | 0° HH5X16 LW-4
Note) 1. 4mm width Insert cannot be installed in KGDY.1212JX-3 Applicable Inserts @ G22, G23

W Buiuing
10} S]001
=

2. Recommended tightening torque of clamp screw : 2.0N-m (SB-40120TR), 2.5N-m (SE-50125TR), 6.5N-m (HH5X16)
3. When machining the material greater than @36mm with KGD"....-3D38, KGD"....-3D42 or KGD"....-3D51 toolholders, please use 1-edge inserts.
Maximum cuttinng diameter for 2-edge inserts is 36mm.

(7]
kel
o . o
@ Toolholder Identification System y— s p
CUTDIA é
38mm

I
D38 (Integral Type for Automatic Lathe)

uonew.o|
[ealuyoa)
=)

KGD R 1616 |JX - 3
T 06 (Integral Type)
| | | | 5
Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts I § T
R: Right-hand GDM / GDMS e Cpin e
X 16 x 16mm 120mm
L : Left-hand 3~4mm
06 : 6mm
R 2020 X - 3 T 1 0 S (Separate Type / Unit Description)

KGDS : ! : !

Toolholder Hand Shank Size Toolholder Type | | Applicable Inserts Max. depth of cut

R : Right-hand " .- GDM / GDMS .

L : Left-hand 20 x 20mm Unit Description 3-4mm 10 : 10mm

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

. KGD-JCT (Coolant-through Holders)

- ﬁj L§L EJ CDX o
°
i
4 L LH LH
4 |
] e = /] :
L 1 ERE:
o [ ==o
4 ‘ !
MHD |
G1/8 LF The above figure shows KGD"/12020K...
*Right-hand shown
@ Toolholder Dimensions Pressure Resistance : ~15MPa
5 . Spare Parts
13 . : Edge Width
£ |5 Stock Dimension (mm) CW (mm) | Clamp o -
Elsg Bolt 9
c |la Description
5 |8 @D
< | X R|{L| H |HF| B | LF | LH | WF |CDX|MHD|MIN. MAX. =S| N
= = =
6 KGD?. 2020K-3T06JCT | @ | @| 20 | 20 | 20 315 18.8 6 96.2 HH5X16
2525K-3T06JCT | @ (@ | 25 | 25 | 25 7 123.8 96.5 HH5X25
2020K-3T10JCT | @ (@ | 20 | 20 | 20 18.8 94.2 HH5X16
o 810 2525K-3T10JCT | @ | @ | 25 | 25 | 25 | 120 |340538] 10 1945/ 30 | 40 "ppsxes | LW+ HSGUEXE0
£ 20 2020K-3T20JCT | @ @ | 20 | 20 | 20 38.0/18.8 20 90.2 HH5X16
3 2525K-3T20JCT @ | @ | 25 | 25 | 25 39.0|23.8 89.5 HH5X25
© 10 KGD. 2020K-4T10JCT | @ |@ | 20 | 20 | 20 34.0 18.3 10 94.2 HH5X16
2525K-4T10JCT | @ (@ | 25 | 25 | 25 "7123.3 94.5 HH5X25
External 4 20 KGD?. 2020K-4T20JCT | @ | @ | 20 | 20 | 20 | 125|38.0|18.3 20 90.2| 4.0 | 5.0 | HH5X16 | LW-4 |HSG1/8X8.0
2525K-4T20JCT | @ (@ | 25 | 25 | 25 39.0/23.3 89.5 HH5X25
Internal 25 | KGD. 2525K-4T25)CT | @ |@ | 25 | 25 | 25 44.0123.3| 25 |84.5
Please see page G27 for piping parts of coolant-through holders. Applicable Inserts @ G22, G23
Face

G26

@: Std. ltem



® Easy Coolant Connections
Easy Connection with High Pressure Hose and Joint

« Even without a high pressure pump,

(2) Washer

(1) Banjo bolt

Can be used in a variety of machines

<Piping Installation Guide>

internal coolant can be used at a normal pressure.

+ Banjo bolt available for angled hose connection

(1) Joint / Banjo bolt (3) Hose (1) Joint / Banjo bolt
(2) Washer (2) Washer
2 ) (1)
UNF3/8 UNF3/8 O
G1/8 UNF3/8 UNF3/8 ~ Gl P
M10 [ A‘
Ggiis & =
£
2 (1) 1) (2 JCT Toolholder
(3) Hose \-J — U S \v‘/
G1/8 7~ 7~ G1/8
M10 e v
@ Piping Parts
Optional Piping Parts Available
Choose among (1)(2)(3) based on the machine spec and piping configuration
(1) Joint / Banjo bolt x 2 (2) Washer x 2-4 (3) Hose x 1
(1) Joint / Banjo bolt Pressure Resistance : ~30MPa  (2) Washer  Pressure Resistance : ~30MPa

Thread Standard
Shape Description Stock Shape Description Stock
Thread connection to the machine
UNF3/8 G1/8 (M10)
/ J-G1/8-UNF3/8 ) G1/8 8
210 ‘ ‘
J-M10X1.5-UNF3/8 | @ M10X1.5 =
* hers f jo bol
Banjo bolt 16 (110 Use 2 washers for a banjo bolt
(for angled hose) :‘ L BB-G1/8 L G1/8
$O=_—
j i BB-M10X1.5 ° M10X1.5
(3) Hose Pressure Resistance : ~30MPa
Dimension(mm)
Shape Description Stock Thread Standard 1

HS-ST-ST-200 () 200

fe =] UNF3/8 UNF3/8
HS-ST-ST-250 ° 250
HS-ST-AN-200 ([ ] - 200

B QO UNF3/8 .
HS-ST-AN-250 o (Banjo bolt) 250

o o HS-AN-AN-200 [ ] - - 200
HS-AN-AN-250 ° (Banjo bolt) (Banjo bolt) 250

Cautions

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

2. Use appropriate seal for the male thread of the piping parts and make sure the connection is secure.
Use plugs to seal off unused coolant holes.

3. Connect and fasten the coolant hose firmly.

4. The use of copper washers may cause leakage but will have no effect on the performance.

5. Commercial piping parts can be used if the thread standards are same. Check the pressure resistance before use.

6. Regularly changing the coolant filter is recommended.

uonewo| A Buruing g Buluiyoepy S|aSU| SGEXaPU|
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Toolholders for Grooving and Cut-off -

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 Competitor A
Sufficient cooling towards Coolant does not flow directly
towards the cutting edge

the cutting edge

(o))
£
>
o
o
@ Effective Cooling of the Cutting Edge
External
ntena Wear Resistance Comparison (Internal evaluation) Cutting edge condition (after machining 20min)
nternal
0.20
Face
015 B KGD-JCT

Flank Wear (mm)

0.00

[ Competitor A (Internal coolant type)

/

-

0 20 40 60 80
Cutting Time (min)

kGD-JCT ' Competitor A

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

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 (#25)
Internal coolant (1.5MPa) Cut-off

G28



. KGD-JCT (for automatic lathe) D

sepel) uasu|
>

MHD2
‘ LN MHD
1 " {y« | — - — w . %E
| | % == 2 )
2 - g
The above figure shows KGDL.. O‘ LH oo
a = é c
7 N Rcs  Rc's Rc's g
{ =T A sy
GAMP. ‘ A B A—a m
L [ / ' il [ i IR L T %
N e wase e R |
. <
L HBL | Z »
' Y T LF £3
+Right-hand shown %’g E
@ Toolholder Dimensions e
- : : Edge Width ' o
Description  |Stock| %% Dlatiien () Angle | "o (mm) A@%plgaglgIn(s;lezrt:s3 g F
CUTDIA|H=HF | HBH | B LF LH | HBL | LN | WF | MHD | MHD2 | MHD3 | GAMP | MIN. | MAX. ’
KGDR 1220H-2JCT [ ] 21 8.4 (0]
24 | 12 | 85| 20 195 44 |112| 35 | - s
KGDL 1220H-2JCT | @ 215 7.7 a
100 1° | 2.0 | 3.0
KGDR 1625H-2JCT | @ 12.2 o)
32 16 | 45 | 25 245 21 40 |15.2| 25 46 g H
KGDL 1625H-2JCT | @ 7.7
_|
KGDR 1220H-2.4JCT| @ 21 8.4 3y
24 12 | 85| 20 19.5 44 11 35 - OM 1t §'
KGDL 1220H-2.4JCT| @ 215 7.7 gDG typz
100 1 |24 30 (GDMSi’;’pe) o
KGDR 1625H-2.4JCT| @ 12.2 £ K
(GDGS type)| 3
32 16 | 45| 25 245 21 40 15 25 46
KGDL 1625H-2.4JCT| @ 7.7 o
=3
KGDR 1220H-3JCT s L
= ([ 21 8.6 g
24 | 12 | 85| 20 19.5 44 110.8| 35 | - 3.0 2
KGDL 1220H-3JCT | @ 215 7.7 =
100 1130 S M
KGDR 1625H-3JCT | @ 12.2 @
32 16 | 45| 25 245 21 40 |14.8| 25 46 4.0 4
KGDL 1625H-3JCT | @ 7.7 58
g= N
z3

® Spare Parts Recommended Cutting Conditions @ G34, G35

Clamp Screw Wrench Plug %
@
@ / @ > P
= g
E = 3
SB-40120TR LTW-15S GP-1

@ Toolholder Identification System

KGD R ||1220 |H|- 2 || JCT

uonew.o|
[ealuyoa)
=)

5
& T
x
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

@ : Std. Item
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Grooving Toolholder

. KGD-S (0° Separate Type)

o «k j
171
@ I
|
? +Right-hand shown (Right-hand Blade and Right-hand Toolholder)
@ Toolholder Dimensions (Blade + Toolholder)
% € E E Stock Dimension (mm) Edge Width
<| & g S| unit Description Blade Description | Toolholder Description CW(mm)
£ 5| §| L |(Standard Stock Descripton) @ G32 @ G32
= S| 2| & RIL H | HF |[HBH| B | LF | LH | WF |CDX|MIN. MAX.
@ 2|5
[]20|KGD". 2020X-2T17S |@|[] KGD?%.2020-C | 20 20 12 20 | 122 23.4
2 17 |25 2525X-2T17S | @ | @ | KGD?.-2T17-C | KGD¥.2525-C | 25 25 7 25 | 147 | 40 |28.4| 17 [ 2.0 3.0
[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
g’ 10 |[J25 2525X-3T10S | @|[]| KGD?.-3T10-C | KGD%.2525-C | 25 25 7 25 | 140 | 33 |[28.0| 10
§ [132 3232X-3T10S |[ ]| - KGD%3232-C | 32 | 32 - 32 | 160 35.0
o ° [J20|KGD% 2020x-3T20S | @ | @ KGD%.2020-C| 20 | 20 | 12 | 20 | 125 23.0 3040
20 |[J25 2525X-3T720S | @ | @ [ KGD%.-3T20-C | KGD¥.2525-C | 25 | 25 7 25 | 150 | 43 |28.0| 20
200 (132 3232X-3T20S | @[] KGD%.3232C| 32 | 32 | - | 32 | 170 35.0
Internal []20|KGD¥. 2020X-4T10S |@| - KGD?%.2020-C | 20 20 12 20 | 115 22.5
K 10 |[J25 2525X-4T10S |@| - | KGD?.-4T10-C | KGD%.2525-C | 25 25 7 25 | 140 | 33 |27.5| 10
. (132 3232X-4T10S | - | - KGD%.3232-C | 32 32 - 32 | 160 34.5
0 []20|KGD". 2020X-4T20S |@| - KGD%.2020-C | 20 | 20 12 | 20 | 125 22.5
4 | 20 |[J25 2525X-4T20S | @ | @ | KGD%.-4T20-C | KGD%.2525-C | 25 | 25 | 7 | 25 | 150 | 43 |27.5| 20 | 4.0 | 5.0
[J32 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
25 |25 2525X-4T25S | @ | @ | KGDY.-4T25-C | KGD¥.2525-C | 25 25 7 25 | 155 | 48 |27.5| 25
32 3232X-4T25S | @ [ KGD%.3232-C | 32 32 - 32 | 175 34.5
[J20|KGD". 2020X-5T10S @ @ KGD%.2020-C| 20 | 20 | 12 | 20 | 115 22.0
10 |[J25 2525X-5T10S |@ | - | KGD%.-5T10-C | KGD?2525-C | 25 25 7 25 | 140 | 33 [27.0| 10
(132 3232X-5T10S | - | - KGD%.3232-C | 32 32 - 32 | 160 34.0
° [120|KGD%. 2020X-5T25S |[]| - KGD?%.2020-C | 20 20 12 20 | 130 22.0 0160
25 |[25 2525X-5T25S | @ | @ | KGD¥.-5T25-C | KGD%.2525-C | 25 25 7 25 | 155 | 48 |27.0| 25
[132 3232X-5T25S |@| - KGD%.3232-C| 32 | 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. Applicable Inserts @ G22, G23

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. 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 groove-depth of groove made by the 2-edge insert will be 18 mm.)

® Spare Parts Spare Parts
) (Common with separate types) Clamp Bolt Clamp Screw Wrench
Iohjh’g?éfgﬁd'”ﬂi“t_de‘j in the (for Insert Clamp) |  (for Blade)
Unit Description
@)
KGD"%.....S BH6X10TR SB-60120TR LTW-25

@ : Std. ltem
G30 []: Deleted from the next catalog



. KGDS-S (90° Separate Type)

g
s A
] =
[ E 3
m
AT 1 T
X 2
— a Sa
— i g C
| { :
S O - .
1t s D
+Right-hand shown (Left-hand Blade and Right-hand Toolholder) E_’
=9
@ Toolholder Dimensions (Blade + Toolholder) §g E
=T = 571
() 3 £ 1 52
5| || & Stock Dimension (mm) Edge Width | & z
c E| 8| @ - - . - CW(mm)
<l -l |5 Blade Description | Toohalder Description | Unit Description o
<8 5|« | @632 ® G32 (Standard Stock Description) S F
Slz|2 s R(L| H | HF [HBH| B | LF | LH | WF |CDX|MIN.|MAX.| &
2 g5
[J20 KGDS".2020-C - -1-1 20 20 12 20 | 125 ®
2 |17 KGDY,-2T17-C 56.7 | 17 |20 30| §
125 KGDS".2525-C - -1-1 25 25 7 25 | 150 3
120 KGDS%.2020-C |KGDS?. 2020X-3T10S | @ @] 20 | 20 12 | 20 | 125
10 KGD'/-3T10-C 49.7 | 10 o
[J25 KGDS%.2525-C 2525X-3T10S | @ |@| 25 25 7 25 | 150 = H
3 30 (40| =
[J20 KGDS%.2020-C - -1-1 20 20 12 20 | 125
20 KGD'-3T20-C 59.7 | 20 4
[J25 KGDS".2525-C - -1-1 25 25 7 25 | 150 g J
QO
(120 KGDS?.2020-C - -|-] 20| 2| 122 |125 Ey
10 KGD':-4T10-C 49.7 | 10
[]25 KGDS".2525-C - -1-1 25 25 7 25 | 150
90° 277 g
(120 KGDS.2020-C - -1-]20 ] 20| 12| 20 | 125 z K
4 20 KGD'/z-4T20-C 59.7 | 20 | 4.0|5.0 @
(25 KGDS?.2525-C - -|-]25 | 25| 7 | 25 | 150
[2)
[J20 KGDS".2020-C - -1-1 20 20 12 20 | 125 % L
25 KGD'/z-4T25-C 64.7 | 25 5
[J25 KGDS#.2525-C - -1-1] 25 25 7 25 | 150 o
20 KGDS#.2020-C - -1-1 20 20 12 20 | 125 =
10 KGDY&-5T10-C 49.7 | 10 S M
(25 KGDS".2525-C - -1-1 25 25 7 25 | 150 a
5 5.0 6.0
120 KGDS".2020-C - -1-1 20 20 12 20 | 125 o
25 KGDY--5T25-C 647 | 25 5o
(125 KGDS".2525-C - -1-1 25 25 7 25 | 150 52 N
«Q -
£8

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable Inserts ® G22, G23
2. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)

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

The toolholder is applicable for all blade with suitable hand.

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

syed aledg I
L

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

uonew.o|
[ealuyoa)
=)

Spare Parts
Clamp Bolt Clamp Screw _
(for Insert Clamp) (for Blade) BT § T
x
Unit Description
E
KGDSH.....S BH6X10TR SB-60120TR LTW-25
@ : Std. ltem
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@ Toolholder
KGD-S (0° Separate Type)

Toolholders and blades for Grooving and Cut-off

Stock Dimension
Shape of 0° type gggg:ﬁ)lgg:‘ (i)
Right-hand shown RiL/LIBH
KGD%. 2020-C | @ | @ |104/20|20
Ll |
@ %] 2525-C | @ | @ 129/25|25
I
L
3232-C | @ | @ |149/32|32
KGDS-S (90° Separate Type)
Dimension
s Toolholder | StocK (mm)
Shape of 90° type Description
Right-hand shown R|L|L|B|H
'] m[ KGDS". 2020-C | @ | @ |122/20|20
= | g
3 L 2525-C | @ | @ [147|25|25
o
(O]
@® Blade
External
Dimension
Stock
Internal
nerne Shape of Blade Desl,acl:“rli(:;teion (mm)
Face Right-hand shown R|L L T A
T KGD%. -2T17-C | @ @ |51.2 | 17.2| 1.7
<Q===EID 3T10C| @ (@[ 442[ 102, ,
-3T20-C(| @ | @ | 53.2 | 20.2 ’
-4T10-C| @ @ | 44.2 | 10.2
©© 2 -4T20-C( @ | @ | 54.2 | 20.2 | 3.4
N -4T25-C| @ | @] 59.2 | 25.2
L -5T10-C| @ @ | 44.2 | 10.2 4.4
-5T25-C| @ | @ | 59.2 | 25.2 ’

G32

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder.

Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) | (for Blade) Wrench
Unit Description
@)
KGD"....S
KGDS....S BHEX10TR | SB-60120TR LTW-25

@ : Std. ltem



Setting the insert and the blade Vs

M Setting the insert
1. Use compressed air or other measures to remove chips from the insert mounting part (Ref. to Fig. 1).
2. Put the insert into the toolholder and push it makes contact with the back end of toolholder's surface (Ref. to Fig. 1 and 2).
3. Keeping the insert fit to the surface, tighten the insert clamp screw at an appropriate torque.

4. Make sure that there is no gap between the insert and the back end of the toolholder’s surface and that the insert is set straight. (Ref. to Fig. 2 and 3)

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

Recommended tightening torque : 6.5N'm (Width 2~6mm)

Elizrmp (£l 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.

Serration Blade

Toolholder

Toolholder

Fig. 1 Fig. 2

M Separate type Toolholder Identification System and the Setting to Lathe

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

Toolholder Description Description of Clamp bolt

Tool post of lathe

Toolholder lot No.

Blade Description /

Description of Fixing Screw

Blade lot No.

7

Firmly fit

Insert Clamp Screw

The blade end
should firmly fit to
the toolholder.

Blade Fixing Screw

SapeIn) Lesu|
>
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Grooving

External

Internal

Face

G34

Recommended Cutting Conditions

@ Recommended Cutting Conditions (Vc)

Recommended Insert Grades (Cutting Speed Vc: m/min) [
Workpiece Material | Chipbreaker Cermet Myl MEGACOAT Carbide | MEGACOAT | cBN pcD | &
(5]
TN620 TN90 PR1535 | PR1225 | PR1215 GW15 KBNO5M | KBN570 | KPD00O1 |-
Carbon Steel GM 80520 108520 80500 802500 108500 : - - -
Alloy Steel gl\l;l 70?\\2700 so?goo 70?%780 70‘580 soz%so - - - -
Stainless Steel PH - - 60‘550 60?3?50 eoﬁso - - - -
Cast Iron GS - - - - 105‘5200 - - - - &§
: o
Aluminum Alloys s - - - - - 208 %00 - - 150 %000 | 3
Brass NB - - - - - 100-200 - - 20(;5300
Hard Materials - - - - - - 801‘1'50 - -
NB
Sintered Steel - - - - - - - 100*250 -

. . % : 1st Recommendation ¥ : 2nd Recommendation
©® Recommended Cutting Conditions (Feed Rate / ap) [Workpiece Material : S50C]
Grooving Turning
W f_ow

9]
X
. w (
o
a S Q
<
(G
<=
f ‘ I In the graph below indicates the m
most recommended value of feed (f)

Y — I — 40 Qup
o £
S B s I =
o £ E
e S e E
o S ol ] &
2 g <r-——-{_MF
(V) w
O]
- | Lol ]
15} 0.1 0.2 0.3

f (mm/rev) f (mm/rev)

_ 4.0
_| & s
3 = 80—
8| & sl E Lo Jousan
=] E 2
2 s 24— o
(e} [ ©
5| @ I | 1 |
_| I
o 0.1 0.2 0.3 0.1 0.2 0.3 0.4
f (mm/rev) f (mm/rev)
] E— i —
© 3
- £ 2 [ :.:l ------------- 'g *2 mm width is not recommended
| & e I I I I
| & I 5 ——
o 0.1 0.2 0.3 0.1 0.2 0.3 0.4
f (mm/rev) f (mm/rev)
=| E £
2| £ 56l i —— £
> = 5
S|  § saf e 5
o = ©
= o L [ | |
o 0.1 0.2 0.3
f (mm/rev) f (mm/rev)

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




@ Recommended Cutting Conditions (Feed Rate / ap)

[Workpiece Material : S50C]

@ Recommended Cutting Conditions (Feed Rate)

Grooving Grooving
Ccw © Ccw
oo
— = [ O
®©
g - 513 __
8 2|0
= gle
(@) o=
=
f o f M in the graph below indicates the
I In the graph below indicates the most recommended value of feed (f)
most recommended value of feed (f)
E —
— E 25 £
) E
8| 325 [} 2 :
Ke) = T | = =
o = 2w s
2| % R I SE.
=] w 0.1 0.2 0.3 o|m B
o = X
§ f (mmirev) T | | | |
~ | *When turning, 0.05 0.1
8 keep ap less than or equal to the corner-R(RE). f (mm/rev)
Note) 1. The above values are based on the condition that CDX of toolholder is 17 mm or less. -
£
£
3lq S
o5 z
8| g
GJ w
€ 4
@ I I I I
005 010 0.5 0.20 0.25
f (mm/rev)
- g 6 S
S ] LI
5 z °
|5 R LI I
2|3 g
3|8 R I B
o|la S
Eo 8 ||
o 2 (B
5 I I I I
z 0.05 010 015 020  0.25
f (mm/rev)
@ CM Chipbreaker [Cutting amount (ap) in back copying]
® Max. ap in back copying
Max. ap (ap : mm)
Description Toolholder Description
KGD...-2T... KGD...-3T... KGD...-4T... KGD...-5T... KGD...-6T...
GDM 3020N-150R-CM 0.24 0.20 - - -
4020N-200R-CM - 0.24 0.20 - -
5020N-250R-CM - - 0.30 0.20 -
6020N-300R-CM - - - 0.30 0.25
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Guide for External Grooving

M Guide for External Grooving -

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

©

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

Fig. 1
2) Grooving Depth 0.5mm or under : For finishing (Refer to Fig. 2) -
Turning subsequent to grooving is possible because shallow groove depths relate
a small load on the cutting edge.
(Retention time is not necessary.) - f

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

= )

H Fig. 2

o

(0}

External

Internal . Point (”)

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

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

G36



B Case Studies

SCr420H (Grooving) SCM420 (Grooving / Turning)

SapeIn) Lesu|
>

£
-Gear -Gear ‘;E B
Ve=113~164 m/min 10 Ve=170m/min T g
-f=0.06 mm/rev f=0.15 mm/rev (Roughing)
‘Wet 3@)(1)4) 0.10 mm/rev (Finishing) %
‘GDM4020N-040GM _ -ap=0.2mm (Finishing) g c
(PR1225) ¥ “Wet E S
“KGDL2525X-3T10S -GDM4020N-040GM g
- 8 (PR1215)
Q m
S -KGDR2525X-4T20S x
gD
e S —_— 3
o
(%)
£
== E
51
as
GM Chipbreaker GM Chipbreaker @
(PR1225) 1,500 pcs/edge (PR1215) 250 pcs/edge
o]
=}
s F
«Q
: Competitor L o
Competitor K 250 pes/ed (Roughing: PVD Coated Carbide) 200 pes/edge g
) pcs/edge ughing: i 2
(PVD Coated Carbide) (Finishing: Cermet) 3
%
g H
- GM chipbreaker (PR1225) showed 6 times longer tool life than that of Competitor K. - GM chipbreaker reduced occurrence rate of chip tangling (occurrence rate 80% = 10%), on
- Good chip control without burned chips. the contrary the problem was persistent with Competitor L. Machining productivity is improved. 4
>
g8 J
- - - s
> ® ¢ 5 a
GM Chipbreaker _ Competitor K § K
Smooth chip control  GM Chipbreaker Chips easily tangled Competitor L (Finishing)
(Finishing) »
2
(User Evaluation) (User Evaluation) S L
g
[}
£
=M
«Q

uoneuLIojU| M Butuing
eouyoe  SHEd ereds 10} S|001
=1 o 2
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Multi-Function / Grooving (Cut-off)

B GMM / GMG (will be switched to GDM / GDG @ G22~G23)

. . P |Carbon Steel / Alloy Steel O @
Classification of usage M |Stainiess Steel s \
@ : Continuous~Light Interruption | K [CastIron @ O o)
o /C1Stph°ice Lt Int . N [Non-ferrous Metals ™ EE
'/;:;Irgﬁ;ie Ight Interruption S |Titanium Alloys (") 87 g
@ : Continuous / 1st Choice H Hard{Materials|(F40HRC) ORN ) & :
O : Continuous / 2nd Choice Hard Materials (40HRC~) g %
Dimension (mm) Cemet| s | FVD  loatig P 2
Insert Description s T 288 o 53
CW | RE |INSLl S (222|222
FlSglala|lalX
GMM 2420-020MW | 2.4 | 0.2 eJle) OO0 (642,643
3020-020MW | _ | 02 O|o]o|0Oo]0O]0O
3020-040MW ~ o4 oloJolo]o]o
Shows GMM2420-02 4020-020MW 0.2 OO0 OO G42
/ﬁ s 4020-040MW | 40 | 04 | |, [O[O[O]O[O]O]
g =3 4020-080MW 0.8 “ [0]0]0|0]O Ga4
e | N3 5020-040MW | _ | 04 0|0 Olo]|O
== m@ 5020-080MW : 0.8 O|0|O0|0]0|0O
6020-040MW 0.4 Ol0]0]0O
6020-080MW 6.0 0.8 O OO0 G2,643
Chip Gontrol Oristed/ M Class 8030-080MW | 80 | 0.8 | 30 | 55 OlO[OO]0 ese6n
o « |GMM 3020-020MS | _ [ 0.2 O|0]0O]|O O G4z
> LA 3020-040MS ~ o4 olo]o]O o™
o y A — 4020-040MS | 4.0 20 | 43 [O]O]0O|0O| |0 gaa
s gu&;@ 5020-040MS | 5.0 | 0.4 ellelle O
(% Sharp-Cutting Oriented / M Class 6020'040MS 60 O G42,G43
GMG 3020-000MS 0.0 0|0
3020-020MS | 30 | 02 | 20 | 43 [O|O[O|O O
External 3020-040MS 0.4 OO0 |0 O
. | e 4020-020MS 0.2 o O] O] %4
e - e 4020-040MS | 40 | 04 | 20 | 43 [O|O| |O| [0 gaa
Face @ o | wa 4020-080MS 0.8 Ol0]0
| mta 5020-040MS | _ | 04 | | . O O
5020-080MS ~ o8 ' O
Sharp-Cutting Oriented / Precision Class 6020-080MS 6.0 0.8 20 4.3 O |G42,G43
GMG 2520-030MG | 2.5 O O O |642,643
2,4 FE 3020-030MG | 3.0 | 0.3 O O|0|O|0O
- 3520-030MG | 3.5 2o | 43 OO G42
Sle | s 4020-040MG | 4.0 “1Oo|0O 0100 gaa
‘Sw@ 5020-040MG | 50 | 0.4 O olo]o
6020-040MG | 6.0 OO G42,G43
St Cting e P O 8030-050MG | 80 | 05 | 30 | 55 |O|O O] OO |6a6MN
. o e |GMM 3020-150R 30 | 15 O|O0|0|0|0|0O] ga2
, i g==3 4020-200R 40 | 20 O|0|O|0O|0]|O]
/ ° 5020-250R 50 | 25 | 20 | 43 O OlO]0O| G4s
Ghip ontl Ot/ M Ciase US—- "’}EE 6020-300R 6.0 | 3.0 O|O| |O]|0O] 0 |642643
= ] I RE = . .
- 2 GMG 3020-150R 30 | 15 0|0 O O a2
A 4020-200R 40 | 20 | 20 | 43 O O t
o INSL G44
Sy it G Pecion O o ”’ﬁ“ 5020-250R 50 | 2.5 O
RE
s @ 4 GMG  3020-150RU 30 | 15 O O Ga2
+] =
y T . 20 | 43 :
et (== nr 4020-200RU | 4.0 | 20 O G45
Chip Control Oriented

Recommended Cutting Conditions® G117

Inserts are :
G38 L sold in 10 piece boxes ]

O : Check Availability



B GMM / GMGA / FGG

sepel) uasu|
>

e P [Carbon Steel / Alloy Steel o
Classification of usage ,
M [Stainless Steel (@) @
@ : Continuous~Light Interruption [ K [CastlIron o ) =
/ 1st Choice = g
N |Non-ferrous Metals [*] 6 o) sz B
D i ~Li i < @2
o Contlnuoqs Light Interruption S [Titanium Alloys P wq—) < 2=
/ 2nd Choice - > 0 &
@ : Continuous / 1st Choice H ) eI (AATIAIRIE) L S ; e
O : Continuous / 2nd Choice Hard Materials (40HRC~) (o g
O © 2
. . o) PVD O = C
Dimension (mm) Cermet Camiee |Coated CarbideCarblde o g
— o
Insert Description o | 8| v | g | e < @
CW RE|[INSL| S |2 |2 | 2 | 2 2 m
Handed Insert shows Right-hand L [5) o o X %
e D
=
o
G42

GMGA 6020-300R | 6.0 | 3.0 | 20 | 4.3 O

o G43
Sharp-Cutting Oriented / Precision Class wm

Full-R/ Copying

| @D &
y TR NG GMGA 8030-400R | 80 | 40 | 30 | 55 o | 842 . F

Buiuiyoepy
Sped |lews
m

vy)

]

G71 3
Sharp-Cutiing Oriented / Precision Class ﬁ wiﬁ

Full-R / Copying

o

T, 8, & RE g

” +] s

& AT GMM 301404 | 30 | 04 | 14 | 43 | O ®) S
o wﬁ@

Chip Control Oriented / M Class o

c

- G44 & H
=

o RE

GMM 3014-15R 30 | 1.5 14 43 | O
VY

\

CW=0.05
%
¥

-

Chip Control Oriented / M Class
Full-R / Copying

S
Buipeaiy
(S

R/ILIR|[L/R|L|R|L|R|L
- RE
y ;{:E:E:[ FGG. 3020-02 30 | 0.2 OlO| | [OI0100| gaa | £ Kk
8 | 4020-04 40 | 04 | 20 | 4.3 O[O O[O[0|O 3
Chip Control Oriented / Precision Class "’j:ﬁ 5020-04 50 04 O O O O
’ Face Grooving 8
Recommended Cutting Conditions® G117 g L
. =3
B Features of Chipbreaker @ Edge Preparation @
Series Insert Features Chamfered + R-honed | Chamfered + R-honed z
@ Corner-R(RE) = 0.05 Sharp Corner é M
® g | Excellent chip evacuation at e : f
GMM MW Grooving, Turning, Cut-off Selgs [Fiap | 4
58 N
\ I 52
Low cutting force with ground | L e
GMG MG y chipbreaker MT Chipbreaker| CR9025 / PR915 PR930/KW10 | E°
Chamfered + R-honed Sharp Edge o
GMG MS @&y | Grooving / Turning / Cut-off Corner-R(RE) = 0.2 - 0.3|ComerR(RE) =02~03| 3 p
GMM MS y operations are minimum cutting — = 3
= force at Positive Edge Edge Prep. - &
pr Small corner-R(RE) and minimize the | 1 E i?
GMM MT / core which remains in the center of - | o %% R
the face TK Chipbreaker| CR9025 / PR915 PR930 / KW10 %§
- R-honed Sharp Edge 5
GMM TK : Large corner-R(RE) and stable Corner-R(RE) = 0.05 Sharp Corner _
- performance at cut-off — _ z
Edge Prep. j ! i ) T
= z Flat rake face and non-chipbreake - =
L / It works well for brass 5 =t
Without Chipbreaker (-NB) CR902 PR930 / KW10

- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.

O : Check Availability | I !
! Inserts are :
. sold in 10 piece boxes 'G39



Grooving / Cut-off (Multi-Function)

R
. GMM I GMN / GM /L Classification of usage '5' g;::sjtsez;Auoy Steel 2 g
(Wil be switched to GDM / GDG ® 622, 623, H18, H19) @ : Continuous-~Light Interruption| K | Cast Iron (") (2]
/ 1st Choice N | Non-ferrous Metals ("] %
@:Fggg%ﬁ)}iggught Interruption S [ Titanium Alloys Y .§E
@: Continuous / 1st Choice | 1 [Hard Materials (~40HRC) ONK ) ) TS
O: Continuous / 2nd Choice Hard Materials (40HRC~) gl—
[
. . CVD PVD e
Dimension (mm) Angle, Cermet| Coated | .o 11 Cattide o
Carbide =
Insert Description v ly|lolo g
g 8 282 <
CW | RE [INSL| S PSR Z |2 |2 &3
Handed Insert shows Right-hand Flo|a|a|X
GMM 1520-MT 15 0 - O O1 gaz
T e 0.0 OO
2{? — 2020-MT 20 .05 00 G42
S INSL RE 20 4.3 -
0.0 OlO| G4a3
2520-MT 2.5
S wﬁﬁ 0.05 =
eep Grooving / Cut-o | 0.0 O O G
Igha:?p.GCuttinggcérﬁentte;1 3020 MT 30 005 O O \J42~G44
o . GMM 1520-NB 1.5 0.0 OO | G42
] {N_ RE
e .ﬁ ===l
/ e i S 2020-NB 20 00| | 00| a4z
o . 2520-NB 25 | 0.0 O G43
Deep Grooving / Cut-off 3020-NB 3.0 0.0 O G42~G44
Sharp-Cutting Oriented Without Chipbreaker
2 8w GMM 2020-TK 2.0 OO0
2 _ 3{:& 0.20 gzg
3 - %W el | 2520-TK 25 20 | 43 | - 0|0 |0
<]
(0} Dees;ia%ir;i:tt;vgrgie/n%g-oﬁ @w 3020-TK 3.0 | 0.25 OO | OO |G4-G44
f}é GMN 2-TK 2.0 | 0.20 O| OO (642,643
External H__
f/ ¥ 3-TK 30 |025| 20 | 43 | - O|O0 |0 |0| G4
l
Interna Cut-oﬁ/S:itijilsi;t;/Oriented 4-TK 4.0 0.30 OO 1O |0 | Ggaa
Face Sowsamzz GMN 2.2 22 | 017 O |0 O | O |G42,G43
%,. " 3 3.0 | 0.20 0|0 O 10| aa2
/ EEEE‘% 4 40 [025| 20 |43 | - [O/O] |O|O] ¢
| W;ERED 5 5.0 | 0.80 O O[O G4
Deep Gr;)_oe\ggg/ Cut-off =] 6 6.0 0.80 O O O G42,G43
R|L|R|L|R|L|R|L|R|L
GMM 1520%-MT-15D| 15 |0 . Ol O | gaz
s 2020%-MT-15D| 2.0 0%5 -m- OO0 642
la 0 20 | 4.3 | 15° @ G43
R -MT-
25207 -MT-15D| 2.5 0.05 o)
0 OO
Sharp-Cutting Oﬁ::teogwnh lead angle 3020R/L-MT-1 5D 3 : 0 0 . 05 O O G42"‘G44
2 GMM 2020R-TK-8D| 2.0 | 0.20 O] O G42
: 2520R-TK-8D| 2.5 | 020 | 20 | 4.3 | &° ® G43
Stabilty onenct:g ?/:/fith lead angle 3020R-TK-8D| 3.0 0.25 O O © G42~Gd4
I GMR 2-TK-8D 2.0 | 0.20 O] |O |G42,G43
/ | st | 3-TK-8D 30 [025| 20 | 43 | &° O O O | G42
t
Cutof/ Stabity Orinted — 4-TK-8D 4.0 | 0.30 O O O | Gaa
Shows GMR2.2-8D / 15D GMR/L 2.2'8D 0.17 80 O O OOO G42
o 8 22 G43
. P T8 2.2-15D 0.00 15° |0 O O O
. g 20 4.3
o
/ - RE 3-4D 3.0 | 0.20 O 00 | 0OCQ | G42
_ | 4° 2
Cul-of:/iharf-LCuzir;ngriented ‘Q w’:D 4-4D 4.0 0.25 OO O G44
-edge / Lead Angle
Recommended Cutting Conditions® G117
:” T [eenm 3 O : Check Availability

sold in 10 piece boxes



. GMN Classification of usage = Cal?on el 5
M | Stainless Steel 13
@ : Continuous~Light Interruption | K | Cast Iron %) E‘G:) A
/st Choice | N | Non-ferrous Metals ) S| &
O: /ngélrgjﬁ;;bght Interruption S | Titanium A!ons ° :C__J g -
@ : Continuous / 1st Choice H Hard Materials (~40HRC) 29 g =
O Continuous / 2nd Choice Hard Materials (40HRC~)| (O [ ) & = 3 B
o | 8
. . [oyre} @
Dimension (mm) CBN PCD & _S g
. S 2
Insert Description E 5 § g <C()_ g C
CW RE INSL S 2 b4 o o g
[ ) o o &
4 4 4 X
m
GMN 2 20 |22 01010 Olenes| 5 p
o 0.4 3
LE S o
— o § 3 30 |22 OO
5 0.4 OO Ga2 | zo
N o 0.2 O[O £3
INSL RE 4 4.0 20 4.3 G43 | 5B
ne | 0.4 OO0 5= E
— %Eﬁ 0.2 O 0| %4 :s
LE=2.9 5 5.0 0.4 O | O ’
) 0.2 O @
D EIJ-eGdge g 6 6.0 0.4 oBle) G42,G43 % F
Recommended Cuiting Conditions@® G116 <
. . . )
M Available Cutting Diameter of [ g
. ‘ <
KGM (for automatic lathe) / KGM-T T O E
- There i; a limit to availaple gro_oving depth \ 20 (ODX. 040)
depending on the workpiece diameter. ‘ 18 (CDX, 0130) g H
| g
i ——\ .
T 3
[ 0 @
" R |
X &
! If the workpiece diameter is large, the available grooving depth @
becomes smaller due to interference with the toolholder.
9
" eg) KGMR2525M-3T20+GMN3 2 K
€ KGM (for automatic lathe) Possible Cutting Diameter and Available Grooving Depth Table
Toolholder Description DCX (Cutting Dia.) 5
o
KGM?. O0810K-15-125| - | - [ - [ - [ - [ - [ - T - T -T-T-T-T1][14]16] 32 o L
1010[ ]-1.5... | - - - - - - - 2025384 [60] | | _|. S
1212[ -1.5... - - - - | 25 [ 26 [ 28| 32 [ 36 | 40 | 60 | 100
0810K-2-125 -1 -1 -1 -[1-T1T- - - - - - - [10 [ 14 ] 16 [ 32
1010[ -2... - -1 -1 -1 -T-1T-T2 ]2 [3]40] 60 " g M
1212 ]-2... - - - - 25 | 26 | 28 | 50 - - - - g'
1616[ ]-2... 32 [ 40 [ 50 [ 60 [ 80 [ 100 | o [ o wlul ol
1212[ -2.5... - - - - 25 | 26 | 28 | 32 | 36 | 40 | 60 | 100 o
1616(]-2.5... | 32 [ 40 [ 60 [ 60 | 80 [100| | | | .| .| €3
1616[ J-3... 32 | 40 | 50 | 60 | 80 | 100 g?—, N
Available Grooving Depth CDX (mm)| 16 | 15 | 14 | 13 |125] 12 | 11 10 9 8 7 6 5 4 3 2 1 =)

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

w
o
Toolholder Description DCX (Cutting Dia.) 3 P
KGMPL 2012K-2T17 g;?
2020K-2T17 - - - - - - - - 66 80 | 130 | 260 @
2525M-2T17 =
1616H-3T20 | - - - - - | 40 [ 54 [ 70 | 100 [ 180 53
2012K-3T20 23 R
2020K-3T20 8
2525M-3T20 | - - - - - | 40 | 90 | 130 | 240 o >
2020K-4T20 0 00
2525M-4T20 o0 g T
2525M-4T25 e
2525M5T25| ~ | |0 | M0 200 b
3232P-5T25 | - - | 50 | 280 [ 600
2525M-6T30| 100 | 300 | o 00 00
Available Grooving Depth CDX (mm)| 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |Under13

—————— e

O : Check Availability i CBN & PCD Inserts are b
[} . . I
. sold in 1 piece boxes | G41



Grooving

External

Internal

Face

G42

External Grooving Toolholders

. KGM (for Automatic Lathe) (Will be switched to KGD® G25)

Edge Width : 1.5 ~ 4.0mm

—T—

el

KGM7.1616
® Right-hand shown

4

NE

LH

HF,
—

HBH

LF

® Toolholder Dimensions

- . . Edge Width Spare Parts
Stock| Cutting Dia. Dimension (mm) CW(mm) Clamp Screw Wrench
Description @)
R|L|CUTDIA| H HF [HBH| B LF | LH | WF | MIN. [MAX. ‘é
KGM"/L 1010JX-1.5 OO 20 10 | 10 10 18 | 94
1212015 00 25 12 | 12 2 12 120 1o 114 1.5 | 2.0 SE-40120TR LTW-15S
KGM®/L 1010JX-2 O|0O] 20 10 | 10 10 18 | 9.15
12120%2 |00 25 | 12 |12 | 2 [12 |120| 19 |1145 2.0 | 3.0 | SE#0120TR LTW-155
1616JX-2 OOl 32 16 | 16 - 16 24.5115.15 SE-50125TR LTW-20
KGM"/L 1212JX-2.5 O|0O] 25 12 | 12 2 12 120 19 11 24|30 SE-40120TR LTW-15S
1616JX-2.5 o0} 32 16 | 16 - 16 245| 15 ’ ’ SE-50125TR LTW-20
KGM?/L 1616JX-3 O|0] 32 16 | 16 - 16 | 120 [24.5| 148 | 3.0 | 4.0 SE-50125TR LTW-20
KGMF/L 1212F-1.5-85 |O 25 12 | 12 2 12 | 8 | 19 [114| 15| 2.0 SE-40120TR LTW-15S
KGM"™L 1212F-2-85 O|0O] 25 12 | 12 2 12 | 85 | 19 [1115] 2.0 | 3.0 SE-40120TR LTW-15S
KGMF/L 1212F-2.5-85 |O 25 12 | 12 2 12 | 85 | 19 11 | 24 | 3.0 SE-40120TR LTW-15S
B KGM (Will be switched to KGD® G24, G30) Edge Width : 3.0 ~ 8.0mm
LELI%CDX /© m“
— = \
i
5
— v LH
@ ‘ A ‘ i
= | & T
?: \
”””””” 2 LF
® Right-hand shown ~
@ Toolholder Dimensions
. . Edge Width Spare Parts
Stock Dimension (mm) CW(mm) p—
Description
RIL| H | HF [HBH| B | LF | LH | WF |CDX|MIN.|MAX.
KGM®L 1212H-3 O 12 | 12 4 12 100 10.8 3.0 3.0 LTW-20
1616H-3 O 16 | 16 16 o7 14.8 9 HH5X16
2020K-3 OOl 20 | 20 ) 20 | 125 18.8 3.0 4.0 LW-4
2525M-3 OlO| 25 | 25 25 | 150 23.8 HH5X25
KGM®/L 2020K-4 O 20 | 20 20 | 125 18.3 HH5X16
2525M-4 |00 25 | 25 | ~ | 25 |150| 2 [233] 10 | 40|50 HH5X25 LW-4
KGMF/L 2020K-5 O 20 | 20 20 | 125 17.8 HH5X16
2525M5 |0 | 25| 25| | 25 150 2/ |20 10|20 |60 HH5X25 LW-4
KGM®. 2525M-8 OOl 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.

O : Check Availability



B KGM-T (Deep Grooving Type) (Will be switched to KGD® G24) Edge Width : 2.0~6.0mm

=3
3
> A
o
w| = CDX §
2| O @ o
- 77‘ — g
A LH gE'
1 5°/r cs B
= ; g
I - :
A Y
3
””””””” | ST = C
®Right-hand shown - 8
® Toolholder Dimensions g D
. . Edge Width Spare Parts 5
Stock Dimension (mm) CW(mm) p— Wreneh
I w
Description ) 53
R/L| H | HF HBH| B | LF | LH | WF |[CDX|MIN. MAX. \g =5 E
EE
7]
KGMF/L 2012K-2T17 O 20 | 20 12 125 11.15 SB-5TR - LTW-20 -
2020K-2T17 |00 - [20 33 [19.15 17 | 20|30 _  |HHsX16| wa | & F
2525M-2T17 |O|O| 25 | 25 25 | 150 24.15 HH5X25 3
KGM®L 1616H-3T20 |O 16 | 16 4 16 | 100 14.8 - HH5X16 - LW-4
2012K-3T20 12 10.8 SB-5TR - LTW-20 - ®
O 20 | 20 125 | 36 20 | 3.0 | 4.0 3
2020K-3T20 OO - [ 20 18.8 HH5X16 wa | 8
2525M-3T20 |(O|O| 25 | 25 25 | 150 23.8 HH5X25 3
KGM®/L 2020K-4T20 |O 20 | 20 20 | 125 36 18.3 20 HH5X16
2525M-4T20 |O - 4.0 | 5.0 - - LW-4 o
25 | 25 25 | 150 23.3 HH5X25 =1
2525M-4T25 |00 41 25 g H
R =
KGMY. ~ 2525M-5T25 [OC| 25 | 25 | [ 25 (150 ,, 1228] oo | ool 0| . | hmsxes| - W
3232P-5T25 |O 32 | 32 32 | 170 29.8 =
KGM"L 2525M-6T30 |O 25 | 25 - 25 |150| 45 (22.4| 30 | 6.0 | 6.0 - HH5X25 - LW-4 g J
o
- CDX shows the distance from the toolholder to the cutting edge. Ref. to the Table (G41) for the relationship between the available grooving depth and the cutting dia. é
- When using GMG / GMM (2-edge) insert, set the groove depth under 15mm.
@ Applicable Inserts g K
Applications | Grooving / Turning | Grooving/ Tuming |  Grooving | Full-R / Copying | Full-R / Copying | Deep Grooving / Cut-off | Deep Grooving / Cut-off | Deep Grooving/ Cut-off | Deep Grooving / Cutoff | Deep Grooving / Cut-off | Deep Grrooving E
See Page G38 G38 G38 G38 G39 G40 G40 G40 G40 G40 G4
CBN %]
Insert |MW a MS o |MG : o M NB o |TK L e g
> 7 7 P 7 7 g L
Toolholder Description o - y = S
SMM%S%W GMM1520.NB | GMM2020.TK |  GMN2.TK
KGM%...1.5 : : : : | GUtE0T. | GMM2020:NG | Ghz020T. Tk |  GUI2.TK z
GM2020%,.MT E M
GMM2020.MT GMM2020.TK @
MM2420. MW | GMG3020.MS | GMG2520.MG | GMG3020.R SMMSSSSW GMM2020.NB 8MM§358¥§ Qa6 s
KGM®...2(T) WV | GUGRRSIR | CHERRNG | Gz R | il i RN | ST QT | iz e | g4
GMM25207, T NB I Ghiosa07 Tk | GWHLSTK | Gl 2SN
GMM3020%, MT GMM3020°. TK 8a
GMN2520.MT GMN2520.TK ES
KGM....2.5 GMM2420.MW | GMG3020.MS | GMG2520.MG | GMG3020.R GUMGI20 T | GOS0 N8 | G0 TH | QNG TK gl .
Lenn2, GMM3020:MW | GMM3020-MS | GMG3020.MG | GMM3020.R G507 T | GHIMO20.NE | G220 Tk |~ GMF3. T ikl o
GMMB020% - MT GNINB0207 -TK S
GMM3020. MW QUGS | Gueaooo. i gMﬁg%gi GMM3020.MT ootk | T 2 QNS % 7
KGM%....3(T) MW | GliGaozowg | GUG320MG | Giicaoan R GUNGO207..T| GMM3020.NB | Ghiliaoz07. Tk | GMISTK | QWS 3
GUNMO20.MW | iiiado0-1ig | GNCA020-MG | Eiiddso R b T BT & GG N
GMIM4020. MW U | cucaooovg | MR- GMNA.TK GN4 N 2
KGM"...4(T - ; X X iy MN5 35 R
(T) | clnecon b | GuiGs020 NS | GlGs020.HG | GG, curaTk | gl ans | 53
8”&%8%8% GMG5020.MG ? CE%%%’? o
KGM%....5(T) | SUMBO0-WW | GiGR0a0-S | GIGRI0-NG | GMGRO20 R | GMGAGOR0.R . . - . e e _
GMNB020, MS NNB020- R z T
[¢)
KGM#....6T Geozo.w | HOG20-MR | aiasozo.mG | GMOERA-R | Guigacoa0.R : : . : GIING GMNG x
KGM?¥....8 GMI8030.MW - GMGB030.MG - GMGAS030.R
[ If using a full-R insert, you need to modify the corner of insert adapter part of toolholder. | Recommended Cutting Conditions & G117

Recommended Cutting Conditions of CBN / PCD @ G116

O : Check Availability G43



Grooving

External

Internal

Face

G44

External Grooving (External / Face Grooving) Toolholders

B KGMM
wi=z
go‘u_/@ “
A
] ‘T é — ﬁ:@@
_© ; LI{ i 5 T
CoXsE= - — K IF
® Right-hand shown
B KGMS
s
[T
; [aa]
O 5 e
7777777 — - M ==sueill
14_ —1 5 LH
e | T
© : e T
®Right-hand shown [ A LF
@ Toolholder Dimensions
. . Edge Width Spare Parts
Stock Dimension (mm) CW(mm) = Wrench
D ipti
escription g)
R|L| H | HF HBH B | LF | LH | WF |HBKW|CDX|MIN.MAX. é
KGMMR 2525M-3 O 25|25 | - | 25|150| 25 |23.8/ - |4.8|/3.0|5.0 - HH5X25 - LW-4
KGMSR 2525M-3 O 25|25 | - | 25|150|17 | 30| - |4.8|3.0/5.0 - HH5X25 - LW-4

‘- CDX shows available grooving depth. (Ref. to the table G45 for Face Grooving ) ‘

@ Applicable Inserts [External Grooving]

Applications | Grooving/ Turning | Grooving / Turning Grooving Full-R / Copying Grooving Grooving Grooving Grooving Grooving Grooving
See Page G38 G38 G38 G38 G40 G40 G40 G40 G40 G41
Mw MS - | MG MT NB TK TK CBN
Insert o S _ 5 P g - / PCD
Toolholder Description
GMG3020..MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMMR...3  |GMM3020.MW) g\ 15600, MS| GMG3520..MG| GMG4020..R GMN3.TK | GMNS GMN3
KGMSR...3 gwggggm GMM4020..MS |GMGA4020.MG | GMM4020,. R | GMM3020. MT | GMM3020. NB| GMM3020. TK | 14, “Ti¢ gmg gmg
| GMG5020..MS|GMG5020..MG|GMG5020..R
GMM5020..MS GMM5020..R

@ Applicable Inserts [Face Grooving]

Applications | Grooving/Turning | Undercutting | Grooving / Tuming | Grooving / Turning Grooving Full-R / Copying Grooving Grooving Grooving Grooving
See Page G39 G38 G38 G38 G38 G38 G40 G40 G40 G40
Insert " _a Mw - MS PN MG ‘ 3 MT ) NB ~ TK - /
Toolholder Description
GMG3020..MS GMG3020..R GMN3
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMMR... FGG%.3020.. GMM3020..MW GMN4
G : FGG®.4020.. GMG3020.RU GMM4020..MW GMG4020. MS| GMG3520.MG) GMGA4020..R GMM3020..MT|GMM3020..NB| GMM3020..TK GMN5
KGMSR...3 FGG.5020 GMG4020..RU GMM5020..MW GMM4020..MS|GMG4020..MG |GMM4020..R GMN3..TK
- a " GMG5020..MS|GMG5020..MG|GMG5020..R GMN4"TK
GMM5020..MS GMM5020..R a

Recommended Cutting Conditions® G117
Recommended Cutting Conditions of CBN / PCD® G116

O : Check Availability



@ Selection of Insert & Toolholder (Face Grooving) @ External dia. of the groove (MIN.) & Grooving Depth (Face Grooving)

® Case of KGMM ® KGMM / KGMS (Common) mm) 2 A
Toolholder | Left-hand Toolholder | Right-hand CD : Grooving Depth ;-f.
Insert Left-hand Insert | Right-hand _
i g
******** r é : External dia. of the groove (MIN.) §
[ — = o
4§ %
g C
Description DAXN CD &
Toolholder | Right-hand Toolholder GMG/GMM3020-OOOL ] m
Insert | Left-hand Insert | Right-hand GMG/GMM4020-OOO[ 1| @100 4.8 § D
GMG/GMM5020-OOOL][] 2
B FGG7.3020-02 022 | 43 | _,
| FGG".4020-04 228 g3
4.8 S= E
_ — FGG".5020-04 230 53
3 GMG3020-150RU 222 | 43 | 82
— GMG4020-200RU 228 4.8
w
S F
@ Case of KGMS 3
Toolholder | Right-hand Toolholder | Left-hand .
Insert Left-hand Insert | Right-hand g
s
3
%
g H
5
g J
3
. KGMU (External Undercutting Toolholder)
o
‘ H
m
' ]
2
o
g L
A 73
T
Y £
LF = M
® Right-hand shown @
@ Toolholder Dimensions g'gl
Stock SRS i) Edge Width Spare Parts s N
CW(mm) Clamp Bolt Wrench =
Description %
R|IL| H |HF | B | LF | LH | WF |CDX MIN.|MAX. i P
QO
KGMUR 2525M O 25 | 25 | 25 |150|28.5/28.6| 4.8 3.0 (2'8) HH5X25 LW-4 %a
. =0
‘~ CDX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the available grooving depth. ‘ WF shows at GMM5020-RU. ( ) indicates external grooving inserts when installed. g_ g R
oL
® Applicable Inserts @ Undercut Depth CD >
Applications | Undercutting Descriotion Undercut Depth | Dsefon tefedl tevotiee | =
11
2D PR Gas P CD (mm) ap (mm) ) T
Insert '/ s GMG3020-150RU 3.5 1.8
Toolholder Description e “12 | GMGA4020-200RU 4.0 1.9
GMG5020-250RU 4.5 2.1
GMG3020..RU
KGMUR  2525M GMG4020..RU % In case of undercutting for the diameter 100mm or over,
Inserts for External Grooving
- External grooving inserts (grooving width 3mm~6mm) will be attached. GMG OO 20- OO0 ,GMM OO 20- OO0,
(In case of using GMGOO20-OOOLI], GMMOO20-OOOL I, GMNO insert) GMN O are also available.

O : Check Availability

G45



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

CDX CDX
w m w
EJ {@ ‘ ;l &@ )
(- | — - Y
LH LH
35 LF
a a
[ i T I
Is R T I|5 ‘ T
i
KGH7.2020K type KGH?.2525M type
® Right-hand shown KGH%Y.3225P type

M KGHS

WF
T [cDX @
B
WF
T leox @
B

LF

|

] T

w S I i
i o I

Il I{ |

T

i

HF
1 —

T
=| I
KGHS“AEOZOK type KGHS%.2525M type
® Right-hand shown
2
S @ Toolholder Dimensions
S Spare Parts
© Stock DI (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
External R/L| H |HF HBH| B | LF | LH WF |CDX \\Q @ /
el | IKGH%. ~ 2020K-4 (@@ 20 (20 [ 5 20 125, [245248] [ o o
Face 2525M-4 ®® 25 25| - | 25 |150| 7| 24.5-24.8 '
2020K-5 ®® 20 20 5 | 20 125 25.0-25.8
2525M-5 ®® 25 25| - | 25 |150|33.5/25.0-25.8| 13 |[CGH-1%
3225P-5 @® 32 32| - | 25/|170 25.0-25.8 HH6X25 | W-6 SP-6 LW-5
2020K-7 ®@® 20 20| 5 | 20 |125 24.5-25.0 A
2525M-7 @@ 25 | 25| - | 25 150 °°® 245050 1O |CCH2T
2525M-10 ®® 25 25 - | 25150 25.5-26.5 A
3225P-10 |@ |32 32| - |25 170 4! 255065 17 |CGH3T
KGHS i 2020K-4 ®® 20 20 5 | 20 [125 35 .
2525M-4 @@ 25 25| - | 25150 2°| 40 | 'O |CCHTRI o 0 1
2020K-5 ®® 20 20 5 | 20 [125 o5 35 13 | caH-1Y
2525M-5 ®® 25 25| - | 25 150 40 "

‘~ CDX shows available grooving depth.‘

- WF of KGH . Toolholder depends on the insert's edge width.
- Clamp KGH%.*++ CGH- O R for Right-hand Toolholder and CGH- O L for Left-hand Toolholder.
KGHS *.++-CGH- O L for Right-hand Toolholder and CGH- O R for Left-hand Toolholder.

@ Rake Angle (a) after Installment of GH / GHU insert
When using GH OOQO - OO | When using GHU OO - OO
a

Insert Grades a Insert Grades
0° | A65, A66N, PT600M
10° TC40N
TN
TNQO, TC6OM | 10° CRgggs
20° PR930
KW10

@ :Std. Item

G46



Top Clamp

B KGA z
L .| cox g =
—_————— § D 2 o @ 3
B _LH | LF §ﬂ
o 25° g
} L% : : :
-- ®Right-hand shown 3 C
@ Toolholder Dimensions &
. . Spare Parts m
Stock Dimension (mm) Clamp | Clamp Bolt |  Spring Wrench 5 D
3
Description /@ 2
RIL| H | HF |HBH| B | LF | LH | WF |CDX q % @ 5(30
KGA . 2020K-3 ®@® 20 | 20 | 5 | 20 | 125 21.5 A 33
2525M-3 |@@ 25 | 25 | - | 25 |150 | O/ |265| 20 | CGAS 8z
2020K-4 o 20 | 20 5 20 | 125 21.5 A
2505M-4  |® | 25 | 25 | - | 25 |150 | 37 |og5| 20 | CGA4 Y. | HH6X20 | SP-6 LW-5 g E
2020K -5 o 20 | 20 5 20 | 125 21.5 A @
2525M-5 o 25 | 25 - 25 | 150 42 26.5 25 | CGAST
‘~ CDX shows available grooving depth.‘ %)
- Clamp : CGA-OR for Right-hand Toolholder and CGA-OL for Left-hand Toolholder. 2
«
M Applicable Inserts (mm) o
e E_
Description INSE S = gfr.b Tn St:fl/lA loyStee o Classification of usage g H
GH4020-OO~GH8020-O0 20 '\Ié' Smots e o oo el oo et
- Lontinuous~LIg nterruption
GH10025-05~GH12025-05 25 75 N [Nonderrous Metas ° /15t Choics ' 5
GHUOO-0O0 20 S [Titanium Alloys O -/nggrgﬁ;i:—'ght Interruption g J
GA30 o GA40 25 5.0 H Hard Materials (~40HRC) [ ) @ : Continuous / 1st Choice §'
GA50 30 Hard Materials (40HRC~) O|@| O : Continuous / 2nd Choice
; . Zz| P |2 .
Dimension (mm) | Cermet 25 | comiatie| § Ceramic Applicable SeePage or g K
Insert Description NEBEHEE ol,lz|E Applicable | 3
cw | RE |2/3/8 8|2 |58 /8 g Toolholders | wooes
FRRSE| %% <k "
GH 4020-02 [ , [ 02 oo o o z
4020-05 | “° [ 05 | @@ @ @O/O|O KGHY...4 4 L
4520-02 | , . [ 0.2 ® KGHS"....4 &
o5 4520-05 | “° [ 05 | |@
g i: 502002 | .| 02 | |® o o z
Bo meNae 5020-05 | °° [ 05 | @@ @ @000 s M
o] 552002 | .. | 0.2 ® @
5 5520-05 ) 0.5 [ ) KGH?....5 4
Ground Chipbreaker 6020-02 6.0 0.2 LI J o o KGHS"....5 g g
i 6020-05 | - [ 05 | @@ @ @O O cas | a2 N
6520-02 | . | 02 | |@® =3
6520-05 ) 0.5 [ ) _m
84 7020-02 0.2 o0 o o S
gjim 702005 | '° 05 [ (@@ |® (@0 |0 s p
°© E 7520-02 75 0.2 [ KGH?....7 2
sl @ 7520-05 ' 0.5 0 KGHS"....7 Z
Ceramic insert is above shape. 8020-02 8.0 0.2 o0 ( J ([} g..@
Ceramic 8020-05 ) 0.5 e [ ] [ J g% R
10025-05 | 10.0 | 0.5 L] e O A 25
12025-05 | 12.0 | 0.5 o o (o KGH"....10 ch
<™ 84 KGH?%....4 =
5 {ZH GHU 40-20 40 | 025 @ ° e 2 T
> INSL G46 b3
8 P E= 5020 | 50 | 030 @ | |®@ KGHL..5
Molded Ghipbreaker 60-20 6.0 | 0.30 @ ° KGHS%....5
GA 30 3.0 (020 @ ( KGA"....3
- “%(i
INSL 40 40 | 0.25 @ ] KGA?....4 G47
— wﬁ@
K20 50 50 [ 030 @ ([ J KGA?®....5

Recommended Cutting Conditions ® G113~G114
@ : Std. ltem
O : Check Availability { P,

I
[ : Deleted from the next catalog | . . !
. sold in 10 piece boxes ] G47



For Aluminum Wheel External Grooving

. KGMW (External / Facing / Copying)

CDX

LH
| ;
| &
HBL I
LF
® Right-hand shown
@ Toolholder Dimensions
Stock Dimension (mm) Clamﬁ%%rl? Pw:nch
Description Applicable Inserts
R|L| H | HF |[HBH| B LF | LH |HBL | WF |CDX =
=
KGMWF®. 2525M-6 @ @ 22.8 GMGW6030-30R
252505 | @ | ® 25 | 25 | 13 | 25 | 150 | 40 | 55 " 25 | HHB6X25 | LW-5 GMGWB03040R
GMGW8030-40R-HR
@ Applicable Inserts
Dimension (mm) No. of PCD
Insert Description
= CW | RE |INSL| S LE | Edge | KPDOO1
=
S
3 GMGW 6030-30R | 6 3 45 1 ()
© 30 | 55
- 8030-40R | 8 | 4 6 1 °
External ;
Internal
GMGW  8030-40R-HR 8 4 30 5.5 5 1 [
Face

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

© Recommended Cutting Conditions

Recommended Insert Grades (Cuting Speed Ve: mimin)
PCD (1) f for Grooving (mm/rev)
Workpiece Material (2) f for Turning (mm/rev)
KPDO0O1 (3) ap for Turning (mm)
(1) 0.05~0.3
Aluminum Alloys 1503’700 (2) 0.2~0.8
(3) MAX. 3

% : 1st Recommendation

@ : Std. ltem

G48



Summary of Internal Grooving Vs

B Small Dia. Internal Grooving 23~ (G51, G53)
EZ Bars, System Tip-Bars

sepelr) Lasu|
>

Type EZG =z B
Min. Bore Dia. 23 ~ 08 - E
Edge Width (mm) 0.5-20 » me—TE g
Max. Grooving Depth (mm) 1.0~20 st
See Page G51 EZ Bars g ¢
iy
Type VNG = D
Min. Bore Dia. o4 ~ o7 J -
Edge Width (mm) 1.0~20 & =2
Max. Grooving Depth (mm) 08-~20 " System Tin-B St E
See Page G53 ystem Tip-bars § E
2]

Bunog
m

M Internal Grooving @8~ (G57,G60, G64, G66)

o]
8
@ Shallow Grooving =
-
1-edge
] Type SIGC o
y Min. Bore Dia. 28 ~ 212 z H
: Edge Width (mm)|  1.0~3.0 =
. Max. Grooving Depth (mm) 1.0~3.0 4
s TN S See Page G57 . 3
L Ground Chipbreaker 2 J
p— S.
«Q
2-edge 2-edge
Type SIGE Yy ; -
_ Min. Bore Dia. 28 ~ 012 . ° e ;=‘ K
Edge Width (mm)| 1.0~3.0 @
— Max. Grooving Depth (mm) 15~22
See Page G60 Ground Chipbreaker  Ground Chipbreaker g
L Full-R 2L
[e]
1-edge 2-edge 2-edge @
Type GIV 9 . 9 N
Min. Bore Dia. 212 ~ 240 < £
Edge Width (mm)| 1.0 ~5.0 \/ z M
Max. Grooving Depth (mm) 1.7~6.3
See Page G64 Ground Chipbreaker ~ Ground Chipbreaker  Ground Chipbreaker | i .
Full-R 39
\_ J é% N
2-edge 2-edge 2-edge =]
Type SIGE 9 p g g =
Min. Bore Dia. 214 ~ 240 . -f-:
Edge Width (mm)| 1.0~5.0 < i P
Max. Grooving Depth (nm) | 2.5 ~ 6.5 3
See Page G60 Molded Chipbreaker ~ Ground Chipbreaker ~ Ground Chipbreaker |
q FulR ) 3§
s N\ 32 R
Type KIGBA P . g8
Min. Bore Dia. 235 ~ 240 4
Edge Width (mm)| 033~4.8 || /) @) @ /6\{ =7
Max. Grooving Depth (mm) 08~28 —— T 4 —_— i —a—| &
See Page G66 Ground Chipbreaker ~ Ground Chipbreaker ~ GM Chipbreaker MY Chiphreaker
L Full-R )

G49



Summary of Internal Grooving

® Deep Grooving (G70, G72)

Type KGIA
Min. Bore Dia. 232 ~ 066
Edge Width (mm) 3.0~50
Max. Grooving Depth (mm) 10~ 15
See Page G72 Molded Chipbreaker
Type KIGH
Min. Bore Dia. 245 ~ 265
Edge Width (mm) 40~8.0
Max. Grooving Depth (mm) 12
See Page G70 Ground Chipbreaker
Molded Chipbreaker
o M Internal Grooving & Turning 220~ (Gé9, G71)
S
| | | Type KGDI
Min. Bore Dia. 218 ~ 940
External Edge Width (mm) 2.0-~50
Max. Grooving Depth (mm) 45~11.0
Internal -
See Page G69 7.
Face Molded Chipbreaker
Full-R
~—
Type KIGM-8 ( h
Min. Bore Dia. 265
Edge Width (mm) 8.0
] Max. Grooving Depth (mm) 20
See Page G71
Molded Chipbreaker
Ground Chipbreaker
Type KIGMU-8 y
Min. Bore Dia. 265
Edge Width (mm) 8.0
Max. Grooving Depth (mm) 2.2 MoIde%&T_i%breaker
See Page G71 _ )

G50




Small Dia. Internal Grooving EZ Bars

. EZG (Small Dia. Internal Grooving) 4@

2
CIT ‘ 1T ‘ 2
bi,x ; - - I S ﬂ‘ljlbiﬁ L D g
LEL%JQW S é} SN QQQ; 5
LU LU 2
| LF LF ig B
1r = ‘ & 307 | ¢ 307 | g
! 2 Tl T e 2 T T I @
— ﬂ:} |==I [T N |==I [T \% o
Fig. 1 § F 2 Fig. 2 = c
(o]
1‘5:&/%(//’0 0.3 /%\ Chipbreaker in detail g
® Right-hand shown LW—J ?
@ Dimensions g D
Min. Bore Dia. Dimension (mm) MEGACOAT | Caride | Applicable Sleeves ;,3_,
Description Drawing' PR1225|Gwos]  EZH
DMIN |cw RE |[DCON| H LF | LU | WF | WF2 | CDX RILIR| ®F25~F29 =0
EZG%. 040040-050 0.5 e o o 3% E
040040-100 1.0 . e o o 2
040040-150 4 15 4 | 345 | 447 | 12 17 1 Fg2 g T ol @ EZH040.. 3z
040040-200 2.0 e o e
050050-100 1.0 o o e o
050050-150 5 1.5 5 43 | 52.8 2.15 1.5 e o o EZHO050.. = F
050050-200 2.0 20 o e |0 @
060060-100 1.0 | =oom 0 o oo
060060-150 6 1.5 | 0.05 6 | 515 | 60.7 2.65 2 ®@ | @] ®  EZHO060.. o
060060-200 2.0 Fig 1. 91 ® | ® g
070070-100 1.0 $'Telee® 2
070070-150 7 1.5 3.05 2 o oo &
070070-200 2.0 o o0
080070-100 10 7 6.2 | 63.7 | 25 e o o EZHO070.. o
080070-150 8 1.5 3.45 2 e o o = H
080070-200 2.0 e e o S
EZGR 030030-050S 0.5 ®
030030-100S 3 10 3 25 | 37| 5 1.25 0.8 ° EZHO030.. .
040040-050S 0.5 ® 3 J
040040-100S 1.0 ° 3
040040-1505 4 15 4 | 345 | 447 | 8 1.7 1 ° EZH040.. E
040040-200S 2.0 ®
050050-100S 1.0 [ o
050050-150S 5 1.5 5 43 | 528 2.15 15 ° EZHO050.. =z K
050050-200S 2.0 | *oom 0 Fig. o @ 3
060060-100S 10 | 0.05 <o
060060-150S 6 1.5 6 | 5.15 | 60.7 2.65 ® EZH060.. o
060060-200S 2.0 10 0 s
070070-100S 1.0 0 o L
070070-150S 7 1.5 3.05 2 ° S
070070-200S 2.0 °
I A 10 7 6.2 | 63.7 ° EZHO070..
080070-150S 8 1.5 3.45 ® = M
080070-200S 2.0 ] 3
[- CDX shows available grooving depth. |
_|
o . S —
@ EZ Bars Identification System 28
EZ G R 030 030 - 050 S gz N
— ——1 L = L — | .
w
el
ISymboI of EZ Barsl Applications Insert Hand Min. Bore Dia. Shank Dia. Edge Width Type B P
G Internal Grooving| | R : Right-hand 030 : 3mm 030 : 3mm 050 : 0.5mm . g
S : Short type 7
L : Left-hand 040 : 4mm 040 : 4mm 100 : 1.0mm LU di ) s,
= : 150 : 1.5mm | |(LU dimension)| 5
) 33 R
: =0
] =

@ Recommended Cutting Conditions

@ : Std. ltem

% : 1st Recommendation

—————

| EZ Bars are
1 sold in 1 piece boxes

Insert Grades EZGRO60060-..(S) z T
Cutting Speed Vc: m/min . @
Workoiece Material ( chsii ) EZGR030030-..S E;gagggggg_“g EZGR070070-...(S) R ¥ .
orkpiece Iviaterial MEGACOAT Carbide EZGR080070-...(S) emarks
PR1225 GWO05 f (mm/rev)
Carbon Steel / Alloy Steel 30?(100 - ~0.02 ~0.03 ~0.05
Stainless Steel 30*:80 - ~0.01 ~0.02 ~0.03 Coolant
Non-ferrous Metals - 0 - ~0.05 ~0.08



Grooving

External

Internal

Face

G52

Applicable Sleeves for Internal Grooving Inserts

@ Applicable Sleeves

Sleeve Applicable Insert for Small Dia. Internal Grooving
] ] Sleeve | Applicable Machine
(Adjustable ovﬁﬁgﬂngﬁv-i!; coolant hole) (AdjustaEez otlerlh_y:g; length) EZH-ST Shank Dia. EZG =i Dl Manufacturer
® F25 ® F26 ®F28 DCON(mm) DCON(mm)
EZH 03012ST-80 EZG_ 030030-... 3
04012ST-80 EZG_ 040040-... 4
) ) 05012ST-80 12 EZG_ 050050-... 5 (General purpose)
06012ST-80 EZG_ 060060-... 6
EZG_ 070070-... 7
i EZG_ 080070-... 8
EZH 03016HP-100 |EZH 03016ST-100 EZG_ 030030-... 3
04016HP-100 04016ST-100 EZG_ 040040-... 4
) 05016HP-100 05016ST-100 16 EZG_ 050050-... 5 (General purpose)
06016HP-100 06016ST-100 EZG_ 060060-... 6
EZG_ 070070-... 7
07016HP-100 07016ST-100 EZG_ 080070-.. 8
EZH 03019CT-120 EZH 03019HP-120 |EZH 03019ST-120 EZG_ 030030-... 3
04019CT-120 04019HP-120 04019ST-120 EZG_ 040040-... 4
05019CT-120 05019HP-120 05019ST-120 19.05 EZG_ 050050-... 5 Citizen Machinery
06019CT-120 06019HP-120 06019ST-120 ' EZG_ 060060-... 6
EZG_ 070070-... 7
07019CT-120 07019HP-120 07019ST-120 EZG_ 080070-.. 8
EZH 03020CT-120 |EZH 03020HP-120 |EZH 03020ST-120 EZG_ 030030-... 3
04020CT-120 04020HP-120 04020ST-120 EZG_ 040040-... 4 Eguro
05020CT-120 05020HP-120 05020ST-120 20 EZG_ 050050-... 5 Tsugami
06020CT-120 06020HP-120 06020ST-120 EZG_ 060060-... 6 Citizen Machinery
EZG_ 070070-... 7 (General purpose)
07020CT-120 07020HP-120 07020ST-120 EZG_ 080070-.. 8
EZH 03022CT-135 EZH 03022HP-135 |EZH 03022ST-135 EZG_ 030030-... 3
04022CT-135 04022HP-135 04022ST-135 EZG_ 040040-... 4 o
05022CT-135 05022HP-135 05022ST-135 - EZG_ 050050-... 5 Sﬁ;:";f:’;gs
06022CT-135 06022HP-135 06022ST-135 EZG_ 060060-... 6 Tougami
EZG_ 070070-... 7
07022CT-135 07022HP-135 07022ST-135 EZG_ 080070-.. 8
EZH 03025.0CT-135 [EZH 03025.0HP-135 |[EZH 03025.0ST-135 EZG_ 030030-... 3
04025.0CT-135 04025.0HP-135 04025.0ST-135 EZG_ 040040-... 4 Eguro
05025.0CT-135 05025.0HP-135 05025.0ST-135 o5 EZG_ 050050-... 5 Tsugami
06025.0CT-135 06025.0HP-135 06025.0ST-135 EZG_ 060060-... 6 Citizen Machinery
EZG_ 070070-... 7 (General purpose)
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZG_ 080070-.. 8
EZH 03025.4CT-120 |EZH 03025.4HP-120 |[EZH 03025.4ST-120 EZG_ 030030-... 3
04025.4CT-120 04025.4HP-120 04025.4ST-120 EZG_ 040040-... 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 254 EZG_ 050050-... 5 Gitizen Machinery
06025.4CT-120 06025.4HP-120 06025.4ST-120 EZG_ 060060-... 6
EZG_ 070070-... 7
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZG_ 080070-.. 8

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

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




Small Dia. Internal Grooving System Tip-Bars [Solid Type]

M VNG z
Lu 1 5 A
Q0
s
£ ) -
% ﬁ : @ gg 5
=% . ol |5
LF [=}
& & g T z
Cw+£0.03 (Edge enlarged) f T H [ § C
® Right-hand shown 7
I'><I'I
g D
Classificati f P Carbon Steel / Alloy Steel | @ O ]
assitication or usage M Stainless Steel ° O =
@ : Continuous / 1st Choice K [Castlron (J - =2
O : Continuous / 2nd Choice N Non-ferrous Metals L4 o SR E
S | Titanium Alloys o L % e
_ _ L | Hard Materials (-40HRC) [O| [O L 2 @g
® Dimensions Hard Materials (40HRC~) % §
o O o g
Min. N MEGA Q|2 ® 5 - F
Bore Dia. Dimension (mm) COAT i S PCD 8 § a
Description g
8 8288 < |3
DMIN| CW | RE | H | LF | LU | WF | WF, | CDX |&| 2|Z8|a g
o oo a
o Y| X
VNGR 0410-11 1.0 o 00
4 . . )
0420-11 20 | %% ws | 11 L 1% e ee 2 H
0510-11 5 10 | o8 ' s ' o |® 0@ S
0520-11 2.0 ’ 3.9 ’ ) o 00
0610-20 10 ' o oo S
0620-20 © | g0 | 9% s | 0 s e ee g J
0710-20 ; 10 o ' 6.0 ' o0 @ @@ a
0720-20 2.0 ' ) ) o oo F32
VNGR 0410-11NB 1.0 MTO F33 g
4 0.05 3.5 0.8 =
0420-11NB 2.0 308 | 11 o1 MTO 2 K
0510-11NB 5 10 | o ' s ' 10 MTO
0520-11NB 2.0 : 39 : : MTO 9
0610-20NB 1.0 ' MTOMTO S L
0620-20NB ® | 20 | *® 208 | 20 >2 03 18 MTONTO S
0710-20NB 5 10 | 0 ' 6.2 ' 20 MTOMTQ
0720-20NB 2.0 ' ' ' MTO z
\»CDX shows available grooving depth. \ E M

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

@ Recommended Cutting Conditions

W Buiuing
10} sj00|
=

Recommended Insert Grades (CuingSeed Ve
MEGA | pyD |Carbide VNGO04 | VNGO06

. . COAT =
Workpiece Material [ ° - VNGO5 | VNGO7 | Remarks o
N
8 8| = s p
E o X f (mm/rev) g?
%]
Carbon Steel / Alloy Steel| 5%, | 5000 ~0.03 | ~0.05 25
o
Stainless Steel 30'5;0 3(?};0 ~0.02 | ~0.03 | Coolant o

Xepu|
-

Non-ferrous Metals ~0.05 | ~0.08

~300

% : 1st Recommendation vt : 2nd Recommendation

S

o St_d' Item ! System Tip-Bars (VNG) are ! CBN & PCD Inserts are 1
MTO : Made to order . . 1 . .
1 sold in 5 piece boxes 1 sold in 1 piece boxes ,' G53
A



Grooving

External

Internal

Face

Small Dia. Internal Grooving SIGC -

High Precision Small Dia. Internal Grooving

SIGC

Newly Developed Clamping System Ensures a Firm Insert Hold to Provide High-Precision Machining.
Excellent Chip Evacuation with Double Coolant Holes and Optimized Flute Shape with a g8mm Minimum Cutting Diameter

Firm Insert Clamping System Provides High-Precision Machining

Firm clamping action by pulling the bottom surface of the insert in axial direction
Stable machining is achieved by ensuring a firm clamp on the insert

Newly Developed /
Insert Clamping System

Clamping Part (Image)
Firm clamping is available due to large contact surface
SIGC

Insert

— ~

Toolholder

Bottom Surface Contact

Competitor A

Anti-rotation

Contact surface Insert

' Clamped in the Axial Direction Supports cutting force with the surface of insert Teeliatlen

G54

Point Contacts

Cutting Edge Stability Position Comparison (Internal evaluation)

Measurement of the cutting edge position and angle after turning
Cutting Edge Movement Amount in Z-direction (mm) Front of Cutting Edge Angle Variation (')

+

j—.—V 0

Z-direction

30
0101 M sIGC
[l Competitor A

[ Competitor B
0.05

20'

0 10 20 30 40 0 I I I -

Passes SIGC Competitor A Competitor B

0.00

-0.05

Cutting Edge Movement Amount in Z-direction (mm)
Front of Cutting Edge Angle Variation (')

No Movement

-0.10

Cutting Conditions : V¢ = 50 m/min, ap = 0.2 mm, f = 0.05 mm/rev, Wet Workpiece Material : SCM435 External Turning

SIGC ensures high precision machining by preventing cutting edge position movement



Excellent Chip Evacuation

sepelr) Lasu|
>

Excellent Chip Evacuation with Double Coolant Holes and Optimized Flute Shape

S)asu| 8jqexepu|
Buiung
oy}

Double Coolant Holes Flute Shape 8
Promotes chi tion b g ¢
romotes chip evacuation by Smoothly evacuates chips towards g
aiming at bore face of workpiece the back of the toolholder “
m
s D
8

Buiuiyoepy
sped |[ews
m

Discharges coolant towards the cutting edge Smoothly evacuates chips
Wear Resistance from the cutting edge

Bunog
m

Provides a better solution when facing chip evacuation difficulties in small internal grooving
Prevents chip crunching

Buirooin)

o
. . . . =
Chip Evacuation Comparison (Internal evaluation) T H
=%
Cutting Conditions : V¢ = 50 m/min, ap = 1.0 mm (Shouldering), f = 0.03 mm/rev, Wet (Internal coolant), Workpiece Material : SCM415, Edge Width 2 mm
E
@
g J
3
«Q
9
= K
«Q
(%]
=X
a
o L
o
7]
£
S M
«Q

Residual Rate (%) Chip Evacuation Comparison

W Buiuing
10} S]00]
=2

50 SIGC Competitor A Competitor B

40

sped aledg I
)

8
2 3
& 5
3 g3
é 20 gg R
4 58
10 -
= cl 3 a s § T
0 @ Fr-% \})} \d Tt I3
SIGC Competitor A Competitor B ¥ %1 icad : ' -
‘ s » ~ (-
a Py o 5 V)
ghto emaining i 8% &t J
Residual %) = Weight of remaining chip in the hole (g) 100
Rate Weight of chips removed (g)

No Remaining Chips
Chip Evacuation : Good

G55



Dimension (nm) _uRgten |
Insert Description PR1725 | PR1535 %%?A'g%%fs
CW |[CDX| RE | W1 |INSL| S | D1
Handed Insert shows Right-hand R R L
GC08%. 100-005 | 1.00 o O o o
120-005 | 1.20 0.05 o o o o
125-005 | 1.25| 1.5 34177 35|27 @ ®@ | @ | ® | SIGC" 0812-EH
150-010 1.50 01 e o o o
200-010 | 2.00 ’ o & o o
GC10%. 100-005 | 1.00 ® o o o
120-005 | 1.20 0.05 o & o o
125-005 | 1.25 o & o o
145-010 1.45 e & o o
o WA 150-010 150 2.2 01 47 | 96 | 44 | 35 e o o o SIGC?L 1016-EH
——— T 200010 | 2.00 o o 0@
— 250-020 | 2.50 02 o e o o
a 300-020 | 3.00 ' ® & o o
2 — $ GC127 100-005 | 1.00 e o/ 0 o
j 120-005 | 1.20 0.05 e o o o
S | /:‘:\ 125-005 | 1.25 e o o o
RE RE 145-010 145 o & o o .
o x 150-010 150 2.2 0.1 47 | 116 | 54 | 35 e o o o SIGC"?. 1216-EH
B N ) 200-010 |2.00 o e o o
250-020 | 2.50 0.2 e & o o
) 300-020 | 3.00 ' e o o o
-§ - CDX shows available grooving depth.
G
External
nera @ Recommended Cutting Conditions
E Recommended Insert Grades (Cutting Speed Vc : m/min) (1) f for Grooving (mm/rev)
ace
Workpiece Material Mfﬁgﬁggg ME’\?:’\?(())AT (&) Tor Turning (mm/re) Remarks
(3) ap for Turning (mm)
PR1725 PR1535 - - - -
GCOBY.. o0 00, s s00.
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Carbon Steel oo %0 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04
(3) Max. 0.05 (3) Max. 0.05 (8) Max. 0.1
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Alloy Steel 5%0 50%;0 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 Coolant
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1
(1) 0.01~0.08 (1) 0.01~0.03 (1) 0.01~0.03
Stainless Steel 5072%0 50!%0 (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

Small Dia. Internal Grooving SIGC

M Applicable Inserts

_____________

GC type inserts are
sold in 5 piece boxes

% : 1st Recommendation

Y% : 2nd Recommendation

@ : Std. ltem



I SIGC Excellent Bar (with Coolant Hole)

o A
Q0
g
LF g
S B
O &3 B
& =
|  E—— ®
- {—-— I — Q
= =
B H g C
&
T D
® Right-hand shown Right-hand Insert for Right-hand Toolholder. ;?_,
@ Toolholder Dimensions =2
Q
Min Spare Parts 3% E
Stock B D Dimension (mm) Sw
" ore Uia. Clamp Screw| Wrench Applicable Inserts @w
Description
@®G56
& @
R|L|DMIN[DCON| H | LF | LH | WF |CDX E S e
a
SIGC". 0812-EH [ AN ) 8 12 11 100 | 18 | 4.1 1.5 | SB-2270T"L FT-7 GC08%.100-005~GC08%.200-010
1016-EH ® ® 10 | 16 | 15 | 100 | 21 | 5.0 | 2.2 . GC10%.100-005~GC107%.300-020 o
1216EH  |@ @ 12 | 16 | 15 | 110 | 25 | 6.0 | 2.2 | S0 o070k F1-8 GC12%.100-005~GC12%.300-020 g
Setting the insert §
‘Use compressed air or other measures to remove chips from the insert pocket
‘Mount the insert into the toolholder ensure the bottom makes contact with the end of the toolholder's surface
-Keeping the insert seated, tighten the insert clamp screw at an appropriate torque (@)
Recommended tightening torque : 0.8 N-m(SB-2270T%),1.2 N-m(SB-3070T%) 5 H
o
=
® Applicable Sleeves
_|
=2
Applicable Sleeves. Please see page F84, F85 for more details. é J
=3
=}
Shank Size 12 16 .
(Hole Dia.: mm) (12 mm) (16 mm) o
= K
. SIGC%. 1016-EH a
R -
Toolholder Description SIGC. 0812-EH SIGC™. 1216-EH
7]
=X
i Sl SH 12... SH 16... 5L
(For Boring Bars) 3
SHC Sleeves &
SHC 12... SHC 16...
(Coolant Sleeve)
=
SHA Sleeves SHA 12... - = M
«Q
_|
58
g= N
=)
n
el
L
(o]
o P
@
33 R
o =
58
T
x
@ : Std. ltem

G57



Internal Grooving SIGE

M Applicable Inserts oy [P Joarbon steet Aty st | O o
mm . Classification of usage| &
= M |Stainless Steel () @)
Decrlptlon W1 INSL S D1 K lcasto o @ : Confinuous-Light ntermuption/ §
gEF/{"'_':R 6.69 6.5 2.58 25 ! 1 Chie 9
GE7...B N |Non-ferrous Metals @ | Oonious-Litnempion] | 12
GER..BR | 46 82 8.18 2.7 S [Titanium Alloys @ | o @
GER...-CM 5.8 11.48 4.05 2.8 Hard Materials (~40HRC) () O .:ComlmUOUS/ st ChOiPe (_3
GER...-DM 6.8 16.44 5.05 34 H : (O Continuous / 2nd Choice =
GER....EM 9.54 21.66 5.55 4.4 Hard Materials (40HRC-) <
Dimension (mm) |Cermet| MEGA | PVD |  Carbide =
= (o]
Insert Description TN6020|PR1225|PR1025| GW15 | Kw1o | Applicable | &
CW |CDX| RE Toolholders $
Handed Insert shows Right-hand RILIRILIRIL/RIL R|L =
GE®L 100-005A | 1.00 o (I 2K 3K J [ JIN
120-005A | 1.20 0.05 | @ [ 3N BN J ]
R -
125-005A | 1.25| 1.5 ] e/ejele e ::gg;ﬁﬁﬁl gg?
150-010A | 1.50 o @/ e e o e
200-010A | 2.00 K (JK I JK o | [
O - GE%. 100-005B | 1.00 o eooe 0
120-005B 1.20 0.05 | @ (I 2K ) o
125-005B | 1.25 O o0 o ] o SIGE"...B-EH G60
1450108 [145] o eoo o SIGER;L'"B'WH G61
. Lesa O™
150-010B | 1.50 01 @e|e|e/e|e|[ ® | 51GER. B-WH-90 |G62
200-010B | 2.00 o006 06 oo [ JK
250-020B | 2.50 0.2 ( AN BN AN BN AN J [ ]
2-edge 300-020B | 3.00 T 00 e e e e [ JK
o GER 100-050AR | 1.00 . 0.5 o o o SIGER..A-EH |G60
< 200-100AR | 2.00 1.0 o o r| [SIGER..A-WH |G61
o
) GER 100-050BR | 1.00 0.5 (] o o SIGER...B-EH
2.2 SIGER...B-WH
Zp-ﬁﬁ.%xe 200-100BR | 2.00 1.0 o (] [ SIGER...B-WH-90 G60
External GER 150-010CM| 1.50 o1 o (o G61
Internal 200-010CM | 2.00 ' d d SIGER...C-EH G62
250-020CM | 2.50 | 2.5 o @ SIGER...C-WH
Face 300-020CM | 3.00 0.2 e o SIGER...C-WH-90
350-020CM | 3.50 o (]
GER 150-010DM | 1.50 | 3.0 01 o [ J
200-010DM | 2.00 ' o [ J
230-020DM | 2.30 | 3.2 o (]
250-020DM | 2.50 (] ([ J SIGER...D-EH
GEo 22 yoou-SooFoow 300-020DM | 3.00 0.2 o o
350-020DM | 3.50 | 4.5 o @
400-020DM | 4.00 (] o
GER 150-010EM | 150| 30 | o o G60
200-010EM | 2.00 | 3.2 o o
S Sy 250-020EM | 250 | , o |o
=i s e
e - > 55|02
400-020EM | 4.00 o (]
450-020EM | 4.50 (] o
2-edge GER300-020CM-~350-020CM 6.5
Molded Chipbreaker e oo e oo 500-020EM | 5.00 ([ J ([
|- CDX shows available grooving depth. | Recommended Cutting Conditions @ G115
@ Chip Control Comparison (Molded Chipbreaker) @ Chip Control Comparison (Min. Bore Dia. : ¢8)
f (mm/rev) SCM415(Bore Dia. : 516) . f (mm/rev)) SCM415 .
Evaluation s Evaluation
Description 0.05 0.07 0.1 Description 0.02
SIGER1612C-EH Py : : : SIGER080BA-EH| @ ¢ = 1
cera0ooz0c(Priozs)| € s & | § 8 | Good Chip Controll 1 e pa00-0108 | A1 i \/
: ; PR1025 N ;
Competitor A o - b @« . Insert Fract Unstable Chip Control ( ) -l N
Width : 3mm 3 Il'""lt. @ nsert Fracture and biting ﬂ \
- 5 2 IR W Competitor C ) q
Competitor B | L« 4 | @ A B ) Unstable Chip Control Width : 2mm | ® .
; . -!'/i}r > ‘ . and biting ’ N .
Width : 3mm ;A . el @ — Chipping
(Ve =100m/min, ap=2.0mm , Wet) (Internal evaluation)  ( Ve=50m/min, ap=1.25mm, Wet) (Internal evaluation)

A 3 @ : Std. Item

Inserts are
G58 : sold in 10 piece boxes : [ : Deleted from the next catalog
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I Applicable Inserts P [Carbon Steel / Alloy Steel @ | © - w| 2
(mm) M |Stainless Steel Py o Classification of usage g 5 A
Description Wi1 INSL S D1 @ : Continuous-Light Interruption /| S 8
GE"L...-C RS (Cactlich © 1t Choice < @
GER.CR | 28 | 148 405 341 N [Non-ferrous Metals L () Continuous-Light Inerupton % Z
GE"LD S |Titanium Alloys o .2ndCh0|ce |3 %g B
cenon | 0194 95| 90 || hdueis o | @ | O
GE*L...-E 9.54 | 2166 | 5.55 4.6 Hard Materials (40HRC~) < 8
Dimension (mm)|Cermet| MEGA | PVD_.|  Carbide i g c
e Description TN6020/PR1225/PR1025| GW15 | KW10 %%?;‘g%ﬂ?s g| g
CW |CDX| RE o
Handed Insert shows Right-hand R|{L|{R|LIR|L|R|L|R|L 2 g D
GE7. 100-005C | 1.00 oo 00000 o 5
120-005C | 1.20 0.05 @ o 0000
125-005C | 1.25 e o |eee e =2
140-005C [ 1.40 o (o [eo[[][® S E
145-010C | 1.45 e |eje 0 LS
150-010C | 1.50 o o o000 0 SIGE%...C-EH |G60| “
g 170-010C  |1.70| 25 | . |[] ® o o SIGE"...C-WH |G61|
| 185-010C [ 1.85 ' e (o000 SIGER...C-WH-90 G62| = F
R 195-010C | 1.95 ® 0|0 @
200-010C | 2.00 AEIODDO0000
250-020C | 2.50 o o000 0o e
300-020C | 3.00 02 | o/o/eo/e 00 @ ]
2-edge 350-020C | 3.50 00 e 0 a
GE®. 100-005D | 1.00 0.05 @ o 0o/0o0 0o
140-005D [1.40| 25| |@ 00 ® o
145-010D | 1.45 ® ® e o0 z H
150-010D | 1.50 o 0o/0o 00000 =
g 170-010D | 1.70 ® 00 OJ
< 3.0 =
185-010D | 1.85 0.10 e[ 3
RE 195-010D | 1.95 ° g J
GER100-005D~280-020D 200-010D |2.00 ( AN AN AN AN 3K AN NIl a
225-010D | 2.25 O IO SIGE"....D-EH
230-0200 (230 ., o ool |o 2 K
250-020D |2.50| o 00000 o[ =3
g 275-020D |2.75 0
| 280-020D | 2.80 0.20 o o @
R 300-020D | 3.00 “ oo o o000 e S L
GER300-020D~400-020D 330-020D | 3.30 45 ® 8
350-020D |3.50| ® O OO @
400-020D | 4.00 ® o 00 ®
GE®. 100-005E [1.00| 2.5 |0.05| @ 00 e G60 § M
150-010E 1.50 o [ JK 2K 2K 2K 3K J ]
170-010E [1.70| ® o o000 ,
185-010E |1.85| ™" | . | @ 0 £
195-010E | 1.95 O e e ga N
200-010E | 2.00 o o o000 =)
225-010E |2.25| 3.2 ® [ [ JImK ) _m
230-020E | 2.30 0 e Lo g
250-020E | 2.50 oo 000000 P
275-020E | 2.75 [ ] o SIGE"....E-EH 3
280-020E |2.80| 4.5 ° IO =
300-020E | 3.00 oo 0oeoj0o0oe ga
g 330-020E  [3.30 0o @ @] jefe s R
- 350-020E | 3.50 T e e e ® 0 0| ] gL
R 400-020E | 4.00| 5.5 ® ® oo o0 o0
GER450-020E~500-020E 430-020E | 4.30 Ld Ld 3 T
450-020E | 4.50 e Lo O e 9
460-020E | 4.60| 6.5 O ®
2-edge 500-020E | 5.00 ® ® 0
GER 200-100CR |2.00 1.0 ([ [ ] [ ] SIGER...C-EH G60
. 250-125CR |2.50| 2.5 |1.25 ) ) () SIGER...C-WH  |G61
300-150CR | 3.00 15 o o |o SIGER...C-WH-90 | Gi62
GER 200-100DR |2.00| 3.2 | 1.0 ) () ()
P 300-150DR |3.00 | 4.5 | 1.5 o (o (o SIGER..D-EH |G60
| - CDX shows available grooving depth. | Recommended Cutting Conditions & G115
@ : Std. Item TR )
[J: Deleted from the next catalog :\ sold in 10 piece boxes : G59



Internal Grooving SIGE

B SIGE-EH Excellent Bar (with Coolant Hole)

Grooving

External

Internal

Face

%

e —

Coolant Hole

® Right-hand shown

S
S
S

Coolant Hole

=z
8| Fig.2
[=]

Coolant Hole

DCON

LF

=z
77777 Q

(6]
[a]

Fig. 3

1612C-EH shank is 3 face cut type

(top, bottom and one side)
Coolant Hole

Fig.5

Coolant Hole

=z
—————— 4]

,,,,,, o

o

LF

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

Fig. 6

Coolant Hole

@ Toolholder Dimensions

G60

Min Spare Parts
Stock " Dimension (mm
Deserit Bore Dia. {mn) D Clamp Screw| Wrench Applicable Inserts
escription rawing = ®G58, G59
R|L |DMIN|DCON| H | LF | LH | WF |CDX E /
DT
SIGE?. 0808A-EH @ |@| 8 | 8 |72 |100 | 20 | 48 | 15 |Fig.1/SB-2045TRN| FT-6 | - |SEICO006A-GEV200-010
1010B-EH (@ | @ 10 25 | 6.2 Fig. 1 GE".100-005B~GE":300-020B
1210B-EH @ @ | 12 10 9 125 30 7 22 Fig. 2 SB-2255TR | - | DT-7 | GER100.050BR-GER200-100BR
1412C-EH @ | @ | 14 12 1114/ 150 33| 8 Fig. 3 GE®.100-005C~GE".350-020C
1612C-EH (@ | @ 16 ) 20 | 85 | 2.5 |Fig.4| SB-2570TR | FT-8 | - |GER150-010CM~GER350-020CM
1616C-EH . . 16 15 160 36 9 GER200-100CR~GER300-150CR
GE.100-005D~GE":400-020D
2020D-EH @ |®| 20 20 | 19 | 180 | 40 |12.1 | 45 |_, SB-3080TR |FT-10| - | GER150-010DM~GER400-020DM
Fig. 5 GER200-100DR~GER300-150DR
2525E-EH @ | @ | 25 25 | 24 | 200 | 45 | 15.6 E7100.005E.GE™ 500.020E
3232E-EH @ | @ | 32 3 | 304 220 | 55 | 19 | 6.5 _ SB-4085TR |FT-15| - | 2cR150-010EM-~GERB00-020EM
4032E-EH (@ @ | 40 250 | 45 | 23 Fig. 6

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

B Features

@ Large chip pocket screw clamp toolholder design
enables excellent chip evacuation

Large Chip Pocket

@ Cutting edge is free from

contact face

Contact face

%
T £ @ An 8mm minimum bore diameter with a 2-edge design
A —

Screw Clamp

@ Cost effective chip control

from a molded chipbreaker

Conventional Clamp

GER..M

@ : Std. ltem



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

Coolant Hole

sepelr) Lasu|
>

Fig. 1

AN
DCON

S)asu| 8jqexepu|
Buiung
vy}

$00L GOd % NEO
(@]

Coolant Hole

v §1 Fig. 2
o

Jeuseixg
O

Buiuiyoepy
sSled |[ewsS
m

Coolant Hole

8l Fig.3 g F
81 ig. g
()
o
2
a
@ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
. . o
@ Toolholder Dimensions S H
o
=
M Spare Parts
in. . .
Stock Bore Dia Dimension (mm) 4
- : ) Applicable Inser I
Description Draning Clamp Screw| Wrench pplicable Inserts 3y
FT @G58, G59 a
E
R|L |DMINIDCON| H | LF | LH | WF |CDX E’ /%
DT 5
GE®L100-005A~GE".200-010A =
SIGE". 0808A-WH (@ @ 8 8 72 | 125 | 28 | 48 | 1.5 o SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR E K
1010B-WH @ @ 10 125 | 35 | 6.2 '9: GE".100-005B~GE".300-020B
10 9 2.2 SB-2255TR - DT-7
1210B-WH @ @ 12 140 | 45 7 GER100-050BR~GER200-100BR @
1412C-WH @ @ 14 150 | 50 | 8.7 Fig. 2 GE®1100-005C~GE®.350-020C s
12 |11.4 25 — | SB-2570TR | FT-8 | - | GER150-010CM-GER350-020CM s L
1612C-WH @ @ | 16 180 | 20 | 85 Fig. 3 GER200-100CR~GER300-150CR s
‘ - CDX shows available grooving depth. Available Groove Depth : “CDX” Dimension of Insert. ‘
@ Applicable Insert & Rake Angle (a) after Installment of Insert = M
>
o Applicable Insert & Rake Angle (a) after Installment of Insert ©
Toolholder Description : -
Ground Chipbreaker a Molded Chipbreaker a =
38
GE%.100-005A~GE%200-010A o o N
SIGE7. 0808A-EH | GERi00.050AR-GER200-100AR 5 ) ) ‘;g«
1010B-EH | GE%.100-005B~GE¥.300-020B 50 -
1210B-EH | GER100-050BR~GER200-100BR . ) é’
1412C-EH GE®.100-005C~GE®.350-020C z P
o | .100-005C~GE%.350- o o o
1612C-EH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10 =
1616C-EH 54
GE?.100-005D~GE?,400-020D . o o8
2020D-EH | Ccpo00 100DR-GER300-150DR 9 GER150-010DM~GER400-020DM 10 :ZR
2525E-EH s=
3232E-EH GE®1.100-005E~GE"500-020E 10° GER150-010EM~GER500-020EM 10°
4032E-EH 2T
@
GE®.100-005A~GE%.200-010A o <
SIGE". 0808A-WH | GER100-050AR~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
1A12CWH | e41100-005C-GE.350-020C
e .100-005C~GE%.350- o o
1612C-WH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1412C-WH-90
a indicates the rake angle at the center of the edge width after installing insert.
@ : Std. ltem
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For Automatic Lathe

Internal Grooving SIGE

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

S
QQO Coolant Hole
I ’ 1 Fos
s L _H_| 'S-
S
o)
00 Coolant Hole
. )
] ,7 : }
—— . Fig. 5
B == .
G H
|
= | .
® Right-hand shown Right-hand Insert for Right-hand Toolholder.
@ Toolholder Dimensions
Min Spare Parts
¢ Dimension (mm)
A Y Bore Dia. - Clamp Screw| Wrench Applicable Inserts
escription oc rawing @G58, G59
DMIN [DCON| H | LF | LU |*LH|WF |CDX = %
SIGER 1008B-WH-90 | @ | 10 | 8 |7.2 25 5.6 _ GER100-005B~GER300-0208
1210B-WH-90 | @ | 12 | 10 | 9.4 90 30 15 66 2.2 |Fig. 4| SB-2255TR FT-7 GER100-050BR~GER200-100BR
GER100-005C~GER350-020C
1412C-WH-90 [ ) 14 12 {114/ 90 | 35 | 15 | 7.4 | 2.5 |Fig. 5| SB-2570TR FT-8 GER150-010CM~GER350-020CM
GER200-100CR~GER300-150CR

g) * LH shows minimum overhang length.
'CS> - See Page @ G61 for Applicable Insert & Rake Angle (a) after Installment of Insert.
(% @ Applicable Sleeves
— H/2 H1 10, 25 = S 1
)
External ] X =] ’ al [
i ICRE==¢)5 (&) 1f
Internal J — = i
45
Face o (A7 = 7
8BE 77777 — ,E o Y% =
_ R T gl - i i b — ﬂ
(Toolholder installation side) (Toolholder installation side)
Fig. 1 Fig. 2
. . Spare Parts
Dimension (mm) 3 P Wi h
crew renc q .
Description Stock Drawing GRTIEELSID ARG
@ Manufacturer
DCB|DCON|HDD|DCB2| H | H1 | LF | L1 &
SHA 0820-120 o 8 )
2 14 | 12 | 1 25|12 - |Fig.1
1020-120 R 9 |925) 120 9 Eguro
SHA 0825.0-135 [ J 8 14 HS6X4P LW-3 Tsugami
1025.0-135 o 10 | 25 14 | 24 |11.5| 135 | 17 |Fig.2 Citizen Machinery
1225.0-135 [ J 12 16
SHA 0819-120 [ ) 8
19. 14 12 1 75|12 - |Fig. 1
1019-120 ® | 10 % 8 875|120 9
SHA 0820-120 [ ) 8 )
1020-120 ® | 0| 20|14 1219792501201 - FGTaavap LW-3 Citizen Machinery
SHA 0825.4-120 ( J 8 14
1025.4-120 [ ] 10 [25.4 14 |244| 12 | 120 | 17 |Fig.2
1225.4-120 [ } 12 16
SHA 0822-125 [ J 8 14 Star Microni
1022-125 ® | 10| 2 14 | 21 | 10 |125| - |Fig.1| HS6X4P LW-3 ,\fgmlﬁg’ggs
1222-125 [ ) 12 16
SHA 0823-120 [ ) 8 14
1023-120 [ ] 10 23 14 | 22 |10.5]| 120 | 16 |Fig.2| HS6X4P LW-3 Nomura DS
1223-120 [ ] 12 16
* Length of DCB---45mm (All of SHA sleeves)
- Choose sleeves (DCB) to meet with DCON dimension of toolholder.
- Machine manufacturers in random order.
@ : Std. ltem
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. . GIV
Inserts for Small Dia. Internal Grooving

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

(mm) 5 A
Description VARSI Classification of usage I\F;I S?,"imulgm: : g §
ainless Steeil »
GV...8S 36| 9 |30 @ : Continuous-Light Interruption | " K" [Cast Iron (") =3
GV*L...S 40| 11 | 4.0 ./1sl§hoicel [N [Nonderous Metas Py ® §§ B
GV....A 40|12 |50]© ./C;):Srgf;i;nghtInterruptlon S |Titanium Alloys (") [ ) %E
GV'L....B 45| 15 | 5.5 | @ : Continuous / 1st Choice H tTthg%?rfals ) o Applicable =
GV7....C 5.8 | 21 | 6.5 | O : Continuous / 2nd Choice e aaterials Toolholders g
Dimension (mm) Cermet MEGA | PVD | caride| PCD T C
COAT | Coated Caride ]
Insert Description TN90 TC40NTC60MPR1225/PR930 KW10|KPD010 4
CW |CDX| RE
Handed Insert shows Right-hand RILIRILIR|L|R/LIR|L|R/L|R|L g D
GV 100-020SS |1.00| O o e o000 oo 3
125-020SS | 1.25, O o o000 00 -
145-020SS [ 1.45| O o e o000 00 . =0
. 200-02085 [2.00 230215 e o006 oo GIV?....1SS 52 c
e 250-020SS | 2.50| o e 00 oo 53
A ) 300-020SS | 3.00 O [ ] 00000 eg
V INSL R@@O'm GV7. 100-020S |1.00| o ®© 00 0066060
e 125-020S | 1.25 O eee e e ee @
i 145-020S_|1.45 o0 o o oo aviiis | 5 F
185-020S |1.85 2.3| 0.2 e e o o oo v 1se |
200-020S_|2.00| O e ee eoeoeeee b
250-020S [2.50] e e eeo0 oo 9
tedge 340-020S |3.40 e e o o oo e
GV 100-020A |1.00 @) 0000060000 a
125-020A |1.25] @) (I K J [ 3K 2K ) L 2K J
145-020A |1.45 O eeeeeee oo GIVYLAA o
185-020A (185,45 (,/0 @ 0/@ €06 |06 GIVY.. AAE £ H
200-020A |2.00] = 10 (2 3K 3K 3 3K 2K 2K 2K XK ) GIVF m1AW =
250-020A |2.50 O ele e e e ee b
300-020A |3.00| O lede e e ee =
340-020A |3.40 e e o o oo g J
GV7. 145-020B [1.45/ , o O oo e e eeeeeoeo =
oox. 185-020B | 1.85 < O e eoeoee e @ GIV*....1B @
o ] 2 re 200-020B | 2.00| OC e o eeeeeeee GIVY..1BE | _
of T insL_| e w00 230-020B |2.30| 5, O ( 2SN 20 2K 2K 20 2K 3K ) GIVP/..1BW | = k
o T 250-020B 250 °“|02[0C| @ @@ ® @ ® 0 e e e E
1 280-0203 280 . . . . . . GlVR/LZB
300-020B|3.00 Oeeeeeeeeee GIV.. 2BE | 2
340-020B [3.40| 4.2 e e o o @ GV oW | & L
400-020B |4.00 O elle] @] @] ee b g
GV7. 280-020C | 2.80 45 O [ 2K 3K 3K 3K 3K 2K ) (K J GIV*....1C 2
300-020C [3.00 OC e o e e e eeeee GIV%....1CE
340-020C (340 . . O o oo e eeeeee GIV¥..1CW | £ v
400-020C [4.00 °°|02[0C] @ © © © 00 e e e e GIVIL..2C i
430-020C |4.30| 0 e e eee e ee GIVAL.2CE
460-020C |4.60| 6.3 @ e o oo GIVY.. 20w | &
2-0dge 500-020C | 5.00 OEIDDDODOO00 L gg N
GVR 145-020A |1.45 ® |GIVR.1A | S5
cox ———————————— 2302 GIVR..1AE | E°
e 200-020A |2.00 ® (GIVR.1AW |
. » Ee]
= VR 200-020B |2. GIVR...1B E
[WSL g, 000 |GVR 2000208 |200) ) ®  GIRIiBE z P
o T 250-020B |2.50 ® |GIVR..1BW | 3
L GVR 300-020C [300[4.5] W0l [GIVR..1CCI | 54
redge 400-020C |4.00 5.5| wo| |GIVR..2C[] | 58 R
) cox_ GV7.  200-100AR | 2.00 1.00 o e o000 GIV7....1A =5
é o et 250-125AR | 2.50| 2.3 [1.25 e o o o GIV¥..1AE | >
y = e Cﬂ% 300-150AR [3.00|  [1.50 o o o |0 GIVR/L...1A5V ~
v GVR 200-100BR | 2.00| 3.2|1.00 O o o o o GIVR...1B 3
s |l U7 300-150BR | 3.00] 4.2 1.50 O e o o o GIVR.2B(] | & T
[ CDX shows available grooving depth. | Recommended Cutting Conditions & G116

See Page for Applicable Toolholders & G65

@ : Std. ltem
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Grooving

External

Internal

Face

G64

Small Dia. Internal Grooving Toolholders [GV Insert]

M GIV

‘ Shows top edge shape of
GIVRL1620-1A

(No jaw part under Insert)

® Right-hand shown

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

><
=
S

LF

i ) =
{ o)
\ i g
H ] "
LF
\ ~ | ) =
1 /8
\ I Ja
H
F
=
8

Fig.1

Fig.2

Fig.3

. GlV—E Excellent Bar

Shows top edge shape of
GIVL1612-1AE
(No jaw part under Insert)

® Right-hand shown

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

LF
|
! =z
3
Lz | a
< H
a
(@]
|
: ‘ z
i 2
b T A | ) &
= H
8 LF

Fig.4

Fig.5

. GIV-W carbide Shank Bar

e

Shows top edge shape of
GIV¥.1616-1AW
(No jaw part under Insert)

® Right-hand shown

L

CDX

LF

DCON

Fig.6

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

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

Insert Description ® G63 Rake Angle(a)
Toolh.old'er General Grooving Full-R Grooving TN90,TC60M
Description TC40N | PR930,PR1225
(Square) (Round) KW10

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

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



@ Toolholder Dimensions

GIV

Min. . . Spare Parts .2
StockBoreDia. Dimension (mm) 22 Clamp Set Wrench Wrench *3 é
peseription R|L DMINIDCON| H | LF | LH | WF| CDX g . VI % §
== 33
<C
GIVH. 1216-1SS [@/@® 12 | 16 | 15 | 150 20 | 6.0 | 22 |Fig. 1| CPS-4V - FT-10 -
1420-1S ®® 14 | 20 | 19150 | 24 [ 70| 22 |Fig.1| CPS-5F - FT-15 -
1620-1A @® 16 [ 20 ] 19 [160| 28 | 80| 22 |[Fig.2| CPS-5V - FT-15 -
2025-1B o0 Noe )2 8 |
e e 20| 25 23 18035 100 % Fig2 CPS-5V - FT-15 -
2532-1C o0 2 200 | 43 | 125 Fio.2
3232-1C @@ 32 | 32 | 30 220 52 160 Medss |
4032-1C 00 40 250 | 43 |21.0 Fig. 3
2532-2C o0 25 200 | 43 | 125 Fio2 i CPS-6v i LW-3
3232-2C @@ 32 32 |30 20| 52 | 160 Neuss |9
4032-2C ® e 4 250 | 43 | 222 Fig. 3
GIVRL 1412-1SE ®® 14 | 12 |11.4|150 | 18 | 7.7 1.7 |Fig.4| CPS-5F - FT-15 -
1612-1AE  |@|/@®| 16 | 12 [11.4| 150 | 19 | 82 | 22 [Fig.5| CPS-5V - FT-15 - G63
2016-1BE (@@ 20 [ 112 Menp g
20 | 16 |15.2] 1 i PS-5V - FT-1 .
2016-2BE  |@/@ 0 | 18 1521180 4o | 417 nesgp |Fi6-5) CPSS 5
2520-1CE  |@|@®| 25 | 20 | 19 [ 200 | 25 | 145 | noeoyg 5
3225-1CE  |@|@ 32 | 25 | 24 | 220 | 24 |17.5| Mweng 5
4032-1CE  |@|@| 40 | 32 | 31 | 240 | 29 [21.0| Noeng5 |
2720-2CE (@@ 27 | 20 | 19 [ 200 | 25 | 162 Fig.5 i CPS-6v i LW-3
3225-2CE  |@|@ 32 | 25 | 24 | 220 | 24 |18.7 | Meea5 5
4032-2CE  |@|@® 40 | 32 | 31 | 240 | 29 |222
GIVH. 1616-1AW |@/® 16 | 16 | 15 | 175 | 48 [106| 22 |Fig.6| CPS-5V - FT-15 -
2020-1BW o0 Noe ) 8 |
202028W @@ 20 | 20| 19|20 60 146| IFig6 CPS-5V - FT-15 -
2525-1CW (@@ Note3)4 5 |
2525.20W @@ 25 | 25| 24| 260 70 [1a1] 2 Fig.6 - CPS-6V - LW-3

\ - CDX shows available grooving depth.\

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

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

@ : Std. ltem
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Grooving

External

Internal

Face

Internal Shallow Grooving Toolholders

M KIGBA

DCON

LF

® Right-hand shown

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

G66

@ Toolholder Dimensions
Min Spare Parts
StockB i Dimension (mm)
0re Lia, Clamp Set Wrench Aoplicable |
. pplicable Inserts
Description ©G6-G8
R|L[DMINDCON| H | LF | LH | WF |*CDX
KIGBA".  3525-16 @@ 35| 25 | 23 (220 30 [175] 238 LGBA-164S | FT-15 GBA32type
4032-22 @®@® 40 | 32 | 30 | 250 | 30 |23.0| 3.0 LGBA-22%S FT-15 GBA43%type
*CDX shows the distance from the toolholder to the cutting edge.
Available Grooving Depth depends on the insert. =
KIGBA®%. 3525-16 : CDX of the applicable insert (GBA32) Y
4032-22 : CDX of the applicable insert (GBA43)
(1) 2.0mm (CDX < 3.0mm)
(2) 3.0mm (CDX = 3.0mm)
- Clamp Set : LGBA-OOLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.
@ : Std. ltem



@ Rake Angle (a) after Installment of GBA insert 2
GBA32%.000-000 GBA43%L.oo0-000 GBA43%/L.000-000R (Full-R) g’ A
a Insert Grades a Insert Grades a Insert Grades Full-R Description _g
R TN620, TN90,PV7040,PR930 g
TN620,TN90,PV7040,PR930 | -9 KBN510, KBN525 +1°| PR1115,PR1215PR1625 |050R~150R| =3 B
L1 PR1115, Egéggs, PR1625 PR905 @
KPDO0O1, KPD010 . ng%%g lelgg\l 1'-{2]9,9,’51\?1%40 TN620,TN90,PV7040,PR930 g
+1 PR1625 PR905 .| PR1115,PR1215PR1625 200R 5 C
] KPDO001, KPDO10 +5 PR905 g
M KW10 a1 KW1o KW10 050R~200R|
m
g D
>
@ Rake Angle (a) after Installment of GBA-GM insert @ Rake Angle (o) after Installment of GBA-MY insert =
=2
a Insert Description a Insert Description g2 E
5T
58
+1° GBA43%.150-020GM GBA43%.175-020MY “a
GBA43%.175-020GM +6° ! -
+6° . GBA43%.350-030MY S F
GBA43%.265-030GM +5° GBA43%.400-040MY @
GBA437.300-030GM e o e gt e cener of e e .
+3° ! g
GBA43%.400-040GM <
aindicates the rake angle at the center of the edge @
width, after installing insert.
%
g H
=
g J
a
2
5 K
&
=L
=1
=
= M
«Q
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Internal Grooving Toolholders Vs

Stable Machining with Excellent Chip Control and
Smooth Chip Evacuation

Excellent Chip Control with GMI Chipbreaker for Internal Grooving

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

1

Rear ramp

Center geometry squeezes chips and prevents . Chip Control Comparison (Internal evaluation)
supports chip deformation.

chip clogging during high feed machining.

; AP\ 2\1 “’x/'x/ 7| M)

oD e\ ’_'C \A«M\@e
PAPAR P ¢ )) °c@CaO®
GIMI Chipbreaker Competltor A Conventional F

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

during finishing and improves chip
breaking performance.

Front design stabilizes
chip shape during low
feed machining.

Cutting Conditions : Vc=100m/min, f=0.07mm/rev Toolholder : KGDIR3225B-3
Insert : GDM3015N-040GMI Workpiece Material : SCr420

2 Smooth Chip Evacuation by Creating Chip Pocket

Smooth chip evacuation when grooving and finishing.

o
£
§ Cutting Conditions : Vc=100m/min 4
(‘5 (1) ap=3mm, (2)(3) ap=1mm, (4)(5) ap=0.2mm &
f=0.08mm/rev
Toolholder :KGDIR3225B-3
Insert : GDM3015N-040GMI o
External Workpiece Material : SCM415 ©
@ Residual Chips (Internal evaluation)
Internal 60
Face — 50 i (5@ 1)@ @ ”
= s f8
> 40 . rrervererorsrssesorerssreesore N ... B S .
&
i 1o J) SXTTITUCIIPUPTS N RPIPRURRPRRRN S P
S DOWN
% A IO OO
Improved chip evacuation 2
10 ......

by innovative chip pockets.

o
KGDI Competitor B Competitor C
Chips remaining in machined bore were greatly reduced compared with Competitor B and C.

3 Low Cutting Forces and Stable Machining

GMI chipbreaker prevents chip clogging and reduces cutting forces.

@ Cutting Force Comparison (Internal evaluation)
GMI Chipbreaker

1,200 1,500 Stable machining with few
M W Resultant force Principal force Thrust force Zz . .
= changes in cutting force
B 1000 |t
1,000 S
w
o
£ 500
3
= 800 S
‘o 0
g 0 05 1 15 2 25
“:;’ 600 Cutting Time [s]
c
g Competitor D
o
400 1,500 . .
- Instantaneous increase of cutting
Z .
o force due to clogged chips
200 8 1000 |- RPN -
o
w
o
£ 500
5
GMI Chipbreaker Competitor D °
0
Cutting Conditions : Ve=150m/min, f=0.1mm/rev  Toolholder : KGDIR3225B-3 o 05 1 o228
Insert : GDM3015N-040GMI  Workpiece Material : SCM415 Cutting Time [s]

G68



KGDI

M KGDI

Coolant Hole(z 6)

sepelr) Lasu|
>

S)asu| 8jqexepu|
Buiung
vy}

$00L GOd % NEO
(@]

Exit hole of coolant | ‘

® Right-hand shown &
T D
@ Toolholder Dimensions 3
i Spare Parts
Stock | Min. Bore Dia. Dimension (mm) Bl i E 5%
o CW(mm) Clamp Screw Wrench (=R=3
Description = e E
DMIN @ 0 35
R L - - DCON| H LF LH | WF | CDX | MIN. | MAX. g =/ / / 86’
with GMI | with CM = é
KGDIY. 1816B-2 @ | @ 18 16 | 15 |150| 25 | 9.5 | 4.5 D
252082 | @ | @ | 25 - 20|18 [180 30 |145| 6 |2.0|20| %0 | - WS- s F
3225B2 @ | @ 32 25 1 23 |200| 40 | 19 | 7 - SB-5TR - LTW-20
KGDI¥. 2016B-3 @ | @ 20 21 16 | 15 |150| 25 |11.5| 5.5 ®
GS-50 - LW-3 - 3
2520B-3 @ | © 25 26 20 | 18 |180| 30 (145 6 | 3.0 | 3.0 2
3225B-3 @ | @ 32 33 25 123 |2001 40 | 19 | 8 - SB-5TR - LTW-20 3
KGDIY. 3225B-4 @ | @ 32 [40(B34*)| 25 | 23 |200| 40 | 19 | 8.5
4, . - - - a
4032B-4 @ © 40 |48(42*)| 32 | 29 |220| 50 |23.5| 11 0150 SB-5TR LTW-20 2 H
KGDIY. 3225B-5 @ | @ 32 [37(34*)| 25 | 23 |200| 40 | 19 | 8.5 =
4032B5 | @ | @ | 40 |45(42°) 32 | 29 220 50 235 11 | >0|°0| - [SBSTR| - [LTW20
* Possible by slightly chamfering toolholder’s tip about 0.5 mm s
g8 J
=
M Applicable Inserts Classification of usage P |Carbon Steel / Alloy Steel ®  © e O 3
@ : Continuous~Light Interruption / 1st Choice
© : Continuous~Light Interruption / 2nd Choice| M | Stainless Steel (") @ @ o
@ : Continuous / 1st Choice Applicable = K
O : Continuous / 2nd Choice K |Castlron @ | Toolholders @
; ; MEGACOAT
C
Insert Description Dimension (mm) ermet| 0" | MEGACOAT ¢
CW rroeams] RE |INSL| S | TN620 |PR1535| PR1225 | PR1215 s L
o
GDM 2013N-020GMI | 2.0 02|135(43 @ © | ® | @ KGDI*....-2 &
3015N-040GMI | 3.0 |+0.03 55/46 | @ | @ | @ | @ |KGDI%...-3 z
4020N-040GMI | 4.0 0.4 ® © © o keor.4| = M
5020N-040GMI 2043 @ © © © Rl
50 [:0.04 oo sl 53
5020N-080GMI 0.8 e o o o e 8N
=)
GDM 3015N-150R-CM | 3.0 003 15/163/46| @ @ | @ | @ KGDI...-3 =
0. (9}
4020N-200R-CM | 4.0 20| 20 ® O O O KGDI..4 H] p
4.3 3
KGDI%...-4 A
5020N-250R-CM | 5.0 |+0.04| 2.5 | 21 ® 6 o o KGDIR/t...-5 §
e
¥ Recommended Cutting Conditions (Vc) ©® Recommended Cutting Conditions (f, ap) §§ R
=3
Recommended Insert Grades (Cutting Speed V¢ : m/min) Grooving Turning % 8
Wﬁ;‘:zigie Chipbreaker| Cermet MES:SgAT MEGACOAT Remarks % - - e O \ _
TN620 | PR1535 | PR1225 | PR1215 é P Y& -'I J ‘ g T
o <= LA
Grizan S 100?(220 soﬁso 80‘52'00 100%7200 ’| e g o s ™ r
Al il GMI so?goo 70??50 70~*1'ao 80?*1780 g ?” """""""" [ — g”
cM 7%7 * - ﬂ; Coolant 2 §4 3 E2or,
Stainless Steel v e v v % i B ey § o 2mm
707180 | 60-150 | 60-150 | 60150 H N @
Cast Iron 1 00‘6'200 % 'ir‘nm/rev) o ° f (rr?m‘/rev) o
% : 1st Recommendation vt : 2nd Recommendation
@ : Std. ltem e
| Inserts are

1
1
. sold in 10 piece boxes ' G69



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

M KIGH

Top Clamp

}
Q]

71

® Right-hand shown

L. DMIN

) g el
e

“/" (Available Grooving Depth)

@ Toolholder Dimensions

Min. Di . Spare Parts
Bore Dia. imension (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description Stock S
DHIN[DCON| H | L | LH | WF|CDX @) @ /
KIGHR  4532B-4 ® (45 3230 2000 [282
5540B-4 ® |55 | 40 | 38 250/ 27 [32.3 12
6550B-4 ® |65 50 48 |300] |37.3 CGHAL
4532B-5 ® 453230 2000 [28.2
5540B-5 ® | 55| 40 | 38 250/ 27 32.3 12 HHEX25 | W-6 | SP-6 | LW-5
6550B-5 ® |65 50 |48 |300] |37.3
5540B-7 ® |55 |40 |38 250 - [32.3
6550B-7 0 | 65| 50 | 48 300| 27 37.3 12 CGH-2L

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

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

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

GHOOOO-0O GHUOO-OO _ . . )
o a Insert Grades a Insert Grades Toolholder Description 2D (Min. Cutting Dia.)
£ -5° | A65, A66N, PTE00M KIGHR 4532B-O | 0110 | 70 | o065 | 260 | 55 | 045
3 +5° TC40N - TN6O 5540B- O | 070 | 060 055
° P L CRY025 6550B- O 065
KW10 Available Grooving Depth CD(mm)] 12 | 115 [ 11 | 10 [ 9 [unders
External .
M Applicable Inserts oot I e 0 Classification of usage
Internal M |Stainless Steel P
(mm) K |Castlron @ O @ | @ : Continuous-~Light Interruption
. i / 1st Choice
Face o g .'I\.li‘::n:;:o:lslol\;: @ : ©  Continuous~Light Interruption
- - - / 2nd Choice
LIHCO0 = e O 20 7.5 H Hard Materials (~40HRC) @ : Continuous / 1st Choice
GHUOO-OO 20 Hard Materials (40HRG~) O| @] O : Continuous / 2nd Choice
Dimension (mm) | Cermet %§ Coatpe;/Ca?DidECarbide Ceramic
Insert Description NEEEE =) = | = | Applicable Toolholders
cw | R 23888 5888
FFFlGla X <&
GH 4020-02 0.2 [ 2N ) [ J [ J B-4
402005 | “° 05 | e[@ |@ (@000 (CHREEC
4520-02 45 0.2 [ ] 6550B-4
4520-05 ) 0.5 [ ] 3
3 & \BE 5020-02 0.2 [ 2N ) [ J [ J
Egj{ 5020-05 | 20 | 05 ee @ @000
Ground Chipbreaker 5 ‘ gggg:gg 55 82 : KIGHR4532B-5
602002 [, | 02 | ®® o |® e
6020-05 ) 0.5 [ 2N ) [ ] @ O O )
6520-02 6.5 0.2 [ ]
8 6520-05 ) 0.5 [ J
z j:% 702002 | . | 02 o0 o |o
[T ol | 7020-05 ) 0.5 [ () [ ) ® O L]
s <E¥> 7520-02 75 0.2 [ ) KIGHR5540B-7
Ceramic 7520-05 ) 0.5 [ ] 6550B-7
Ceramic insert is above shape. 8020-02 8 O 02 . . . .
) 8020-05 ) 0.5 [ I ) [ ) [ J
| 88 GHU 40-20 40 | 025 @ [ ) KIGHR ... OOOOB-4
.'/ % gmt st | &
o % 50-20 5.0 030 @ [
s Pw[ = KIGHR ... OOOOB-5
Molded Chipbreaker 5u @ 60-20 6.0 0.30 @ o
Recommended Cutting Conditions @ G113
oo | @ sdten
| . X : Check Availability
G70 I sold in 10 piece boxes 'I [] : Deleted from the next catalog



Internal Grooving Toolholder / Internal Undercutting Toolholder

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

g
N e A
T T % 2
B )9/ 2N 3
3 /"///7_ \ ( ‘ - S g
i{ ®) | =2 B
1 - i >a
\ w / ; I
| V/ Tl|e > :
“ CW =
4>’_—'_I<7 LF § c
*Right-hand shown 4
5 D
@
. KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving) 3
5 =@
. & g3
® S =5 E
=)
@
— s L LE [ 1 g
O LH H 3
LF
9
® Right-hand shown §
5
@ Toolholder Dimensions
Min. . . Edge Width Spare Parts o
Stook Bore Dia. DIEEER () CW(mm) | Clamp Bolt | Wrench Z; H
Description
R|L DMINDCON| H | LF | LH |WF|CDX| ap MIN. [MAX. / s
8 J
KIGM¥. 6540B-8 @@ 65|40 |36[300/ 414120 - 8.0/8.0| HH6X20 | LW-5 a
KIGMUR 6540B-8 ® |65]/40|36|300/83 26| - |22 8.0/8.0| HH6X20 | LW-5
[- CDX shows available grooving depth.] g
[- ap shows the distance from the internal face of the workpiece. | E K
| Appllcable Inserts (mm) I\ljl g::ﬁ::t:iéf Ll Q;) g Classification of usage | &
o
Description K |Castlron @ | © | @ : Continuous-~Light Interruption g‘ L
N |Non-f Metal / 1st Choice =
GMM8030-080MW S Ti(::nij:::ﬁoy: = : © : Continuous~Light Interruption ¢
GMG8030-050MG 30 5.5 . /2nd Choice )
|y |Hard Materials (~40HRC) O | @ @ : Continuous / 1st Choice| =
GMGA8030-400R Hard Materials (40HRC~) O : Continuous / 2nd Choice E M
i i s | E 3 2
Sl £ Qg [PVD Coated Carbide| S -
o SRLE S Applicable | B8 | 23
Insert Description © | o|w|o PPl g2l 32 N
2 8 = @2 |2 Toolholders | G 2| £3
Cw RE Z o 2/ 2|2 = S8 =
g & | |x|2 =
o | & || = %’
5 @
SE= s P
(= % @
INSL N GMM 8030-080MW | 8.0 0.8 OO NONNONNG) 34
3o
e 4 [ 5SS R
58
& RE =
= KIGM?. ...8 3
g - H L was =]
e e GMG 8030-050MG 8.0 0.5 OO OO0 |0 KIGMUR ...8 G71 § T
Sharp-Cuting Oriented / Precision Class s s w l wtﬁ
Ground Chipbreaker
s CamIE
% GMGA 8030-400R 8.0 | 40 O
Sharp-Cutting Oriented / Precision Class wi@
Full-R / Copying
[ - If using a full-R insert with KIGM-8 toolholder, you need to modify the corner of insert adapter of toolholder. | Recommended Cutting Conditions @ G117
o suten v
© : Check Availability . sold in 10 piece boxes ' G71



Internal Large Dia. Deep Grooving Toolholders [GIA Insert]

M KGIA
DCON
Tt Integral Type ' Fig. 1
_L__DMIN ‘ DCON
7 X e |
Mo E —— = - F = ——)1 )
fl _ | Separate Type *\.L U_I ‘ z% 1 Fig. 2
== N —15
® Right-hand shown k 20
@ Toolholder Dimensions
Min. ; : Spare Parts
Bore Dia. Dimension (mm) © | Clamp |Clamp Bolt| Spring Wrench
Description Stock é
DMINIDCON| H | LF | LH | WF |CDX| A =
=
KGIAR 3232B-3 ® | 32 | 32 |30.4|200| 45 [26.5 Fig. 1
4332B-3 ® | 43| 32| 30 |200| - |26.3| 10 i 2CGIA-SR
5140B-3 ® 51 | 40 | 38 | 250 - 303 'S
3232B-4 ® | 32 | 32 |30.4|200| 45 [26.5 Fig. 1 ) :
4332B-4 ® | 43|32 |30 200 - |263] 10 | |CGIA4R HHSX15 | SP-5 | LW-4
5140B-4 ® 51 | 40 | 38 |250 - 303 '9-
5640B-5 ® 56 | 40 | 38 |250| - |35.3 ,
g 6650B-5 | @ | 66 | 50 | 48 |250 | - |40.3] '° |Fio2]CGIASR
8 ‘ - CDX shows available grooving depth. ‘
(O]
® Composition
Toolholder Blade Clamp Screw Wrench
el Spare Parts
Xternai «
Type iy
Internal Toolholder Description J é
Face Integral Type | KGIAR 3232B-3 - - - -
4332B-3 KGIAR32H | BGIAR43-3
Separate Type 5140B-3 KGIAR40H BGIAR51-3 SB-40140TR FT-15
Integral Type 3232B-4 - - - -
4332B-4 KGIAR32H | BGIAR43-4
Separate Type 5140B-4 KGIAR40H BGIAR51-4 SB-40140TR FT-15
5640B-5 KGIAR40H | BGIAR56-5
Separate Type 6650B-5 KGIARS0H BGIAR665 SB-40140TR FT-15
B Applicable Inserts P [Carbon Steel/Alloy Steell O | @ .
PP M |Stainless Steel Ole Classification of usage
K [Cast Iron i . . . .
N _|Non-ferrous Metals o: Conl!nuous~L!ghl Interruptvmn/ 1stCho!ce
o (3 Continuous~Light Interruption / 2nd Choice
S [Titanium Alloys i . X
Hard Materials (~40HRC)| O | @ .:Cont!nuous/1stCh0|§e
H Hard Materials (40HRC-) O : Continuous / 2nd Choice
Dimension (mm) § §§
o3
Insert Description 8 | Applicable Toolholders
CW | RE |INSL| S |2|2
| o
4 81“(: & GIA 30 3.0 |0.20 25 ( 3K J KGIAR ...3
/ gt s | 40 4.0 |0.25 50| @ @ KGIAR ...4
g
Molded Chipbreaker 120° 50 5.0 |0.30| 30 ( MK J KGIAR ...5

—————

I
Inserts are |
sold in 10 piece boxes )

Recommended Cutting Conditions® G114

@ : Std. ltem



Internal Grooving Toolholders

M KIGM-V Applicable Inserts

P |Carbon Steel / Alloy Steel © ("] e 2
(mm) M |Stainless Steel o O Classification of usage % A
Description INSL S K [Cast Iron ® | © | @ : Continuous-Light Interruption] &
Non-f Metall /1t Choice 2
GMM3015...VL] 15.5 g Ti:nij:;o::w: = : (O Continur?qs~Light Interruption 5
GMM4020...V[] 4.3 - ] I 2nd Choice _ g
20 H Hard Materials (~40HRC) O | @ @ : Continuous / 1st Choice | & § B
GMM5020...V[ ] Hard Materials (40HRC~) O : Continuous / 2nd Choice | =&
Dimension | & | £ PVD S 4
(mm) 8 g E | Coated Carbide (E_x‘; 8
- = Applicable z C
Insert Description S g L g 8 o Toolholders g
CwW | RE 2/3 2 2 2 = s
= ?:_, oo | o)X m
¢ D
o RE KIGM%. 2016B-3V | 3
g & GMM  3015-040V 3.0 0.4 OO0 00O |0O 2520B-3V|
gEFE%ﬁ 3225B-3V | _o
INSL o £3
| — tﬁ 4020-040V. | 40 | 04 |O| OO OO | O KiGMY. 3225B-4V | SE E
=
Chip Cortrol Oriented /M Class 5020-080V 5.0 0.8 OO |O0]0O0 |0 4032B-4V | = L
g RE KIGM". 2016B-3V
N CI—1> GMM  3015-150VR 3.0 1.5 ] Ol g gggog-3¥ 2 .
5 , 92258-3V) 3
. 1 an:E 4020-200VR 4.0 2.0 O] O KIGM". 3225B-4V
O s 5020-250VR 5.0 25 O 4032B-4V| 4
- It is not recommended to use this for KIGM-V Internal Grooving Toolholders which require GMM...V / GMM...VR type inserts Recommended Cutting Conditions @ G117 §
with the 18° front relief angle, because the relief angle of the insert used for GMM4020-04 toolholder is 10°. g
%
z H
=h
S
g J
>
«Q
g
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]
2
Q
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z
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Summary of Face Grooving Vs

B External dia. of the groove DAXN / DAXX

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

DAXN
DAXX

CD

Fig. 1

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

Boss Interference between toolholder and boss Boss

No interference between toolholder and boss

Y.
-

(o))

£

S

o

o

G} : :

2) Selection of Face Grooving Toolholder I/=_|] /

External KFMSR2020K70100-4 KFMSR2020KS070-4 KFMSR2020K3550-4 K F M SR
Internal 2020K70100-4
Face —_——l———

Shape of below jaw Shape of below jaw 2 g]
Shape of below jaw % L x
KFMSR
T T T 2020K35504
Wider grooving (turning) should be performed from the outside inwards - Example of usage orthe face grooving tooholde

When face grooving, KFMSR2525M70100-4
should be between 670~¢100 for grooving
the outer diameter at first. If the workpiece is
machined at a diameter g100 or 70, the jaw
of toolholder interferes with the workpiece.

3) Interference of Face Grooving Toolholder
e.g.) KFMSR2525M70100-4

Interference @70 or under

Interference
2100 or more

G74



B Small Dia. Face Grooving

B Small Dia. Face Grooving

— ]

B Small Dia. Face Grooving ¢5~, 98~

26~
Type STW
External dia. of the groove (MIN.) 26
Edge Width (mm) 05~20
Max. Grooving Depth (mm) 1.0~30
See Page G82
Type S..-STW
External dia. of the groove (MIN.) 26 ) )
Edge Width (mm) 05-~20 Twin-Bars for Horizontal type
Max. Grooving Depth (mm) 1.0~ 3.0
See Page G82
Type STWS
External dia. of the groove (MIN.) 26
Edge Width (mm) 05-~20
Max. Grooving Depth (mm) 1.0~30
See Page G83 ) i
Twin-Bars for Vertical type
28~
Type GFVS-AA
External dia. of the groove (MIN.) 28
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 2.2
See Page G98
Type GFVT-AA
External dia. of the groove (MIN.) 28 Ground Chipbreaker
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 2.2
See Page G98
-
Type EZFG
External dia. of the groove (MIN.) 25, 26, 28 . ._—
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 15-~3.0 EZ Bars
See Page G78
-
Type VNFG
External dia. of the groove (MIN.) 28 ‘ ﬂ
Edge Width (mm) 1.0~30 .
Max. Grooving Depth (mm) 20~3.0 System Tip-Bars
See Page G80 L
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Summary of Face Grooving

M Face Grooving ¢20~

Grooving

External

Internal

Face

G76

Molded Chipbreaker

7

Type GFVS
External dia. of the groove (MIN.) 235 ~ 150
Edge Width (mm) 25~6.0
Max. Grooving Depth (mm) 46 ~8.1
See Page G103

Type KFTB
External dia. of the groove (MIN.) 265 ~ 2250
Edge Width (mm) 40~50
Max. Grooving Depth (mm) 25~38 1
See Page G109
Ground Chipbreaker
\
Ground Chipbreaker ~ Ground Chipbreaker .
Full-R
Ground Chipbreaker
Type GFV Full-R
External dia. of the groove (MIN.) 220 ~ 2150
Edge Width (mm) 20~6.0
Max. Grooving Depth (mm) 22~81
See Page G100 Type GFVT
External dia. of the groove (MIN.) 235 ~ 150
Edge Width (mm) 25~6.0
Max. Grooving Depth (mm) 46 ~8.1
See Page G103
B KGDF Face Grooving 925~
Type KGDF-Z
External dia. of the groove (MIN.) 250
Edge Width (mm) 30~50
Max. Grooving Depth (mm) 15
See Page G92
Type *KGDF * The separate type toolholders
External dia. of the groove (MIN) 225 can accept all the blades
Edge Width (mm) 20~60 if their hand is matching.
Max. Grooving Depth (mm) 6~32
See Page G838
s R N 1\
Grooving and Turning Deep grooving and Turning High Feed Full-R

PAr v Avde




M Face Grooving & Turning 25~

sepelr) Lasu|
>

Type KFMS _
External dia. of the groove (MIN.) 225 ~ 3235 g i
Edge Width (mm) 3.0-~6.0 %é B
Max. Grooving Depth (mm) 13~ 32 go
See Page G106

s00L 40 3 NED
(9]

. 7
% T D
’ 8
Molded Chipbreaker »
53
88
=3 E
ER
Type KFMS-8 3z
External dia. of the groove (MIN.) 254 ~ 2155
Edge Width (mm) 8.0 g F
Max. Grooving Depth (mm) 25 3
See Page G108
()
o
2
a
1%
z H
Molded Chipbreaker Ground Chipbreaker Molded Chipbreaker =
Full-R 4
E
g J
a
B Face Grooving @35~
o
Type GIFV = K
External dia. of the groove (MIN.) 235 ~ g50 @
Edge Width (mm) 20-~6.0 o
Max. Grooving Depth (mm) 22-~8.1 % L
See Page G110 g
73
ES
z M

Ground Chipbreaker ~ Ground Chipbreaker
Full-R
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Small Dia. Face Grooving EZ Bars

M EZFG
> <
CDX & S
,%\.—. Q - CDX Q
8 7 [ m
S 77\—! 12 ‘ _J
= L=
% % 3L 53¢ LU
= — A S
la) ||
% 7) 15°{§
—
v s
] Y T
| N
Detail of edge
®Right-hand shown
® Dimensions
External dia. of the groove (MIN.) Dimension (mm) MEGACOAT | Carbide .
Description T
. PR1225 |GWO5
DAXN CW™®| RE IDCON| H | LF | LU | WF | CDX =T L R Sleeves
EZFGF. 050040-100 1.0 | o013 15| @ o o
050040-150 5 15 | 0.05 4 3.8 |[45.0| 12 1.9 20 @ ° ° EZH040..
EZFGF. 060050-100 1.0 ‘oots 15| @ o @
060050-150 6 1.5 005 5 48 |[532| 15 | 24 |25 | @ o @ EZH050..
060050-200 2.0 30 @ @  ©
EZFGF. 080070-100 1.0 20 | @ o o
080070-150 15 | +oo13 2.5 ( J o o
g’ 080070-200 8 20 005 7 6.8 642 | 25 | 34 5o °® ° ° EZHO070..
3 080070-300 3.0 R BN BN )
@ ‘ - CDX shows available grooving depth.‘
@ Recommended Cutting Conditions
External
Recommended Insert Grades
Internal . . | EZFGR050040-100 | EZFGR050040-150
_ | (Guting Speed Ve : mimin) | £7¢ GR060050-100 | EZFGR060050-150 | EZFGRO60050-200
Face Workpiece Material . |EZFGR080070-100 | EZFGR080070-150 | EZFGR080070-200 | EZFGR080070-300 Remarks
MEGACOAT| Carbide
PR1225 GWO05 f (mm/rev)
Carbon Steel / Alloy Steel ~0.02 ~0.03 ~0.04 ~0.05
30~100
Stainless Steel %0 ~0.01 ~0.02 ~0.02 ~0.03 Coolant
Non-ferrous Metals 5 ~0.03 ~0.05 ~0.06 ~0.08
% : 1st Recommendation
@®EZ Bars Identification System
EZ FG R 050 040 - 100
—— — 1 |
Symbol of EZ Bars Applications Insert Hand External dia. of the groove (MIN) Shank Dia. Edge Width
FG : Face Grooving R : Right-hand 050 : 5mm 040 : 4mm 100 :1.0mm
060 : 6mm 050 : 5mm 150 : 1.5mm
080 : 8mm 070 : 7mm 200:2.0mm
300 : 3.0mm
___________________ @ : Std. ltem

EZ Bars are

1
1
sold in 1 piece boxes )



@ Applicable Sleeves

Sleeve Applicable Insert for Internal Face Grooving
 EZH-CT  EZH-HP EZH.ST Sleeve Shank Dia. Applicable Machine
(Adjustable overhang length with coolant hole) |  (Adjustable overhang length) @ F28 Shank Dia. EZFG Manufacturer
@ F25 ® F26 DCON(mm) DCON(mm)
EZH 04012ST-80 EZFG". 050040-... 4
= 3 05012ST-80 12 EZFG"/. 060050-... 5 (General purpose)
07012ST-80 EZFG"/. 080070-... 7
EZH 04016HP-100 EZH 04016ST-100 EZFG". 050040-... 4
- 05016HP-100 05016ST-100 16 EZFG"/. 060050-... 5 (General purpose)
07016HP-100 07016ST-100 EZFG"/. 080070-... 7
EZH 04019CT-120 EZH 04019HP-120 EZH 04019ST-120 EZFG". 050040-... 4
05019CT-120 05019HP-120 05019ST-120 19.05 EZFG". 060050-... 5 Citizen Machinery
07019CT-120 07019HP-120 07019ST-120 EZFG"/. 080070-... 7
EZH 04020CT-120 EZH 04020HP-120 EZH 04020ST-120 EZFG"/. 050040-... 4 Eguro
Tsugami
L K L R -
05020CT-120 05020HP-120 05020ST-120 20 EZFG". 060050-... 5 Gitizen Machinery
07020CT-120 07020HP-120 07020ST-120 EZFG"/. 080070-... 7 (General purpose)
EZH 04022CT-135 EZH 04022HP-135 EZH 04022ST-135 EZFG". 050040-... 4 o
Star Micronics
05022CT-135 05022HP-135 05022ST-135 22 EZFG"/. 060050-... 5 Nomura DS
Tsugami
07022CT-135 07022HP-135 07022ST-135 EZFG"/. 080070-... 7
EZH 04025.0CT-135 | EZH 04025.0HP-135 | EZH 04025.0ST-135 EZFGF/. 050040-... 4 Eguro
05025.0CT-135 05025.0HP-135 05025.0ST-135 25 | EZFG® 060050-... 5 _ Tsugami
Citizen Machinery
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZFGF/. 080070-... 7 (General purpose)
EZH 04025.4CT-120 | EZH 04025.4HP-120 | EZH 04025.4ST-120 EZFGF/. 050040-... 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 25.4 EZFGF/. 060050-... 5 Citizen Machinery
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZFGF/. 080070-... 7

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

. VNFG (System Tip-Bars)

2

Exteral . ofthe groove

LU 1

CDX

7 ( | =
(NB=0") 25° | T
® Right-hand shown :
® Dimensions . P | Carbon Steel /Alloy Steel | @ O
Classification of usage M | Staintess Steel °® O
@ : Continuous / 1st Choice | K| Castlron o
O : Continuous / 2nd Choice| N __| Non-ferrous Metals @K )
S | Titanium Alloys O @
Hard Materials (~40HRC) | () O
H I 'Hard Materiais (40HRC-) See nge for
= Applicable
External dia. ) . MEGA 2 Toolholders
of the groove Dimension (mm) COAT PVD S PCD
Description o - o
DAXN|DAXX 8 2285
+0.03 [<2)
[MIN.] [MAX ] cw RE H LF LU | WF |CDX = o E E E
o o ¥ | ¥
_E’ VNFGR 0810-10 1.0 20 () C AN ]
8 0820-10 8 | o |20 ]005/39 2906|1073 " |@ oo F32
5] 0830-10 0) | (o0) 30 30 @ LK F33
VNFGR 0820-10NB 2.0 005! 39 | 296! 10 | 73 2.0 MTO|MTO
0830-10NB 3.0 ' ’ ) ) 3.0 MTO
External ‘ - CDX shows available grooving depth.‘ - External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.
Internal
Face
""" SystemTip-Barsare | | CBN&PCD Insertsare O S e rder

sold in 5 piece boxes

I
I
sold in 1 piece boxes J



9 Recommended Cutting Conditions

Recommended Insert Grades (Cutting Speed Ve - mimi) § A
MEGA PVD , g
. Carbide &
: | COAT |Coated Catide VNFG0810 | VNFG0820 | VNFG0830 =
Workpiece Material - ° ° Remarks g
& 2 z =5 B
o« o ~ g°
o - f (mm/rev) @
Carbon Steel / Alloy Steel | K. | H00 ~0.02 | ~0.04 | ~0.05 2
Stainless Steel 2050 350 ~0.01 ~0.02 ~0.03 |Coolant § &
Non-ferrous Metals %, | ~004 | ~006 | ~0.08

% : 1st Recommendation ¥ : 2nd Recommendation
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Small Dia. Face Grooving (Twin-Bars)

. TWFG (Horizontal type)

External dia. ) ) Insert Grades
Dimension (mm) |Angle[ pvp | 8
o of the groove o Catice| 5
Description I
DAXN|DAXX B S| -
N ] CW | RE | CDX | RA & & E
. ITWFGL 050 0.5 1.0 15° ( JIeI )
080 0.8 1.5 ) 0 e
100 | ¢ | oo | 1.0 eC e
125 0) () 1.25 ] 0.05 | 2.2 [ JIeI )
150 1.5 2 @00 e
L eft-hand shown % ;g 3.0 : 8 :
‘ - CDX shows available grooving depth.‘ - External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.
. STW (Square Shank for Horizontal type) (For right-hand toolholder for boring, See page F36.)
c
e,
[1:] w
w =
© &= i €3
LF Fig. 1 LF Lo Fig-2
] N —
T T
T £
® | eft-hand shown .
@ Toolholder Dimensions
Dimension (mm) Spare Parts
@ | Clamp Screw Wrench
g 3 £ Applicable Insert
£ . S pplicable Inserts
3 Description & | H |HF| B | LF | LH | WF CDX < / & G82
° E
STWL 1010F-15 ® 10 | 10 | 10 85 10
External 1212F-15 @ 12 12| 12 ) 12 Fig. 1
1212K-15 @ 1212 |12 12 :
o 1616KA5 ® 6 16 16125 61 3 SB-3080TR LTW-10S | TWFGLOOO
2020K-15 @ |20 | 20| 20 o5 25 )
S 2525M-15 | @ | 25 | 25 | 25 150 32 Fig-2
\ - CDX shows the distance from the toolholder to the cutting edge. Available groove depth : "CDX" of insert. \
. S..-STW (Round Shank for Horizontal type) (For right-hand toolholder for boring, See page F36.)

from the center of
the tip of edge

® | eft-hand shown
@ Toolholder Dimensions
Dimension (mm) Spare Parts
2 | Clamp Screw Wrench
e C 0
L 9] = Applicable Inserts
=
Description & DCON WF | H | LF | LU | LH cDX| E / @ G82
S12F- STWL15 @ 12 11 1 80
S14H- STWL15 @ | 14 13 [ 100 )
S15F- _ STWL15 ® 5815 2 [ g 22| 3 |Fig.1
S16F- STWL15 @ | 16 18
S19G- STWL15 [ 19.05/18.5| 17 90
S19K- STWL15 (] ) ) 120 SB-3080TR LTW-10S TWFGLOOO
S20G- STWL15 [ 20 |19.5| 18 90
S20K- STWL15 [ ) 120 - 3 |[Fig.2
S22K- STWL15 @ | 22 [21.5| 20 | 125
§25.0J- STWL15 @ | 25 245 23 110 22
S25K- STWL15 @ (254 25 120

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

Twin-Bars are
G82 L sold in 5 piece boxes

! @ : Std. ltem
I O : Check Availability
)



. TWFGT (Vertical type)

S Dimension (mm) |Angle hat e é A
PVD |8 8
o of the groove ¢ Coated Catids| 5 ]
Description velo| =
DAXN| DAXX o oz g_
VN ] CW | RE |[CDX| RA E E E §§ B
TWFGTR 050 0.5 1.0 [ @0@] ¢
080 0.8 1.5 ° @O0 @ g
100 | g |oo| 1.0 00 e =
) 125 | | \[1.257005 | 22 eCe 35C
- 150 |(0)(*) 15 > @0le| g
®Right-hand shown ;gg ;8 3.0 : 8 : m
\-CDX shows available grooving depth_‘ - External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center. 5 D
>
(5N
z(f)
. STWS (Square Shank for vertical type , L-shape) “o_;i E
20 gg
eg
=
ES Il -
J K I F
=1 11 «@
- LF
1] o
: E :
® Right-hand shown ! @
o
@ Toolholder Dimensions g H
Dimension (mm) Spare Parts
> Clamp Screw Wrench . =]
. 3] Applicable Inserts | 3
SR & | H|HF| B | LF | LU | WF |HBKW|CDX /  G83 g J
E °
STWSR 1010JX-15T @ 1010 10 16 10| 9 o
1212JX-15T @ 1212 ] 12 |120 12| 7 = K
1616JX-15T ® 16|16 | 16 20| 16 | 3 3 SB-3080TR LTW-10S |TWFGTROQOO @
STWSR 1010F-15T @ 1010 10 85 | 16 10| 9
1212F-15T @ 12|12 | 12 12| 7 5
\ - CDX shows the distance from the toolholder to the cutting edge. Available groove depth : "CDX" of insert.\ ; L
o
=M
5
© Recommended Cutting Conditions (TWFG / TWFGT)
_|
TWFGL050 5¢g
R | t 3.
fgﬁt??eggzgd':fgmcjmﬁs TWFGL080 | TWFGL125 | TWFGL180 2% N
Werleless 9 ’ TWFGL100 TWFGL150 TWFGL200 £<
: TWFGTR050 | TWFGTR125 | TWFGTR180 |Remarks
Material |MEGACORT| = PV | Carbide | TWFGTRO80 | TWFGTR150 | TWFGTR200 g
oaled barbide TWFGTR100 s P
PR1535 | PR1025 | KW10 e 3
* Y ] N N N 33
Carbon Steel / Alloy Steel 30100 50400 0.02 0.03 0.04 %% R
. * ¥ ) _ ~ ~ o8
Stainless Steel 30.80 050 0.01 0.02 0.02 Coolant >
Non-ferrous Metals - - ::0'0 ~0.03 ~0.04 ~0.06 g T

@ : Std. Item

O : Check Availability

% : 1st Recommendation v : 2nd Recommendation

_____________________

Twin-Bars are
sold in 5 piece boxes



Grooving

External

Internal

Face

KGDF Face Grooving Ve

B Features

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

\ Separate type toolholder

® New insert clamping system "W Grip"
Unique "W Grip" (insert anti-slip structure) provides
stable machining quality
1) Prevents abnormal machining surface and / or insert breakage resulting from slip of insert.
2) Improves repetitive installation accuracy of insert
W Grip technology

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

-Toolholder

Top and bottom profiles
of the part gripped

B Advantages of Chipbreaker
‘ (GM Chipbreaker for general purpose ‘ ‘ (GH Chipbreaker for high feed grooving DM Chipbreaker for deep grooving

- Concave part in middle - Concave part in middle

- Smooth surface from cutting - Gradually raised surface
Enhances breaking of chips.

edge to the far side Keeps curling of chips in constant shape. Control chips upward.
- Dots jutted out center side

Enhances breaking of chips and mainiains
their evacuafion in constant direction.

- Steep surface near the cutting edge

Good chip control during shoulder grooving.

- Inflated inner surface

Changes chip shape
/- smoothly. Enhances breaking of chips e/
= Stable chip control during and maintains their evacuation

shoulder grooving. > . Slope portion in constant d\’rection.\
y Constantly curled
\ - Flat cutting edge line

chips. [
Improves chip control \
- Smooth surface up to the

- Negative cutting edge line . '
9 9 edg far side standing wall
Isrtnrsrr]ovggnegt of Reduces cutting force,
g edge. enhances breaking of chips and

maintains their evacuation in

constant direction.
- Curved lead edge

Keeps chips in constant shape.

B Chip Control of GM Chipbreaker

<Cutting Conditions>
Ve=150m/min  f =0.05~0.2mm/rev GDFM5020N-040GM SCM415 Wet

® Face Grooving (262) @ Side Grooving @ Turning

- = - . P ;oL : ‘(ﬁ EATTy
; Y E Al g | € Sl o 0.8 K’%@ﬁ;f@ﬁf “H A
% T 10 | NN | TR e i = |~E WP | A

ks g Qen | e | RN E s =1t

o e TR AL Ve ¥ o 2 ==

0.05 0.08 £ o5 lf & 8 = i

f (mm/rev) 3 > 02 5@\1‘4

0.1 0.15 0.2 005 01 0.5

f (mm/rev) 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.

G84



. GDFM / GDFMS Classification of usage id Car_bon Steel/ Alloy Steel L L o 2
M |Stainless Steel [ @) " <3
K [CastIron 'y © %) A
@ ' Continuous-~Light Interruption / 15t Choice N  [Non-ferrous Metals - % g
© * Continuous-Light Interruption /2nd Choice [FSG ™ itanium Alioys L £ _m
@ : Continuous / 1st Choice Hard Materials (~40HRC) §>§ %_‘
O : Continuous / 2nd Choice | H  [Hard Materials (40HRC-) C(‘]—) o 85 B
o| =3
Dimension (mm) Cermet | MEGACOAT | 8| 2
<3
Insert Description cw Qe |8 | & 2| g
P RENSL s | € 2 & 2 % : ¢
Tolerance F | F |l a|a 8
GDFM 2020N-020GM | 2.0 02| 21 | 3.9 ®e o o i
2 3020N-030GM | 3.0 |+0.03 0.3 4.3 e o o z D
c e
E 4020N-040GM | 4.0 0a e o o B
ke .
s 5020N-040GM e o o =0
2 — 5.0 20 ,,,g
3 5020N-080GM 0.8 45 e o o S= E
o +0.04 e 3
5] 6020N-040GM 60 0.4 e o o ez
6020N-080GM | 0.8 e o o ©
— o
E GDFM 4020N-040GH | 40 =003 o o s F
£ 5020N-040GH | _ ' [ )
g 5020N-080GH | o0al 08| 20| 45 o o g
= +0. o
S 6020N-040GH | 0.4 o o o
g 6020N-080GH | 0.8 ® o Gss
3
GDFM 3020N-030DM | 30 | | 03 43 ® ® o cu|l £y
+0. o
2 4020N-040DM | 4.0 2 e o o =
E 5020N-040DM | 5.0 0.4 45 e o o =
° +0.04 3
8 6020N-040DM | 6.0 e o o g J
£ GDFMS 3020N-030DM | 30 | | 03 43 o o o @
Q +0.
5 4020N-040DM | 4.0 % o o o °
[ =
a 5020N-040DM | 5.0 004 %4 4.5 e o o a
+0.
6020N-040DM | 6.0 e O o o
GDFM 3020N-150R-CM | 3.0 15|20 | 43| @ e o 5L
+0.03 3
« 4020N-200R-CM | 4.0 20| ° e o S
© 5020N-250R-CM | 5.0 25 45| @ o o
+0.04 =
6020N-300R-CM | 6.0 3.0 | =22 () [ ) = M
* GDFM40/50/60-CM differs from other descriptions in length (INSL) to avoid interference of a toolholder with workpiece. Recommended Cutting Conditions @ G96 ©
@ Inserts Identification System §§
g= N
GDF|/| M| S |30//20||N|-|030/|DM
| | | | | | [ | -g
| Series | Tolerance Symbol[ | No. of edge Edge Width | |Insert Length [ |Hand of Tool Corner-R(RE) Chipbreaker Symbol @ P
M : M Class | |Nolndication: 2-edge 20 :2mm 20 :20mm N : Neutral 020 : 0.2mm GM : Grooving and Tuming ;_;‘-?
S: tedge 30:3mm 030 : 0.3mm DM : Grooving &
: 040 : 0.4mm GH : High feed grooving ga
® Chipbreaker Selection 150R : 1.5mm(Full-R)| |CM : Full-R g;:’ R
=0
oL
gL

Narrow groove

[Plungemilling][ Turning ] [Plungemilling][ Turning ]

Xepu|
-

Narrow groove

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

or or

Tough Edge Low Cutting Force Tough Edge

* If chip control is not stable when using the general GM chipbreaker for grooving, change the chipbreaker to the DM chipbreaker for deep grooving or GH chipbreaker for high feed grooving.
@ : Std. Item P PP
Inserts are

I
1
:\ sold in 10 piece boxes 1G85



Face Grooving Toolholders (Separate Type)/

B KGDF

@ Toolholder Assembly Identification

Unit Description
(Unit Description is not printed.)

Left-hand : KGDFL...S

® | eft-hand shown

Right-hand : KGDFR...S

® Right-hand shown

-

-

Blade

(Blade Description is printed.)

Left-hand : KGDFL...-C

® | eft-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 screw (BH6X10TR), blade fixing screw (SB-60120TR) and wrench (LTW-25) which are included in the toolholder can be used.

Clamp Bolt Clamp Screw
= (for Insert Clamp) (for Blade) e
>
o
<} @)
) =
Exernd BH6X10TR SB-60120TR LTW-25
Internal
Face

@ Face Grooving Toolholder Assembly Identification System

+

Toolholder
(Toolholder Description is printed.)

Right-hand : KGDR...-C

® Right-hand shown

Left-hand : KGDL...-C

+

® | eft-hand shown

Symbol of assembly toolholder

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

I—I

S : indicates the unit description

X

3

25]-

All S

KGlDF R

2020

I—I

External dia. of the groove (MIN.) : DAXN

G86

Grooving Depth

Series
* For the maximum external diameter
KGDF Indicates the minimum external diameter which can be applied to the initial face A:6~13mm 2-edge insert
Face Grooving suitable for the initial face grooving. grooving (you can also use 1-edge B:13~15mm (1-edge insert can also be used.)
- insert), ref. to the MAX. : DAXX value of -
25:25mm "External dia. of the groove" in the 8 : §g~25mm 1-edge insert
dimension tables of toolholders and - 9emm
’ blades.
235 : 235mm




@ External dia. of the groove DAXN / DAXX

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

Then, you can widen it up to the center towards
the inside (excluding the models listed in the right
table)

and towards the outside according to machine
limits.

sepelr) Lasu|
>

cw

S)asu| 8jqexepu|
Buiung
os)

DAXX

s00L 40 3 NED
(9]

CD

Fig. 1

[eussixg
O

Buiuiyoepy
sled |[ews
m

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

DMIN: | o5 26 27 | 28andover
w
Description od (mm) %- F
KGDF". 2020X25-3AS 4 o 0 0 “
2525X25-3AS @ o
KGDF7. 2020x25-4As | | _ | | § -
2525X25-4AS 2 5
KGDF". 2020X25-5AS - 4 ] £
2525X25-5AS § o
Remaining Boss Dia. od | KGDF®. 2020X25-6AS 9 4 ] 2 S H
o
2525X25-6AS = =
9)
igDFR202OX25-3AS with 25 as first cut towards the center, it will cause a rubbing with the toolholder cartridge if od 5'
is 4.0mm. g J
=3
a
g
E K
&
g
g L
=
= M
Q@

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

xepu|
-
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Grooving

External

Internal

Face

G88

Face Grooving Toolholders (Separate Type)

B KGDF

o

LF

LF

HBH
©
®

HF

® Right-hand shown

(Right-hand Blade and Left-hand Toolholder)

HF

o eft-hand shown
(Left-hand Blade and Right-hand Toolholder)

® Toolholder Dimensions

o E g E External dia.
O =z| = |3 of the groove ) )
<8 R 5| (mm) Blade Description | Toolholder Description Unit Description Stock Dimension (mm)
é 3 (_3 = ®G95 ®G32 (Standard Stock Description)
&3 § |2 [paaoaxx
g & | & [MINJ|MAX] R|L|H |HF|HBH B |LF|LH |WF|CDX
25 | 30 | KGDFR -25-2A-C KGDFR 2020X25-2AS | O] -
30 | 35 -30-2A-C 2020X30-2AS -] -
35 | 45 -35-2A-C 2020X35-2AS | [ ]| -
6| 45 | 60 -45-2A-C 2020X45-2AS -] - 115| 33 6
60 | 80 -60-2A-C 2020X60-2AS |[]] -
80 | 100 -80-2A-C 2020X80-2AS -] -
100|130 -100-2A-C 2020X100-2AS |[]] - =
(120 131 25 | 30 252B-C | KGDL2020-C 20|120|12| 20 118136 24.\)£
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
15 60 | 80 -60-2B-C 120| 38 15
80 | 100 -80-2B-C
100 | 130 -100-2B-C
25 | 30 |KGDFR -25-2A-C KGDFR 2525X25-2AS | O | -
30 | 35 -30-2A-C 2525X30-2AS | O] -
35 | 45 -35-2A-C 2525X35-2AS | O] -
6| 45 | 60 -45-2A-C 2525X45-2AS | O] - 140| 33 6
60 | 80 -60-2A-C 2525X60-2AS | O | -
80 | 100 -80-2A-C 2525X80-2AS | O | -
o P 100|130 -100-2A-C 2525X100-2AS | O | -
0°| 2 12543125 30 25.9B.c | KGDL2525-C 25|25 7 |25 45155 295 5]
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
15 60 | 80 60-2B-C 145| 38 15
80 | 100 -80-2B-C
100|130 -100-2B-C
25 | 30 | KGDFR -25-2A-C
30 | 35 -30-2A-C
35 | 45 -35-2A-C
6| 45 | 60 -45-2A-C 160| 33 6
60 | 80 -60-2A-C
80 | 100 -80-2A-C
100 | 130 -100-2A-C .
[132 13125 | 30 25.2B-C KGDL3232-C 32|132| - |32 16336 36.‘;£
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
15 60 1 80 60-2B-C 165| 38 15
80 [ 100 -80-2B-C
100 | 130 -100-2B-C

Note) 1. When the unit description is not available (the stock is "-"), please purchase toolholder and blade separately.
2. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

O : Check Availability
[ : Deleted from the next catalog

Applicable Inserts @ G85



@ Toolholder Dimensions

o E E E External dia.
D=z = |3 of the groove o o ) )
< (_é Qs (mm) Blade Description | Toolholder Description Unit Description Stock Dimension (mm)
§ 525 ®G95 ®G32 (Standard Stock Description)
|| & |2 |DAXNDAXX
S| B |2 [MIN]MAX] R|L|[H |HF|HBH B |LF|LH |WF|CDX
25 | 30 |KGDFY. -25-3A-C KGDFY. 2020X253AS | OO
13730 | 40 -30-3A-C 2020X30-3AS | O | 118 36 13
40 | 50 -40-3A-C 2020X40-3AS || - L
50 | 65 -50-3B-C 2020X50-38S | O
15/ 65| 85 -65-3B-C 2020X65-3BS | - 10| 38 .5
120/ '°[ 85 [110 -85-3B-C | KGDY:2020-C 2020X85-3BS | [ ]| - |20 |20 |12 20 045
110145 110-3B-C 2020X110-3BS | - L
50 | 65 -50-3C-C 2020X50-3CS | O
2265 | 85 -65-3C-C 2020X65-3CS | - 12714522
85 [110 -85-3C-C 2020X85-3CS | -
251970145 110-3C-C 2020X110-3CS | (1] - 130 48 25
25 | 30 |KGDFY. -25-3A-C KGDF7. 2525X25-3AS | O |[]
13730 | 40 -30-3A-C 2525X30-3AS | O || 143| 36 13
40 | 50 -40-3A-C 2525X40-3AS | O || L
50 | 65 -50-3B-C 2525X50-3BS | O | O
15| 65 | 85 -65-3B-C 2525X65-38S | O |0 145| 38 .5
0°| 3 |25/ '°[ 85 [110 -85-3B-C | KGD:2525-C 2525X85-3BS | O |0 |25 |25| 7 | 25 29.5
110145 -110-3B-C 2525X110-3BS | O | L] L
50 | 65 -50-3C-C 2525X50-3CS | O] -
2265 [ 85 -65-3C-C 2525X65-3CS | 1| - 152145 122
85 [110 -85-3C-C 2525X85-3CS | (1]
251970145 -110-3C-C 2525X110-3CS | O | - 155| 48 25
25 | 30 [KGDF7. -25-3A-C
13730 | 40 -30-3A-C 163 36 13
40 | 50 -40-3A-C L
50 | 65 -50-3B-C
65| 85 -65-3B-C
132/ 1° 85 [110 -85-3B-C | KGDY:3232-C 32|32 - | 3216538355 15
110|145 -110-3B-C L
50 | 65 -50-3C-C
2265 | 85 -65-3C-C 172145 |22
85 110 -85-3C-C
25470 145 -110-3C-C 175] 48 25
13| 25 | 35 |KGDFY. -25-4A-C KGDF7. 2020X25-4AS | O [[] 1i8[36| |13
35 | 50 -35-4B-C 2020X35-4BS | O |[]
50 | 70 -50-4B-C 2020X50-4BS | [
70 1100 70-4B-C 2020X70-4BS | -
15 400150 -100-4B-C 2020X100-4BS 120/ 38 15
150 [ 220 -150-4B-C 2020X150-4BS
(120 [220] e -220-4B-C | KGD':2020-C 2020X220-4BS 20| 20|12 20 045 |
35 | 50 -35-4C-C 2020X35-4CS | [ -
50 | 70 -50-4C-C 2020X50-4CS | [1|[]
70 1100 70-4C-C 2020X70-4CS ;
25900150 -100-4C-C 2020X100-4CS 130) 48 25
150 220 150-4C-C 2020X150-4CS
220 | oo -220-4C-C 2020X220-4CS | - | -
13| 25 | 35 |KGDF7. -25-4A-C KGDF7, 2525X25-4AS | O |[] 143[36| |13
35 50 -35-4B-C 2525X35-4BS | O | O
50 | 70 -50-4B-C 2525X50-4BS | O | O
15|70 100 -70-4B-C 2525X70-4BS | O | 145| 38 .5
100 150 -100-4B-C 2525X100-4BS | O | O
150 220 150-4B-C 2525X150-4BS | O ||
0°| 4 [J25 [220] o 220-4B-C | KGD':2525-C 2525X220-4BS | O O |25 |25| 7 | 25 205 |
35 | 50 -35-4C-C 2525X35-4CS | O | -
50 | 70 -50-4C-C 2525X50-4CS | O |
70 1100 70-4C-C 2525X70-4CS | O | O
25900150 -100-4C-C 2525X100-4CS | O || 155) 48 25
150220 150-4C-C 2525X150-4CS | O ||
220 o -220-4C-C 2525X220-4CS | O | O
13| 25 | 35 |KGDFY. -25-4A-C 163(36| |13
35 | 50 -35-4B-C
50 | 70 -50-4B-C
70 [100 -70-4B-C
15 500150 -100-4B-C 165) 38 15
150 220 150-4B-C
[J32]  [220] e 220-4B-C | KGD':3232-C 3|32 - |32 36.5 |
35 | 50 -35-4C-C
50 | 70 -50-4C-C
70 1100 -70-4C-C
25400150 -100-4C-C 175/ 48 25
150 220 50-4C-C
220 o -220-4C-C

Note) 1. When the unit description is not available (the stock is "-"), please purchase toolholder and blade separately.

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

O : Check Availability

[ : Deleted from the next catalog

: Applicable Inserts @ G85
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Grooving

External

Internal

Face

G90

Face Grooving Toolholders (Separate Type)

® Toolholder Dimensions

o E E\ E External dia.
2z — |5 of the groove o o ) o ) )
<2 8 |5| (mm) Blade Description | Toolholder Description Unit Description Stock Dimension (mm)
é 5 2 s ®G95 ®G32 (Standard Stock Description)
G|3| § | [paxnpaxx
S| & | S |MN][MAX] R|L|H|HFHBH B |LF|LH | WF|CDX
25 | 35 |KGDF. -25-5B-C KGDF7.  2020X25-5BS
35 | 50 -35-5B-C 2020X35-5BS
50 | 75 -50-5B-C 2020X50-5BS | - | -
15/ 75 [115 -75-5B-C 2020X75-5BS | O | O 120| 38 15
115180 115-5B-C 2020X115-5BS | - | -
180|235 -180-5B-C 2020X180-5BS
235] o -235-5B-C 2020X235-5BS ]
20| 25 | 35 -25-5C-C 2020X25-5CS 125(43| |20
35 | 50 -35-5C-C . 2020X35-5CS
020 o os osec | KGD'2020-C S stKensee 20 |20 | 12 | 20 24.5
75 [ 115 75-5C-C 2020X75-5CS
25915180 -115-5C-C 2020X115-5CS 130) 48 25
180|235 -180-5C-C 2020X180-5CS
235 o -235-5C-C 2020X235-5CS ]
75 [ 115 -75-5D-C
115180 -115-5D-C
32480235 -180-5D-C 137) 55 82
235 oo -235-5D-C
25 | 35 |KGDF7. -25-5B-C KGDF7. 2525X25-5BS | O
35 | 50 -35-5B-C 2525X35-5BS | [ ]| -
50 | 75 -50-5B-C 2525X50-58S | O | []
15[ 75 |115 -75-5B-C 2525X75-5BS | O | O 145/ 38 15
115|180 -115-5B-C 2525X115-5BS | [ ]|
180|235 -180-5B-C 2525X180-5BS | [
235 o -235-5B-C 2525X235-5BS | O | [] ]
20| 25 | 35 -25-5C-C 2525X25-5CS | [ | 150/ 43| |20
. 35 | 50 -35-5C-C . 2525X35-5CS | O
0°| 5 25 g5 s haee | KGD%2525-C Sess¥s0.808 O 125|25| 7 |25 295
75 [ 115 -75-5C-C
25995180 115-5C-C 155/ 48 25
180 | 235 -180-5C-C
235 oo -235-5C-C L
75 | 115 -75-5D-C KGDF%, 2525X75-5DS | O[]
115180 -115-5D-C 2525X115-5DS | O | [
32480235 180-5D-C 2525X180-5DS | O || 162) 55 32
235 o -235-5D-C 2525X235-5DS | O
25 | 35 |KGDF7. -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| [20]
35 | 50 -35-5C-C .
32 e538 Sosec | KGDY3232-C 32 (32| - |32 36.5
75 115 -75-5C-C
25415180 15-5C-C 175/ 48 25
180|235 -180-5C-C
235] oo -235-5C-C ]
75 [115 -75-5D-C
115180 -115-5D-C
82 480235 180-5D-C 182) 55 32
235 oo -235-5D-C

Note) 1. When the unit description is not available (the stock is "-"), please purchase toolholder and blade separately.

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

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

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

O : Check Availability
[ : Deleted from the next catalog

) Applicable Inserts @ G85



® Toolholder Dimensions

o E E\ E External dia.
2z = |5 of the groove o - ) o ) )
<2 8 |5| (mm) Blade Description | Toolholder Description Unit Description Stock Dimension (mm)
é 5 2 s ®G95 ®G32 (Standard Stock Description)
G|3| § | [paxipaxx
S| & | S |MN][MAX] R \ L | H |HF |HBH| B |LF |LH |WF|CDX
25 | 35 |[KGDF. -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-6B-C
15/ 75 [115 -75-6B-C 120| 38 15
115180 -115-6B-C
180|235 -180-6B-C
235| -235-6B-C L
20| 25 | 35 -25-6C-C 125/43| |20
35 | 50 -35-6C-C )
(20 g51 5% oseG | KGD% 2020-C 20 |20 | 12 | 20 24.5
75 [115 -75-6C-C
25415180 -115-6C-C 130) 48 25
180|235 -180-6C-C
235 o -235-6C-C ]
75 [ 115 -75-6D-C
115180 -115-6D-C
32480235 -180-6D-C 137) 85 32
235 o -235-6D-C
25 | 35 |KGDF. -25-6B-C KGDF7. 2525X25-6BS |[]
35 | 50 -35-6B-C 2525X35-6BS | - | -
50 | 75 -50-6B-C 2525X50-6BS | [ 1|
15[ 75 |115 -75-6B-C 2525X75-6BS | | - 145| 38 15
115|180 -115-6B-C 2525X115-6BS | -
180|235 -180-6B-C 2525X180-6BS | - | -
235| w -235-6B-C 2525X235-6BS | [ 1| ] L
20| 25 | 35 -25-6C-C 2525X25-6CS | - | - 150/ 43| |20
. 35 | 50 -35-6C-C ) 2525X35-6CS
0°| 6 25 58 heGGc | KGD2525-C AR 25|25| 7 | 25 9.5
75 [ 115 -75-6C-C
25915180 115-6C-C 155/ 48 25
180|235 -180-6C-C
235 o -235-6C-C L
75 | 115 -75-6D-C KGDF7. 2525X75-6DS | []
115180 -115-6D-C 2525X115-6DS | -
32480235 -180-6D-C 2525X180-6DS 162) 55 82
235 o -235-6D-C 2525X235-6DS
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
115180 115-6B-C
180|235 -180-6B-C
235 o -235-6B-C ]
20| 25 | 35 -25-6C-C 170(43| [20]
35 | 50 -35-6C-C )
(32 s538 Soec.c | KGD': 3232-C 32(32| - |32 36.5
75 115 -75-6C-C
25915180 115-6C-C 175/ 48 25
180|235 -180-6C-C
235 w -235-6C-C ]
75 [115 -75-6D-C
115180 -115-6D-C
82 480235 180-6D-C 182) 55 32
235 oo -235-6D-C

Note) 1. When the unit description is not available (the stock is "-"), please purchase toolholder and blade separately.
2. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

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

[J : Deleted from the next catalog

Applicable Inserts @ G85
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Face Grooving Toolholders (Integral Type)

M KGDF-Z
% CDX
il LL
_ I ; m
20 R
7
| — LF
% % LH
255 : z
|
® Right-hand shown
@ Toolholder Dimensions
E 5 E External dia.
= E 5 of the groove . .
(&) Q = o Stock Dimension (mm)
= i = (mm) Description
5 > R
> | § | © |DAXN|DAxx
(=)} e
5 | O S | MIN] | [MAX] R L H | HF | B LF | LH | WF | CDX
50 65 KGDF®. 2020K50-3B-Z [ [
65 85 2020K65-3B-Z [ ) [ ]
g’ [120 85 110 2020K85-3B-Z °® °® 20 20 20 125 20.3
o 110 145 2020K110-3B-Z [ [
s 3 15 750 | 65 [KGDF% 2525M503BZ | @ | @ 30.5 15
65 85 2525M65-3B-Z [ ) [ )
25 85 | 110 2525M85-38Z | @ | @ | > | 2 | 25 | 1%0 253
110 | 145 2525M110-3B-Z | @ ®
External 50 70 |KGDF%. 2020K50-4B-Z [ []
[120 70 100 2020K70-4B-Z [ [ 20 20 20 125 20.3
Internal 4 15 100 150 2020K100-4B-Z [ ) [ ) 305 15
50 70 |KGDF%. 2525M50-4B-Z [ ] [ ] ’
Face 25 70 | 100 2525M70-4B-Z | @ | @ | 25 | 25 | 25 | 150 25.3
100 150 2525M100-4B-Z [ [
50 75 | KGDF?. 2020K50-5B-Z [ [
[J20 75 115 2020K75-5B-Z [ ) [ ) 20 20 20 125 20.3
115 180 2020K115-5B-Z [ ) [ )
5 S 750 | 75 |KGDF7. 2525M505B-Z | @ | @ 30.5 15
(125 75 115 2525M75-5B-Z [ [ 25 25 25 150 25.3
115 | 180 2525M115-5B-Z | @ @
Applicable Inserts @ G85
® Spare Parts
Spare Parts
Clamp Bolt Wrench
Description
KGDF*i...-Z HH5X16 LW-4

G92

@ Toolholder Identification System (Integral Type)

KGDF

R

2525

M

50

3| B

Z

Series Hand of Tool Shank Size Toolholder Length | | Extemalda.of e goove (MN) [ | Edge Width | |Grooving Depth| |Toolholder Type

KGDF Face Grooving R : Right-hand 2020 : [120mm K :125mm 50 : 50mm 3:3mm B :15mm Z: Integral Type
L : Left-hand 2525 :[]25mm M : 150mm : 4 4mm
115 : 115mm 5:5mm

@ : Std. ltem



Face Grooving Toolholders (90° Separate Type)

B KGDF

=1
8
s A
g
8
g =
=2 B
L 8
i R = =
- & 9
| 2
Q0
&) g C
cw g
LF ’
|— .
B I ¢ D
® Right-hand shown (Right-hand Blade and Right-hand Toolholder) H

@ Combination of Toolholder & Blade

Buiuiyoepy
sled |[ews
m

2 é ’g E External dia. © E g E External dia.
2|z | = | g pftegooe o _ |Dimension 2|z | = | g pftegooe o _ |Dimension
<|0| 8 |5 (mm) Blade Description | Tooholder Description (mm) < 9O R |5 (mm) Blade Description | Toolholder Description (mm) o
HEIRRE: @Go5 @632 =52 |5 @Go5 @632 S F
|| x| 5 S|z €| a
o % § ': DAXN| DAXX % | & § ': DAXN|DAXX
S| B |2 [MN]ex] LF | WF S| B | S MNJX) LF | WF
25|30 | KGDFR -25-2A-C 13|25 | 35 | KGDF?. -25-4A-C 52.7 (aD
30|35 -30-2A-C 35|50 -35-4B-C g
35145 -35-2A-C 50|70 -50-4B-C a
6 45|60 -45-2A-C 49.7 15 70100 -70-4B-C 54.7
60|80 -60-2A-C 100150 -100-4B-C ’ o
80 100 -80-2A-C 1501220 -150-4B-C S H
100[130 -100-2A-C (120 220 « -220-4B-C|KGDS"%.2020-C| 125 S
1209372530 -2528-C |KGDSR2020-C| 125557 3550 -35-4C-C
30|35 -30-2B-C 50|70 -50-4C-C 4
35|45 -35-2B-C 70 100 -70-4C-C =
15 [45]60 -45-2B-C 547 25100/150) -100-4C-C 6471 § J
60|80 -60-2B-C ’ 1501220 -150-4C-C a
80 100 -80-2B-C 90°| 4 220| = -220-4C-C
00°| 2 100130 -100-2B-C 13|25 | 35 | KGDF?/. -25-4A-C 527 o
25| 30 | KGDFR -25-2A-C 35|50 -35-4B-C z K
30|35 -30-2A-C 50|70 -50-4B-C a3
35145 -35-2A-C 15 70100 -70-4B-C 54.7
6 45|60 -45-2A-C 49.7 100150 -100-4B-C ’ »
60|80 -60-2A-C 150220 -150-4B-C %
80 100 -80-2A-C (125 220| = -220-4B-C|KGDS"/.2525-C| 150 5 L
- 100[130 -100-2A-C y 35|50 -35-4C-C S
1259372530 -2528-C | KGDSR2525-C|150 557 5070 -50-4C-C e
30|35 -30-2B-C o5 70 100 -70-4C-C 647| =
35145 -35-2B-C 100[150 -100-4C-C ' =M
15 45|60 -45-2B-C 54.7 1501220 -150-4C-C a
60|80 -60-2B-C ’ 220| o -220-4C-C
80 100 -80-2B-C ; 4
1001130 02EC Applicable Inserts @ G85 § §
2530 | KGDFY. -25-3A-C 32 N
13[30[40 -30-3A-C 52.7 =g
40|50 -40-3A-C =
50|65 -50-3B-C -g’
65|85 -65-3B-C 3
120 1985110 -85-3-C |KGDS7.2020-C| 125| %% 5 P
110[145 -110-3B-C @
50|65 -50-3C-C - =
22/65]85 -65-3C-C 59.7 23 .
85110 -85-3C-C o 33
o0°l 3 25 110145 110-3C.C 61.7 Toolholder : Right-hand %g
25| 30 | KGDF¥/. -25-3A-C >
1313040 -30-3A-C 52.7
40150 EHOTALE, Blade : Right-hand 2 T
50|65 -50-3B-C Right-hand 9]
15 65|85 -65-3B-C 54.7 ] . . .
[ 125 85110 -85-3B-C |KGDS"/12525-C| 150 - KGDF 90" type is not available as unit (Toolholder + blade).
110[145| -110-3B-C| Please purchase toolholder and blade separately.
50|65 -50-3C-C - Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand
22 6585 -65-3C-C 59.7 Toolholder.
85110 -85-3C-C - The insert clamping screw (BH6X10TR), blade fixing screw (SB-60120TR) and
25 110145 -110-3C-C 61.7 wrench (LTW-25) which are included in the toolholder can be used.

Applicable Inserts @ G85
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Face Grooving Toolholders (90° Separate Type)

@® Combination of Blade & Toolholder

° é 'g E External dia. o é g E External dia.
2| = | = | g pftegoove o _ | Dimension 2| = | = | g pftegoowe o . |Dimension
< |9 8 |5 (mm) Blade Description|Toolholder Description <|%| 8 |5 (mm) Blade Description|Toolholder Description
S|ls|l &3 (mm) S|ls|l 8|3 (mm)
= E| = =1 ®G95 ®G32 = g < |8 ®G95 ®G32
& % S | = |DAXN|DAXX 5@ S | = |DAXN|DAXX
| > o >
S| @ |2 |MNJMAX] LF | WF S| B | S [MNJMAX] LF | WE
25 KGDF?/. -25-5B-C 25| 35 | KGDF?/. -25-6B-C
35 -35-5B-C 35|50 -35-6B-C
50 -50-5B-C 50|75 -50-6B-C
1575|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| 1801235 -180-6B-C
235 -235-5B-C| 235| = -235-6B-C
20|25 -25-5C-C 59.7 2012535 -25-6C-C 59.7
35 -35-5C-C 5 35|50 -35-6C-C 3
120 50 505C.C KGDS%.2020-C| 125 120 50175 50-6C-C KGDS#%.2020-C| 125
75115 -75-5C-C 75115 -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 -235-5C-C| 235| o -235-6C-C
75115 -75-5D-C 75115 -75-6D-C
115[180 -115-5D-C 115180 -115-6D-C
32 {g0/235 -180-5D-C AR 32 1801235 -180-6D-C (AR
90°| 5 235 -235-5D-C 90° 6 235| o -235-6D-C
25 KGDF?/. -25-5B-C 25 | 35 | KGDF?/. -25-6B-C
35 -35-5B-C 35|50 -35-6B-C
50 -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 115[180 -115-6B-C
180|235 -180-5B-C| 180235 -180-6B-C
235 -235-5B-C| 235| o -235-6B-C
20|25 -25-5C-C 59.7 202535 -25-6C-C 59.7
35 -35-5C-C 3 35|50 -35-6C-C 3
(125 50 5050-C KGDS#%.2525-C| 150 (125 50175 50-60-C KGDS#%.2525-C| 150
75115 -75-5C-C 75115 -75-6C-C
25 115[180 -115-5C-C 64.7 25 {15/180 -115-6C-C 64.7
180|235 -180-5C-C| 1801235 -180-6C-C
235 -235-5C-C 235| « -235-6C-C
75115 -75-5D-C 75115 -75-6D-C
115[180 -115-5D-C 115180 -115-6D-C
32 180[235 -180-5D-C AR 32 {80235 -180-6D-C AR
235 -235-5D-C 235| o -235-6D-C
Applicable Inserts @ G85 Applicable Inserts @ G85
@ 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 8 :gmm 6:6mm with suffix *-C"
I I I
I I
Series External dia. of the groove (MIN.) : DAXN Grooving Depth Description
KGDF Indicates the minimum external diameter| A :6/13mm 2-edge insert
Face Grooving suitable for the initial face grooving. B:13/15mm (1-edge insert can also be used.) Lot No. P 4
25 :25mm C : 20mm~25mm f inti ipti
235 : 535mm D - 32mm 1-edge insert Example of printing of blade description




Face Grooving Blade

@ Blade Dimensions 2
[
External dia. > A
. . of the groove Edge Wi s
Shape Blade Description Stock |Dimension (mm)|  (mm) (mm) Applicable Inserts |Toolholder Description| &
R|L| L | T/ | A |MNMX]cw 5 B
KGDFR -252AC | @ | - 25 [ 30 g
-30-2A-C | @ | - 30 | 35 3
-352A-C | @ | - 35 | 45 g
-45-2A-C | @ | - |44.35 6 45 | 60 zC
-602A-C | @ | - 60 | 80 S
-80-2AC | @ | - 80 [ 100 &
-1002A-C | @ | - 100 [ 130
2528.C | @ | . 14735 15| 15 25 (30| 2 |GDFM 2020N-020GM o
-302B-C_ | @ 30 | 35 2D
-352B-C_ | @ | - 35 | 45 5
-452BC | @ | - 45 | 60
60-28C__| @ | - |0 15 60 | 80 =9
-80-2B-C | @ | - 80 [ 100 SS E
-1002BC | @ | - 100 | 130 29
KGDFY. -253AC | @ | @ 25 | 30 @z
-30-3A-C_ | @ | @ |47.35| 13 30 | 40
-403AC | @ | @ 40 | 50 @
50-3BC_ | @ | @ 50 | 65 GDFM 3020N-030GM = F
«
-gg-gg-g : : 4935 15 | gg 18150 4 |GDFM 3020N-030DM
-1103B-C | @ | @ 110 | 145 GDFMS 3020N-030DM -
-50-3C-C 0|0 . 50 | 65 GDFM3020N-150R-CM g
653CC | @ | @ | 65 | 85 g
-85-3C-C [ BN ) 85 [ 110
110-3cC | @ | @ % 110[ 145
KGDF7. -25-4AC | @ | @ |47.35] 13 25 | 35 o)
-35-4B-C | @ | @ 35 | 50 z H
504B-C_ | @ | @ 50 | 70 =
7048C__ @ | @ 70 [100 | |GDFM 4020N-040GM
-1004BC | @ | @ [0 15 100 | 150 3
2204BC | @ | @ 3 [220] o | 4 |GDFM 4020N-040DM s
ggzgg : : gg gg GDFMS 4020N-040DM @

) 704cCc @ | © 20 1700 GDFM4020N-200R-CM 5
-100-4CC | @ | @ 0% ® 100 150 kaD4.-c | = K
-150-4CC | @ | @ 150 | 220 @

0 2204C-C | @ | @ 220 o

= KGDFY. -255B-C | @ | @ 25 | 35 KGDS%..-C | @
355B-C | @ | @ 35 | 50 g L
-50-5B-C [ 3K ) 50 [ 75 g
-755B-C | @ | @ |49.35| 15 75 | 115 &
BISgig : : fao. 150 GDFM 5020N-040GM _

Right-hand shown 235-5B-C | @® | @ 235| o GDFM 5020N-080GM =M
-25-5g-g : : 54.35| 20 25 | 35 GDFM 5020N-040GH @
-35-5C- 35 | 50
5056Cc e 4 251951 5 |GDFM5020N-080GH o
-75-5C-C I ) 75 1115 GDFM 5020N-040DM 3.8

59.35| 25 3o N

-115-5g-g : : 115[180 GDFMS 5020N-040DM S5

-180-5C- 180 | 235 ES

23550C @ @ RS GDFMS5020N-250R-CM -

755D-C_ | @ | @ 75 | 115 B

-1155D-C | @ | @ 115|180 s P

-180-5D-C | @ | @ |°0-3°| 32 180 | 235 g

2355D-C | @ | @ 235 o @
KGDF. 256BC | @ | @ 25 | 35 5

-356B-C | @ | @ 35 | 50 °g R

506BC | @ | @ 50 | 75 23

-756B-C__ | @ | @ |49.35| 15 75 | 115 ge

qseec e 1S comsoonsicn

2356B-C @ @ 235 oo GDFM 6020N-080GM 2 T

-25-6C-C ® | @ 5435 20 25 [ 35 GDFM 6020N-040GH x

356C-C | @ | @ 35 | 50

5060C | © @ 5 oo 55| 6 |GDFM 6020N-080GH

-75-6C-C B ) 59.35| 25 75 1115 GDFM 6020N-040DM

-1156CC @ | @ | 115|180 GDFMS 6020N-040DM

RS : : 180 2% GDFM6020N-300R-CM

756DC | @ | @ 75 | 115

-1156D-C | @ | @ 115180

-180-6D-C | @ | @ 00| 32 180 | 235

2356D-C | @ | @ 235 o

@ : Std. ltem
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Recommended Cutting Conditions/

©® Recommended Cutting Conditions (Vc)

Recommended Insert Grades (Cutting Speed Vc : m/min)| £
Workpiece Material Cermet MEGACOAT g
TN620 TN90 PR1225 PR1215 g
PAG AY * PAG
Carbon Steel 60~200 80~200 60~160 80~160
PAS A * A -
Alloy Steel 60~160 70~160 60~150 60~150 =
8
; * bAS
Stainless Steel - - 50320 50320 O
- R - *
Cast Iron 80160

% : 1st Recommendation ¥y : 2nd Recommendation

©® Recommended Cutting Conditions (Feed Rate / ap)

[Workpiece Material : S50C]

Grooving Shoulder grooving (Side grooving) Turning
g | =z
N
g 3 = f
8 f -
8| Tor— — 5 |
g ]/ T
O [l In the graph below indicates the [ In the graph below indicates the - ap ‘
most recommended value of feed (f) most recommended value of feed (f)
—
8’ ’E‘ 6 boov :.:l __________________ E * 2mm width : Not available for turning
€ £ £ 3.0
B - = -
£
B e 2 E 20
(e)) £ = ~ CW=4mm
R ) i g & :
8 = 1.0 CW=3mm SN
8| g of-CmT ) .
(B B | | | | B | | | | | | | | |
g 005 0.10 0.15 020 025 005 010 0.15 0.20 0.25 0.30 005 0.0 015 020 0.25 0.30
G f (mmirev) f (mm/rev) f (mm/rev)
=
=
8 =
S £ =
g E 6 N £ 30
[ . g _—
= 85— 1 || }- 3 g
= £ af— 3 I I S £ o 20
£ 2 3 2
£l :
£ g L i L ' ' '
S 005 010 015 020 025 030
S 005 010 015 020 025 0.30 005 0.10 015 0.20 025 0.30
T f (mm/rev) f (mm/rev) f (mm/rev)
S
=
= — P
c £
é £ E e { | | | 3.0
> 2 5+ W = }——— | = sl T} 5
£ 89 g s — ] E 20
£ R S e —————— s
= k] 3 2 CW=4mm
= = ] e i 10 ET—
o @ [9) CW=3mm
3 2 g ‘ I I
a w | | | | w | | | | |
= 0.05 010 015 020 025 0.05 010 0.5 020 0.25 0.30 005 010 015 020 025 030
g f (mm/rev) f (mmirev) f (mm/rev)
€ €
E 6 I I £ 3.0
S| = ~ -
2| 55— g e L o
> E Al T e ] - .
= g 4 Tt % e
8| 2 st s 10 m
= Y [}
z k] T |
g w l l l l I w L l l I I YT
0.05 0.10 0.15 0.20 0.25 0.30 005 0.0 0.15 020 025 0.30 010 020 030 040 0.50
f (mm/rev) f (mm/rev) f (mm/rev)

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

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

2) If the toolholder's CDX is over 15 mm, set the values for turning to 90% or less of those above.



For Successful Machining with KGDF

M Guide for Face Grooving

sepelr) Lasu|
>

1) Toolholder Selection 2) Cutting conditions (Feed rate : f)
Check the range of applicable When machining on steel, 5
"External dia. of the groove" as set the feed rate (f) so § =
well as the groove width and that chips are created in a %E B
depth. helical form in cut-off. &

3) How to widen the groove (Plunge milling and Turning)
Start machining from the outside and then proceed to the inside.
Chip control will be better in this way.

$00L GOd % NEO
(@]

Jeuseixg
O

Plunge milling (Grooving + Side grooving) Turning

Buiuiyoepy
sSled |[ewsS
m

Bunog
M

()
o
2
a
%
z H
=
4
=3
. : g8 J
4) Guide for turning e
A. When the cutting amount (ap) is over 0.5 mm ‘ & @
(1) Perform Plunge milling. % o
(2) Return the cutting by 0.1 mm. =) = K
(Failure to pull the tool back before | @ @
traverse machining will result in an 2 (3) o
unbalanced load applied on only _ | %
one side of the cutting edge.) Fig. 1 gu L
(3) Perform turning. @
(Ref. to Fig. 1) =
=M

W Buiuing
10} sj00|
=2

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

sped aledg i
L

=]
e
b

Fig. 2

uolnew.ou|
[eoluyoa)
=)

[

Xepu|
-

B. When the cutting amount (ap) is

under 0.5 mm ©
(1) Perform Plunge milling.
(2) Perform turning. ——(1)
Machining without interruption is
possible. (Ref. to Fig. 3) / \

@
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Small Dia. Face Grooving Toolholders [GVF-AA Insert]

B GFVS-AA

)

ey

CcDX
CDX
w
@ £
LH |4
LF v o
| N
e W 7
T w §
I

.

P

® Right-hand shown

e
N
i U,
1 %)

® | eft-hand shown

C

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

M GFVT-AA

1

HF

WF
CDX

1]

® Right-hand shown

2 LF 5
1
g P Lragy Ut
5 ; o o2000ge
) ! o
N | sy

® | eft-hand shown

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

@ Toolholder Dimensions

Stock Dimension (mm External dia. Spare Parts
oc SIS | ) of the groove | Clamp Set Wrench Aoplicable | '
L pplicable Inserts
Description
DAXN | DAXX @ @ G99
R/IL| H |HF| B | LF | LH | WF |CDX [MIN] | [MAX] =
GFVSHL 2020K-08AA @ ® 20 | 20 | 20 | 125 25 8 1) GVF4%100-005AA
18 2.2 CPS-5V FT-15 l
2525M-08AA @ @ 25 | 25 | 25 | 150 32 (0) | (o) GVF4+300-005AA
GFVTRL 2020K-08AA @ ® 20 | 20 | 20 | 125 25 8 ) GVF'100-005AA
14 2.2 CPS-5V FT-15 t
2525M-08AA @ @ 25 | 25 | 25 | 150 32 (0) | () GVFY+300-005AA

Note 1. [CDX shows available grooving depth.|

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

@ : Std. ltem



Grooving Inserts

| Applicable Inserts P_|Carbon Steel/ Alloy Stee| @ O Classification of usage| 3
M |[Stainless Steel [ ] O 3
(mm) K [CastIron ) @ :Continuous-Light Interruption o A
Description N |Non-ferrous Metals ™ / 15t. Choice ‘ ! §
GVF?. 100-...AA S |Titanium Alloys o 6:(/:%%%ngﬂgfc~el“gm Interruption =
200-...AA 4.3 12 4.5 H Hard Materials (~40HRC) [ J O @ :Continuous / 1st Choice gg
300-...AA Hard Materials (40HRC~) O :Continuous / 2nd Choice| =3 B
Dimension PVD ' § &
(mm) MEGACOAT | o caige|  Carbide — 52| g
. pplicable | &8 | =
Insert Description PR1225 | PR930 | KW10 |Toolholders| & 2| 8 €
CW |CDX| RE a8 g
Handed Insert shows Right-hand R L R L R L §
m
GVF. 100-005AA | 1.00 e o 0 0 0 o gD
22 005 GFVS'/s...-08AA o8 3
200-005AA 2. . .
00-005 00 ® 6 6 6 o o GFVTY,..-08AA o
i 300-005AA | 3.00 e o6 06 0 0 o 23 E
‘~ CDX shows available grooving depth.‘ g E
- GVF%....005AA inserts are not compatible with GVF....- OOQO A (See Page G105) inserts because their Side Relief Angle is 10°. )
@ External dia. of the groove of GFVS-AA (apply to GFVT-AA) @ F
Extemal . o the groove 3
Description DAXNIDAXX| Applicable Inserts ® |t is available to infinity e in case of machining
[MIN.][MAX] the first groove bigger than DAXN. -
GFVSL 2020K-08AA 3
2525M-06aA | & | | GVFR100-COSAA ®When machining towards the outer diameter =
GFVTY 2020K-08AA ! then there is no MAX. limit to the further groove @
L = v L
seacnnnann] (O ©o GVF4Y:300-005AA machining.
25250m-08aA | (1> " ’ o
z H
o
®When machining the initial groove on the face at DAXN 28 *\When widening the groove width to inner diameter. =
If the initial groove is made smaller than this, For machining up to the center of 4
the toolholder interferes with the workpiece. the workpiece regardless of insert width. =2
g8 J
=3
= 2| 5| a
8 a 2 2
g 8 |z % 3 2 S Y
z 8 X 3 3 ? o
S 7 ¢ @ = ¢ ” | 4 | = K
) °© @
- 2 <«|2 <2 i
P | = Z L | éc & © ; g_ © ;
£ il '8 ‘ 22 ! 22 ! ®
: 20 || s | £t £t 2
- i « [ g § g £ 5 L
= == g
Installing GVFL100-005AA |Installing GVFL300-005AA @
Installing GVFL100-005AA [Installing GVFL300-005AA
=
© Recommended Cutting Conditions (GFVS-AA / GFVT-AA) s M
Recommended Insert Grades (Cuting Speed Ve : mimin)
MEGA PVD i Grooving Turning* -
COAT  |Coated Carbide Carbide § §
Workpiece Material o Remarks g= N
o (= o = )
R & = f ap f e
& i 7 (mm/rev) (mm) (mm/rev) I
s p
Carbon Steel / Alloy Steel 50:‘1'00 50?*1700 0.01~0.05 | Max.0.5 | 0.01~0.05 s
&
: 5
Stainless Steel oo | 5% 0.01~0.03 | Max.0.3 | 0.01~0.02 |Coolant A
o =
=0
QO
Non-ferrous Metals % | 0.01~0.08 | Max.0.5 | 0.01~0.08 5%

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

Xepu|
-

@ : Std. ltem i ]
1 Inserts are |
. sold in 10 piece boxes ' G99



Grooving

External

Internal

Face

Face Grooving Toolholders [GVF Insert]

M GFV

GFV%2020K-201A
GFV%.2525M-201A
shows right figure

® Right-hand shown

LF

®| eft-hand shown

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

® Toolholder Dimensions

. . External dia. Spare Parts
i DI (), of the groove Clamp get Wrench Pl .
Description @ pplicable Inserts
RILI H |HF | B LF | LH | WF |CDX [E”\l:l),f:\; [IKA%(()(] @-‘ @" %FE DELE
’ ; § § FT
GFV%. 2020K-201A @@® 20 | 21 | 20 [125| 20 | 25 20 GVF?L200~340-020A
2525M-201A |@® 25 | 26 | 25 |150 | 23 | 32 | 22 |(12)] | CPSHY FT-15 | GVFY,200-...-300-.. AR
GFV?. 2020K-351B (@@ 20 | 21 | 20 |125| 28 | 25 46 GVF?/.250~350-020B
2525M-351B (@@ 25 | 26 | 25 |150| 30 | 32 ’ 35 | 50 GVF?L300-150BR
2020K-352B (@(@| 20 | 21 [ 20 [125| 28 | 25 | . [(25)|(x0) GVF?L400~490-020B
2525M-352B @@ 25 | 26 | 25 |150| 30 | 32 ’ GVF?/.400-200BR
2020K-501B @ ® 20 | 21 | 20 |125| 28 | 25 46 GVF?.250~350-020B
2525M-501B @ ® 25 | 26 | 25 |150| 30 | 32 ’ 50 | 70 CPS-6V LW-3 GVF?L300-150BR
2020K-502B (@/@| 20 | 21 | 20 [125| 28 | 25 | . [(25)|(x0) GVF?L400~490-020B
2525M-502B @@ 25 | 26 | 25 |150| 30 | 32 ’ GVF?.400-200BR
2020K-701B @ ® 20 | 21 | 20 |125| 28 | 25 46 GVF?250~350-020B
2525M-701B @@ 25 | 26 | 25 |150| 30 | 32 ’ 70 | 100 GVF?.300-150BR
2020K-702B (@(@| 20 | 21 [ 20 [125| 28 | 25 | [(25)|(x0) GVF?L400~490-020B
2525M-702B @ @® 25 | 26 | 25 |150| 30 | 32 ’ GVF?400-200BR
GFV?. 2525M-501C (@ @ 6.6 | 50 | 70 GVF?/.350~450-040C
2525M-502C |@| @ 8.1 |(25)| (o) GVF?.500~600-040C
2525M-701C @ @ 6.6 | 70 [100 GVF?/.350~450-040C
2525M-702C |@ @ 8.1 |(25)] (o) GVF?.500~600-040C
2525M-1001C |@ @ 2° | 26 | 2% | 190 35132 g5 00( 150 CPS-8V | LW-4 I F.350-450-040C
2525M-1002C |@ @ 8.1 |(25)| () GVF?.500~600-040C
2525M-1501C |@ @ 6.6 150|250 GVF?/.350~450-040C
2525M-1502C |@ @ 8.1 |(25)| (o) GVF¥.500~600-040C

Note 1. [CDX shows available grooving depth. |

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

3. Standard toolholders are designed with the edge position 1.0mm above the center. When using non-standard toolholders, set the edge position 1.0mm above the center.

@ Selection of Toolholder & Insert

Toolholder| Right-hand Toolholder|  Left-hand
Insert | Right-hand Insert Left-hand
-"“I
Ho | i

B

G100

@ : Std. ltem



Integral Toolholder

¥ External dia. of the groove of GFV
(1) e.g.) GFV*....-201A

sepelr) Lasu|
>

Extemalda. o the groove I |t is available to infinity  in case of machining _
Description DAXNIDAXX| Applicable inserts the first groove bigger than DAXN. g
[MIN.]|[MAX.] %% B
GFV*°L 2020K-201A |20 | oo | GVF?200~340-020A ®\When machining towards the outer diameter then there §°
2525M-201A | (12) (o0) | GVFRL200-...~300-...AR is no MAX. limit to the further groove machining. o
=z
*'When machining the initial groove on the face at-DAXN 220 ®When widening the groove width to inner diameter. E C
o
If the initial groove is made smaller than this, the toolholder interferes with the Face groove diameter DAXN (12) is the Ii‘mit; the tooI‘hoIder interfgres with the workpiece in g
workpiece. Boss Dia. depends on insert width. case of smaller than ¢12. The toolholder interferes with the workpiece when closer to the center. e
: D
5| 5| & HE. — 2
3 3l & EiH IEE
e e e Z ‘ ) 4
o Y i o o 2
A TE CINEEE | £
| ° 7 1 S
E . < % Z < g é Qg
Installing GVFR200-020A | Installing GVFR340-020A Installing GVFR200-020A | Installing GVFR340-020A
@
0000000000000 00000000000000000000000000000000000000000000000000000000000000000000000000000000000000000CCCRIIIROIROIECICNEIDS g
(2) e.g.) GFV"4...-351B/352B (same as GFV"....-OOOB or GFV*i...-OOOC) 5
Exeml dia. of e groove
Description DAXNDAXX| Applicable Inserts o
[MIN.] [MAX] |t is possible to widen the groove to infinity co S H
GFVAL 2020K-351B GVF%.250~350-020B when machining the initial groove within DAXN
2525M-351B!-35 | 50 | GVF?¥.300-150BR ~ DAXX and then widening to outer diameter. o
ok T it - =
2020K-352B{ (25) |:(c0), | GVF%.400~490-020B g J
— —av | - o _ [}
2525M-352B | GVFY.400-200BR E
®When machining the initial groove on the face at DAXN ¢35 ®\When machining the initial groove on the face at DAXX @50.
)
If the initial groove is made smaller than this, the toolholder intetferes with If the initial groove is made larger than this, the toolholder interferes with = K
the workpiece. Boss Dia. depends on insert width. the workpiece. Boss Dia. depends on insert width. 3
7 7 7 2 3
. I =
7 5L
A % R 2 %
e z ! e 2 32 7
X 8 g n < (B =) % e . L \
| 1 E e 10 ] | i
. ] | L i
5 5 £| g =
N % 7 : S
. 1 2 7 3 25N
=)
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B | Installing GVFR490-020B =
w
®\When widening the groove width to inner diameter. g
225 Boss Dia. is the limitation regardless of insert width, 3 P
even widening the groove width to the center from the initial groove at DAXN (235) or DAXX (250). =
The toolholder interferes with the workpiece when closer to the center. _
=
g8
7 7 . SR
58
= o = < | x S x a
g e Z [} b w2 b - % —
8 <§§' ‘3 §§—%7 ‘ 5 %E’% s i 1 ! N
g | g i () | | 8 |c © 2
2 £ 7 e s ‘ = = ‘
\ %—
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B | Installing GVFR490-020B
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Grooving

External

Internal

Face

Face Grooving Toolholders [GVF Insert]

M GFVS

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

LF

® Right-hand shown

|
I
I
|
|
|
|
|
| e Left-hand shown
L

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

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

E

|
CDX

LH LF

o
e

E

® Right-hand shown

® | eft-hand shown

[

[

[

[

| Vs
[ ¥

[

[

[

‘

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

@ Selection of Toolholder & Insert

|._

GFVS GFVT
Toolholder| Right-hand Toolholder|  Left-hand Toolholder| Right-hand Toolholder|  Left-hand
Insert Left-hand Insert | Right-hand Insert Left-hand Insert | Right-hand
0 Bl 2
= O =S

‘_
.l

® Combination of Base-Holder & Blade

Example of installation (GFVS)

How to refer to the face
grooving toolholder and blade

Toolholder Description |Stock . .. | Toolholder Description
(Stamped below) R|L Blade Description (Unit Description)
SF%. -351B | GFVS%.2020K -351B
-352B | GFVT%.2020K -352B
GFVS%.2020K-HB (@ |® -501B -501B
GFVT?.2020K-HB |@® @ -502B -502B
-701B -701B
-702B -702B
SF¥%. -351B | GFVS¥.2525M -351B
-352B | GFVT%.2525M -352B
GFVS%.2525M-HB (@ |® -501B -501B
GFVT?.2525M-HB |@® @ -502B -502B
-701B -701B
-702B -702B
SF¥%. -501C | GFVS%.2525M -501C
-502C | GFVT%.2525M -502C
-701C -701C
GFVS%.2525M-HC (@ @ -702C -702C
GFVT%.2525M-HC (@ |® -1001C -1001C
-1002C -1002C
-1501C -1501C
-1502C -1502C

Toolholder description mark

Clamp Set

Blade (Back side) Blade (Face side)

(With Blade Description)

Q : Though “GFVSR2525M-
HC” is marked on the
face grooving toolholder,
the size of cutting dia. is
unknown.

How could it be found out?

A : Take off the blade.
Description of the blade
is listed on the back of
the blade.

Using the description,
check the description

of the toolholder in the
catalog.

If “SFR-1001C”

is integrated to
“GFVSR2525M-HC" ,
the description of the
toolholder is
“GVFSR2525M-1001C" .

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

G102

@ : Std. ltem



Separate Type

@ Toolholder Dimensions z
, . External dia. Spare Parts >
Stock Dimension (mm) of the groove| Clamp Set | Wrench Blade Bolt | Applicable Inserts § A
Description > D =
DAXN|DAXX| E.——) JE—— O @ G105 g
R|L| H |HF| B |LF |LH|WF| CDX VN [UAX] g / g < B
GFVS?/. 2020K-351B |@@®| 20 | 21 | 20 [125/ 30 |25 | 5.1 SFY.-351B GVF#250-350-0208|
2525M-351B (@ @| 25 | 26 | 25 [150| 32 | 32 | (4.6) | 35 | 50 GVF300-150BR 8
2020K-352B (@@ 20 |21 |20 125/ 30| 25| 5.1 |(25)| () SFA,-3595 GVF#400~490-0208| 5 ©
2525M-352B (@ @| 25 | 26 | 25 [150| 32 | 32 | (5.1) ; GVF4400-200BR =
2020K-501B (@ @| 20 | 21 | 20 [125/30 | 25| 5.1 SFL-501B GVF250~350-020B| ~
2525M-501B |@ @ 25 | 26 | 25 15032 |32 | (4.6) | 50 | 70 | cps oy | Lw.a Hiax 12 | GVF300-1508R o
2020K-502B (@ @| 20 | 21 | 20 {12530 | 25| 5.1 (25) (%) SF7.-502B GVF#00-4900208| & D
2525M-502B (@ @| 25 | 26 | 25 [150| 32 | 32 | (5.1) ) GVF4400-200BR =
2020K-701B (@ @®| 20 | 21 | 20 [125/30 | 25| 5.1 SFL-701B GVF#250-350020B| =
2525M-701B (@ @| 25 | 26 | 25 (150| 32 | 32 | (4.6) | 70 |100 GVF#300-150BR | 88 E
2020K-702B (@|® 20 | 21 | 20 (12530 |25 | 5.1 ((25)|() SF%.-702B GVF#400~490-0208| 2
2525M-702B (@ @| 25 | 26 | 25 [150| 32 | 32 | (5.1) ' GVF4400-200BR | €&
GFVS?. 2525M-501C (@@ 8.1(6.6) 50 | 70 SF¥.-501C GVF%350~450-040C| -
2525M-502C (@ ® 8.1(8.1)|(25) | () SF9.-502C GVF$500~-600-040C| S F
2525M-701C (@@ 8.1(6.6) 70 | 100 SFH.-701C GVF*%350~450-040C| €
2525M-702C (@@ 8.1(8.1)|(25) | (?) SF¥.-702C GVF500~600-040C
2525M-1001C|@ @] 2° | 26| 25 150132132 g 16 61100 150| S8V | "W Iska-1001c] HH¥¥12 [Gyrusso-aso0ac| €
2525M-1002C |[@ @ 8.1(8.1)|(25) | () SF%.-1002C GVF4500-600-040C| ~ £
2525M-1501C |[@ @ 8.1(6.6) 150 | 250 SF¥.-1501C GVF4350~450-040C|
2525M-1502C |[@ @ 8.1(8.1)|(25) | () SF¥.-1502C GVF4500~600-040C
GFVT?. 2020K-351B |@/@®| 20 | 21 | 20 [125/22 |30 | 5.1 SFY.-351B GVF#250-3500208| £ H
2525M-351B (@ @| 25 | 26 | 25 [150| 25 | 35 | (4.6) | 35 | 50 GVF300-150BR S
2020K-352B (@@ 20 | 21 | 20 (12522 |30 | 5.1 ((25)] () SF7.-3508 GVF'400~490-020B
2525M-352B (@ @| 25 | 26 | 25 [150| 25 | 35 | (5.1) ' GVF400-200BR 3
2020K-501B (@ @| 20 | 21 | 20 (12522 | 30 | 5.1 SF-501B GVF#250-350-0208| & J
2525M-501B |@ @ 25 | 26 | 25 |150| 25 |35 | (4.6) | 50 | 70 | cps ey | Lw.a Hiax 12 | GVF300-1508R 3
2020K-502B (@ @| 20 | 21 | 20 {12522 |30 | 5.1 ((25) () SF7.-502B GVF4400~490-0208
2525M-502B (@ @| 25 | 26 | 25 [150| 25 | 35 | (5.1) ' GVF400-200BR 9
2020K-701B (@ @®| 20 | 21 | 20 [125/22 | 30| 5.1 SFL-701B GVF#250~350-020B 5 K
2525M-701B (@ @| 25 | 26 | 25 (150| 25 | 35 | (4.6) | 70 |100 GVF4300-150BR
2020K-702B (@ @®| 20 | 21|20 (12522 |30 | 5.1 |(25)| () SFYL-702B GVF#400~490-020B| &
2525M-702B (@ @ 25 | 26 | 25 |150| 25 | 35 | (5.1) ' GVF'#400-200BR § L
GFVT?. 2525M-501C |@ @ 8.1(6.6) 50 | 70 SF¥.-501C GVF4350~450-040C| &
2525M-502C (@@ 8.1(8.1)|(25) | () SF9.-502C GVF500-600-040C|
2525M-701C (@@ 8.1(6.6) 70 [100 SF¥.-701C GVF4350~450-040C| = "
2525M-702C (@@ 8.1(8.1)|(25) | (?) SF¥.-702C GVF4%500~600-040C| 5
2525M-1001C|@ @ 2512625150 27 38 8.1(6.6)| 100|150 CPS8V) LW4 SF-1001C] NH4X12 FoyRraso-aso0aoc|
2525M-1002C |@ @ 8.1(8.1)|(25) | (=?) SF¥.-1002C GVF#500-600-040C| o1 _
2525M-1501C (@ @ 8.1(6.6) 150|250 SF¥.-1501C GVF#350~450-040C| 3.8 N
2525M-1502C |@ @ 8.1(8.1)|(25) | (0) SF.-1502C GVF4500~600-040C gg«

Note 1. \ CDX shows the distance from the toolholder to the cutting edge. The grooving depth is the mentioned in (). \

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

3. Standard toolholders are designed with the edge position 1.0mm above the center.
When using non-standard toolholders, set the edge position 1.0mm above the center.

4.GFVS and GFVT are composed of a base-holder 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

slied aledg i
L

uolnew.ou|
[eoluyoa)
=)

Xepu|
-
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Face Grooving Toolholders

@ Blade Dimensions

; : Extemaldia. o the goove Aoplicable
Shape Description PBE [BHMETEET (i) DAXNIDAXX| Applicable Inserts Toirl)holders
RIL| L | H|T|W/[MIN.J[MAX]
sri. 3518 [0 @ Chr e e
11 35 | 50
GVF'400~490-020B
‘ -3528 10 @ 3.4 GVF*400-200BR
- GVF4250~350-020B | GFV(S/T)'.OOOOL]
R -
@’ SF%. -501B |@/® 305| 15 4.7 2.0 50 | 70 |_GVF#300-1508R -000B
U_ ,_1 -502B |@ @ : : 3.4 GVF%400~490-020B Toolholder Stamp
L = ) GVF"%400-200BR GFV(ST).OO00L-HB
H a 14250~350-
: w SF7. -701B (@ ® 2.0 250 o0 9208
\ H L -702B (@@ v 3.4 70 1100 " Gvrraco-40-0208
- H : GVF'£400-200BR
| E SF%. -501C (@ @ 15 2.8 50 | 70 GVF'4350~450-040C
w — —w -502C (@ ® T 4.3 GVF4500~600-040C
Top shape of SF7. -701C |@|® 20 2.8| -0 | 100 |_GVF*350~450-040C | GFV(SM)1OOO0M]
Y0016, 1501C -702C (@@ . ;543 GVF#4500-600-040C -000C
SF%. -1001C|@® @ 23 2.8 100 | 150 GVF'£350~450-040C Toolholder Stamp
® Right-hand shown -1002C @ @ 4.3 GVF%500~600-040C | \GFV(ST)’OO00C-HC
- Right-hand Blade for Right-hand Toolholder, | SF?, -1501C | @ | @ 03 2.8 150 | 250 GVF'350~450-040C
Left-hand Blade for Left-hand Toolholder. -1502C (@ | @ 4.3 GVF4%500~600-040C
@ External dia. of the groove of GFVS / GFVT
e.g.) GFVS*....-351B/352B
(same as GFVSH....-OOOB, ....O0OOC ®G103
o GFVT*...-OOOB, ...-O0O0OC ®G103)
£
8 Bemal da. of e grooe
15} Description DAXN|DAXX| Applicable Inserts
[MIN.][[MAX.] ® |t is possible to widen the groove to infinity o when
GFVSHL 2020K-351B | GVFYs 250~350-020B machining t‘he initial groove vyithin DAXN ~ DAXX
External 2525M-351B| 35 |-50 | GVFY:300-150BR and then widening to outer diameter.
2020K-352B | (25) | (°°)  GVF'2400~490-020B
Internal 2525M-352§| GVFYr400-200BR
Face ® \When machining the initial groove on the face.at DAXN ¢35 ® When machining the initial groove on the face at DAXX 250
If the initial groove is made smaller than this, the toolholder If the initial groove is made larger than this, the toolholder interferes with
interferes with the workpiece. Boss Dia. depends on insert width. the workpiece. Boss Dia. depends on insert width.
7 7
= | : *
| N J - ]
Installing GVFL250-020B | Installing GVFL490-020B Installing GVFL250-020B | Installing GVFL490-020B

® When widening the groove width to inner diameter

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

3 glg- - S g A b= 8
8 |c g E 8 H s H
s £ s |5 - 1
© © -
21 . :
|
=% £E
Installing GVFL250-020B | Installing GVFL490-020B Installing GVFL250-020B | Installing GVFL490-020B

@ : Std. ltem
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Grooving Inserts

M Applicable Inserts

(mm) §
Description W1 INSL S ’5' g;:?:sftzg e/lAuoy Steel : g Classification of usage [ & A
GVF™. ...- A 4.3 12 45 =
' 888 B 5.8 20 | 5.0 K_|Castiron L] @ :Continuous-Light Interruption | &
= : . N |Non-ferrous Metals ol e /1St.Ch°'Ce ) ) =
.-0O00C 7.0 27 7.0 S [Titanium Alloys ole @:(}gnt(ljngaughght Interruption § i
n i ==
== OO0 AR 43 12 4.5 H LlerdMateralsIOLIRC) ® | O .:Continu(:)ifs/ 1st Choice %é B
.. OOOBR 5.8 20 5.0 Hard Materials (40HRC~) (O:Continuous / 2nd Choice %
7 i PVD 2l 9
Dimension Cermet “ggﬁ.? Coated[Carbide{ PCD 58| =
. (mm) Catbide Applicable |zg| § C
Insert Description g2l 8
arlend =5 TN90 [TC4oN |TCsom[PRi225[PRo30jk w10 kPDot)|  Toolholders |'¢s 5| &
Handed Insert shows Right-hand R|L|R|L|R|L|R|L|R|L|R|L|R|L :& m
GVF®. 200-020A |2.00 Oeeceoocoeoeeooee g D
230-020A [2.30 o | loe® (@@ =
250-020A |2.50 5302 000 eooo0o00e GFVY%. .-201A [G100 =2
270-020A 270~ | D0 | (eeleelee| | (GIFVi .-201A |G110| 55 o
>0
290-020A |2.90 oo 000000 g%,
340-020A |3.40 [ I 000000
GVFf. 250-020B |2.50 OoCeeoeeeeeeee GFV%. ..-OO 1B g
RE GFVS% ..- OO 1B = F
_ 300-020B [3.00| 4.8 OCeeee/eeeeee - - &
. szfs 350-020B |3.50 Ooeeeelee/eelee cirvi 0018
YT OWs.05 400-020B |4.00 020Ceeeoe0000e | . . o
o T T 430-020B [4.30| eeoo000000 Grys: -O02B E
P 460-020B |4.60| oo  0o0000 QEK/T:/R =00 28B
490-020B |4.90 oooo/oe/0ejee | VI OO o
GVF%. 350-040C |3.50 OCeeee/eeeeee Gmf/ 88 13 5 H
G %o...- =
400-040C [4.00| 6.8 Oleeoeocoeoeoee GEVT% .- OO 1C
450-040C |4.50 0.4 0000000000 GIFV?. ..-O0O 1C =
500-040C |5.00 “Oo0eeeeeeeeee EFVR/L .-002C|G100 gé_ J
550-040C |5.50| 8.3 ooloo/oojoe] [GFVSH.-OO2AX Gio3| =
= GFVT4 .- 00 2C|ge10| ©
600-040C |6.00 o0 o000 0 GIFVY. ..-O0O2C
. ] GFV%. ..-OO 1B g
GVF. 250-020B |2.50 ig ..GFVSVR 00 1B 5 K
: GFVT4 ..- OO 1B
RE 300-020B |3.00 o 00 ik o018 .
= % % ' GFV. ..-O0 2B % L
il GFVS' .- OO 2B S
INSEDX 400-020B |4.00| 5.3 o MTOGFVTL/H OO 2B S
CW+0.03 GIFV?, .- OO 2B
Ch— GFVIL 001G =
A = ) = =
GVF?. 350-020C |3.50/6.8 0.2 GFVS# .- OO0 10 E M
GFVT'% ...- 1C
ocge GVFY. 350-040C |3.50| 6.8 | 0.4 0 (e 99 1e ,
£
GVF¥. 200-100AR |2.00 1.00 00000 VL 201 28 N
GFV7L .- G100 €2
250-125AR (2.50| 2.3 |1.25 o000 00 GIFVY, -201A |G110 EQ
300-150AR |3.00 1.50 00/0000 o
GFVA. ..-O0 1B B
W s P
GVF?. 300-150BR |3.00| 4.8 |1.50 eoj0o0e STICH--O0S 3
GIFVY, ..-OO18|G100] ©
. G103| 3
e, oo g
R ™ E{ =.
400-200BR (4.00| 5.3 |2.00 00/0000 GFVT% .- O0) 2B g-g
Full-R GIFV. ..-OO 2B
Recommended Cutting Conditions® G116 3 T
- CDX shows available grooving depth. ]

@ : Std. Item

© Check Availability ! Inserts are T CBN & PCD Inserts are :
[ : Deleted from the next catalog : 1din 10 i b .: idin 1 pi b \
MTO : Made to order |___soldin0pieceboxes i __soldinipieceboxes | (3105



Grooving

External

Internal

Face

Face Grooving Toolholders

I KFMS (will be switched to KGDF @ G84~G91)

Extemal dia. of the groove

=

® | eft-hand shown

CDX : 16 mm or under

=0

=

CDX : 20 mm or over

CDX : 16 mm or under

NF2

©

A

CDX : 20 mm or over

©

CDX
N ~ 2 - SR LF
CDX LH LH
A A \ i
< I-II_ I
y v Y
Y C / T
® Right-hand shown X
@ Toolholder Dimensions
. . Edge Width| External dia. Spare Parts
Stock Dimension (mm) (mm) |of the groove|Clamp Bolt| Wrench
Description S
R/L| H |HF |HBH| B |LF | LH |WF WF2/CDX| CW DAXN| DAXX /
MNJIMAX] &
S
KFMS?. 2020K2530-3 [ J 25 | 30
2020K3040-3 [ J 39 6.1 13 30 | 40
2020K4050-3 [ J 40 | 50
2020K5065-3 ® |20 20 20 (125 41 20.7 59 50 | 65 | HH5X20 | LW-4
2020K6585-3 [ J ) 65 | 85
2020K85110-3 |@ 44 o5 85 |110
2020K110145-3 (@ 3 110]145
2525M2530-3 |@@® 25 | 30
2525M3040-3 @@ 39 6.1 13 30 | 40
2525M4050-3 @@ 40 | 50
2525M5065-3 (@@ 25|25 25 (150 41 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 [ J 39 7112 25|35
2020K3550-4 [ J 20 35|50
2020K5070-4 [ J 50 | 70
2020K70100-4 @ |20 |20 20 (125 20.7| _ 70 |100| HH5X20 | LW-4
2020K100150-4 (@ 44 25 100150
2020K150220-4 |@ 150|220
2020K220800-4 (@ 4 |220] =
2525M2535-4 (@@ 39 7112 25| 35
2525M3550-4 (@@ 20 35|50
2525M5070-4 (@@ 50 | 70
2525M70100-4 (@ @ 25|25 25 (150 25.7 70 [100| HH5X25 | LW-4
2525M100150-4 (@@ 44 25 100|150
2525M150220-4 (@ @ 150|220
2525M220800-4 (@ ® 220|
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@ Toolholder Dimensions

. . Edge Width External dia. Spare Parts g
Sl DIEREN () (mm) |of the groove|Clamp Bolt| Wrench g A
Description =
R|L| H |HF HBH| B | LF | LH |WF \WF:CDX| CW L [hakts g
[MIN ] [MAX] te g
KFMS7, 2020K25355  |@ 39 20 2535 g
2020K3550-5 [ ] - 35 | 50 Q
2020K5075-5 [ ] 207 50 | 75 =
2020K75115-5 (@ |20 | 20 20 [125 21 '2 - 75 |115| HH5X20 | LW-4 5] C
2020K115180-5 |@ 5 44 B3] o5 115/180 g
2020K180235-5 (@ 180|235
2020K235800-5 (@ 5 |235] y
2525M2535-5 (@@ 39 50| (6) [25]85 ¢ D
2525M3550-5 [ J[ ) 35 | 50 D
2525M5075-5 [ J[ J 44 257 25 50|75 i
2525M75115-5 @@ 25|25 | - | 25 (150 26.2 - 75 |115| HH5X25 | LW-4 £3
2525M115180-5 |@@® L . 115/180 52 g
2525M180235-5 @@ 180|235 a2
2525M235800-5 @ @ 235| o0 @
[ CDX shows available grooving depth. | o
- External dia. of the groove : The diameter range of the initial groove. ] F
- For KFMSP....-5 toolholder can hold a 6mm width insert. ( ) value shows the dimension of a 6mm width insert. g
@ Selection of Toolholder & Insert
Toolholder|  Right-hand Toolholder| ~ Left-hand o
Insert (Neutral) Insert (Neutral) | é'
| a
5 | o] |
— .
| "
— =
T _ @ | g\_“ g_ J
— E
H o
. Appllcable Inserts (mm) P [Carbon Steel / Alloy Steel [ J Classificati ¢ % K
Description INSL S M [Stainless Steel ("] assiiication ot usage @
FMM30-03 K |Castlron @ | O | @:Continuous~Light Interruption o
1 12 3.5 B / 1st Choice
FMM60-04 g _';_li(::n::;o::oM:tals ©:Continuous~Light Interruption % L
FMN3 - i / 2nd Choice o
! 12 3.5 Y iihateriaslGORC) o @:Continuous / 1st Choice =3
FMNG6 Hard Materials (40HRC~) (O:Continuous / 2nd Choice
. . g % PVD % =
Dimension (mm) § gé Coated Carbide % % M
Insert Description — =TT = Applicable Toolholders |
N | - (=B
G R 212|228 2
F Slala|al¥ 38 N
P o FMM 30-03 3.0 03 00 e e e e KFMS¥.... 3 gg
\/ E 40-04 4.0 0000 KFMSY.... 4 =
e s 50-04 5.0 04 eeee0® . £
ovimamentis] [ 1] 6004 | 60 o0 o000 T
/ & e FMN 3 3.0 ( [ J o [ KFMS¥.... 3 _"’
V = g 4 4.0 vos @O @ @  KFMSY..4 I8 .
S 5 5.0 ’ (X ) (] [ ] 33
i B KFMS¥.... 5 25
L 7] 40 6 6.0 o o o : g8
- FMN inserts are only for Deep Grooving and not applicable for Turning. Recommended Cutting Conditions ® G114
’ Limit of Turning toward Center Turning towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter. g T
x
od DMIN: 25 26 27  |28and over| e.9)
o KFMSR 2525M2530-3 with 25 as first cut towards the center, it
Description od (mm) will cause a rubbing with the toolholder cartridge if ed is 4.0mm.
KFMS%. 2020K2530-3
4 2 0 0 *() value shows the Dimension using FMM60-04 Insert.

KFMS?%. 2525M2530-3
KFMS®. 2020K2535-4
KFMS%. 2525M2535-4
Remaining Boss Dia.od | KFMSY. 2020K2535-5 7 4 1
KFMSY. 2525M2535-5 | “(5) | *(2) | “(0) | ™

Interference 6 3 0 (No

remaining

e

@ : Std. ltem i
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Face Grooving Toolholders

M KFMS-8
[
\
z \
- = | —
ié = cox |O @ O
LF \
LH |
e | =
T T
© /
\
cox T
T [
\
® Right-hand shown | ®eft-hand shown
@ Toolholder Dimensions
. . Edge Width External dia. Spare Parts
Stock
DImEmEEDn (i) (mm) |of the groove| Clamp Bolt Wrench
Description sl
R|L| H |HF |HBH| B | LF | LH | WF |CDX| CW IMIN [MAX] /
KFMSY, 2525M5464-8 (@@ - o |59
41 63 | 82
2525M6382-8 (@@ 2.4 ©) | (09)
25| 25 25 [ 150 26 | 25 8 80 1115
2525M80115-8 @@ (0) | (c0)
6 40 1051160 HH6X25 LW-5
2525M105160-8
2 o® (©) (o)
8 2525M155510-8 @@® 25 | 25 | 6 | 25 |150 26 155|510
O 43 25 8
3232P155510-8 @ |32 | 32| - | 32 170 33 (0) ()
External [- CDX shows available grooving depth.|
- The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity o).
Internal The value () of External dia. of the groove (DAXN) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove between DAXN ~ DAXX.
nternal
ERee . Appllcable Inserts P |Carbon Steel / Alloy Steel o | @ Classification of usage
M |Stainless Steel (™) @)
(mm) K |CastlIron (") @ :Continuous~Light Interruption
Description N  |Non-ferrous Metals / 1St.Ch°i°e ) i
GMM 8030-080MW S |FEnim Ales C?:C/)gr;]t(;ngﬁt;isgenght Interruption
GMG 8030-050MG | 30 | 55 ) |EEEEEED (TR | e @:Continuous / 1st Choice
GMGA 8030-400R Hard Materials (40HRC~) (O:Continuous / 2nd Choice
Dimension | € | & R
= < | PVD Coated Carbide | 2
(mm) 8 | =% 8
- == Applicable
Insert Description 3 g w 28 |o Toolholders
cw | RE |22 2 2 2|2
ol | a|X
= o8
o (=] HIO
INSL e GMM 8030-080MW| 8.0 0.8 10|00 |0
| ==y
Chip Control Oriented / M Class
. RE
> §fi
g%ﬁ- L GMG 8030-050MG| 8.0 0.5 OO ORNORNNG KFMS™. ...8
Sharp-Cuting Qriened/ Precision Class 15° wj:a
Ground Chiporeaker
¥ | T &
y “ws %5 |GMGA 8030-400R | 8.0 | 4.0 O
SharpCuting vt/ Preciion Class o M "’iﬁ
FilkR Copying

\- If using a full-R insert with KFMS-8 toolholder, you need to modify the corner of insert adapter of toolholder.\ Recommended Cutting Conditions ® G117

! Inserts are
sold in 10 piece boxes
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Face Grooving Blade

M KFTB-S

sepelr) Lasu|
>

T
&
®®§ . ‘
| \ _
3 = | —= m B
| | =2
‘ r@ ‘ L@\ S
CDX | 2
A | i
150° | g C
LF | §j
CDX ‘ ® Right-hand shown | o | eft-hand shown
m
x
@ Blade Dimensions ¢ D
. . . ia.|Spare Parts 2
Stock Dimension (mm) Edge Width EEEe 2 ,
of the groove|Releasing Wrench . o
Description Applicable Inserts Applicable Blocks “z’g
o
* DAXN|DAXX| ( @ H37 == E
R/IL| H|LF| A [CDX| C CwW IMIN [MAX] E %
KFTB"L 65100-4S ( J(J 25| 4 65 [100 -
90150-4S ( J(J 5.2 90 |150 KTKTB20-32| = F
32 150 4.0 FTK4 3
150250-4S @ @ 30| 0 140|250 25-32| “
250800-4S @/©® 3.2 230| o LTK-5 32-32 o
KFTBL 90150-5S [ J[ 5.0 30 90 [150 KTKTBF25-32 g
150250-5S @ @® 32 |150| " |32 | O 5.0 |150|250 FTK5 32-32| =
250800-5S @@ 4.0 38 250| oo €
‘< CDX shows available grooving depth. ‘
- External dia. of the groove : The diameter range of the initial groove. g
- The insert has Self-Clamping system and it is not suitable for tight tolerance grooves (tolerance+0.05mm). S H
- Lightly tap an Insert with a Plastic hammer. (End of insert does not touch toolholder.) =
- KFTB%.65100-4S toolholder is designed with the edge position 4mm above the Center.
* Dimension H shows virtual apex distance. 5|
2 J
=3
0 >
M Applicable Inserts l\ljl g?aﬁ:sjt;z;l\"oy Steel : Classification of usage ©
K |CastIron @ | ®:Continuous-~Light Interruption o
N |Non-ferrous Metals o o C/)1S:'Ch0iceL' It i % K
S [Titanium Alloys Py :Continuous~Light Interruption @
/ 2nd Choice
H AEE WMEETELS (FE0RIRC) ©) @:Continuous / 1st Choice o
Hard Materials (40HRC~) (O:Continuous / 2nd Choice =
5| 8 3 2 L
Dimension (mm) €| 5Pkt 5 8
8 g% Carbide 8 s
Insert Description olglel o Applicable Toolholders <
(3] =
CW RE 2|82 |5 = M
=3 @
oo
KFTBY.  65100-4S =
90150-4S 38
& FTK 4 4.0 o000 O 150250-4S 3 N
P § 0.25 250800-4S =
\ & © KFTB.  90150-5S g
5 5.0 o000 o 150250-5S fj P
250800-5S %
Recommended Cutting Conditions® G116 5
3 o
@ Selection of Blade and Insert S SR
o =
Combination of Blade + KTKTB Combination of Blade + KTKTBF S B
Blade | Right-hand Blade | Left-hand Blade | Right-hand Blade | Left-hand
Insert | Neutral Insert | Neutral Insert | Neutral Insert | Neutral g T
(Reverse mounting) ing (Reverse mounting) (Normal mounting) Q
]
! Py N olese_
Blade Block Blade Block Blade Block Blade Block
KFTBR + KTKTB KFTBL + KTKTB KFTBR + KTKTBF KFTBL + KTKTBF
ST ke STe e e Teee—— i O
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)

@ : Std. ltem
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Grooving

External

Internal

Face

Face Grooving Toolholders (Round Shank) [GVF Insert]

M GIFV

Integral Type

GIFVR3532B-201A
shows right figure

® Right-hand shown

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

Extemalda. o the groove

GIFVL3532B-201A
shows left figure

@ Toolholder Dimensions

: : External dia. Spare Parts
Stock Dimension (mm) of the groove Clamp Set Wrench Applicable | ;
L pplicable Inserts
Description @
) G105
R|L DMINDCON' H | LF |LH|WF|CDX LI5S '\'-/ '\-‘-/ 2
[MIN.] |[MAX] g g
R N 35 i y GVFL...-..A
GIFVfL.  3532B-201A ®® 35 23 2.2 (12) oo | CPS-5V FT-15 GVF7...- AR
. i 35 | 50 GVF¥.250~350-020B
GIFV?.  3532B-351B oo% 46| 25)| (o0) GVFAL300-150BR
R ~490-
3532B-352B o0 51 35 | 50 GVFR/L400 490-020B
(25)|(o0) GVF?.400-200BR
30 50 | 70 CPS-6v W8 VP 250-350-0208
| 250~350-
5032B-501B o0 50 32130 1250 16 4.6 (25) (oo) GVF¥.300-150BR
50|70 GVF#.400~490-020B
5032B-502B o 51 25)| (o0) GVF?.400-200BR
GIFVY. 5032B-501C  |@® am%ﬂg GVF?350-450-040C
50 35 50 | 70 CPS-8V LW-4
H R/, 500~600-
5032B-502C [ ) J 8.1 (25)| () GVF?.500~600-040C
Note 1. \CDX shows available grooving depth.\
2. Standard toolholders are designed with the edge position 1.0mm above the center.
@ External dia. of the groove depends on the application.
Ierd daf feguoe | External dia. of the groove
Applications Description DAXN | DAXX Remarks
(MIN.) IMIN] | [MAX] (MAX.)
= GIFVRL 3532B-201A oo
= % GIFV%. 3532B-351B 35 50
g J /t g 3532B-352B
£ = 5032B-501B - o
= A I 5032B-502B =0 | 70
g )~ GIFVY. 5032B-501C |
= 5032B-502C
g Z, GIFVE/ L 3532B-201A 12 b If oD1 > 58-2CW, the Face Grooving Dia. can be expanded
= GIFV. 3532B-351B | 35 | g9 to Internal dia. of the groove (MIN.) toward the Center.
S 3532B-352B | CW = Edge Width
= 5032B-501B oo
= 5032B-502B | 25 It oD1 > 75-2CW, the Face Grooving Dia. can be expanded
g GIFV7. 5032B-501C 50 | 70 to Internal dia. of the groove (MIN.) toward the Center.
= 5032B-502C | CW = Edge Width
= GIFVR. 3532B-201A 12 oo
= GIFV%. 3532B-351B 35 50
g 3532B-352B
2 5032B-501B o5 oo
= 5032B-502B 50 | 70
E GIFV?. 5032B-501C
= 5032B-502C

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

between DAXN ~ DAXX.
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@ : Std. ltem




Recommended Cutting Conditions

@ GBA inserts (Ground Chipbreaker)

5
w
Recommended Insert Grades (Cutting Speed Vc : m/min) (1) Hor Grooving (mmitev) = A
MEGA . . (2) f for Turning (mm/rev) @ 8
Workpiece MC Cermet MEGA NANO PVD Coated Carbide|Carbidel CBN | PCD (3) ap for Turning (mm) = 8
Material =B €| =
S 8§18 8 & 8|8 2 8 g BB EEasa00n|eBACON GBAOOM GBACOM |GBAOOM| @ | § =
S| |F|E | E | K K K g 8 3| g £033~120-..125~225-..,230~325-.., 330~350-....400~480-... %é B
=
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 @
Yo | k| ve | Yr | k| k| Yro| Y (2N 2) 0.04~0.09| (2) 0.05~0.1 | (2) 0.05~0.1 | (2) 0.05~0.1
Carbon Steel |47 10| g9”520 |150-220/150-220|80-200|80-180|80-180|80-180 §3; Ny oo ES; Vir 03 23; Mon 05 ES; Vs 08 53; Vo 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 3 C
Alloy Steel 1570/ 0 200 130-200]130-200|80-180|80-160| 80-160|80-160 % N recom. g; 9.04-098 g; 0.05-0.09 (2; 9.05-01 g; 9.05-01 g
(1) 0.03~0.07] (1) 0.04~0.08] (1) 0.05~0.09] (1) 0.05~0.1 | (1) 0.05~0.1
Stainless Steel Yo | Yo | k| Yr | Y (2) Not recom. | (2) 0.04~0.08| (2) 0.05~0.09 (2)005~o.1 (2) 0.05~0.1 m
70~150/60~15060-130/60~130 60~130 (3) Not recom. | (3) Max. 0.3 | (3) Max. 0.5 | (3) Max. 0.5 | (3)Max.0.8 | % D
(1) 0.03~0.08] (1) 0.04~0.09| (1) 0.05~0.1 | (1) 0.05-0.12| (1) 0.05~0.12| G 3
Cast Iron - - - - - - - - * (2) Not recom. | (2) 0.04~0.09| (2) 0.05~0.1 | (2) 0.05~0.1 | (2) 0.05~0.1 | © D
80-18060-120/150-400 (8) Not recom. | (3) Max. 0.3 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | 3
(1) 0.05~0.12] (1) 0.05~0.15] (1) 0.05~0.15 (1)oos~o.15 (1) 0.08~0.15 =0
Aluminum Alloys | - - - - - - - - - * - * (2) Not recom. | (2) 0.05~0.15| (2) 0.05~0.15 (2)008~0.15 (2) 0.08~0.15 gg
150-400 150-2000) (3) Not recom. | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8 =5 E
(1) 0.05~0.12| (1) 0.05~0.15| (1) 0.05~0.15| (1) 0.08~0.15| (1) 0.08~0.15 2
Brass - - - - - - - - - * - * (2) Not recom. | (2) 0.05~0.15/ (2) 0.05~0.15/ (2) 0.08~0.15| (2) 0.08~0.15 Qg
150-300 200-800] (3) Not recom. | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8
(1) 0.02~0.05 (1) 0.03~0.07 -
Hard Materials | - - - - - *1'2 (2) Not recom. | (2) 0.01~0.04 - <) F
80-120 (8) Not recom. | (3) Max. 0.1 g
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation ¥t : 2nd Recommendation
MC indicates MEGACOAT Cermet.
MEGA indicates MEGACOAT, and MEGANANO indicates MEGACOAT NANO. g’
. . o
@ GBA inserts (GM Chipbreaker) =S
«
(1) f for Grooving (mm/rev)
Recommended Insert Grades (2)ffor Tuming (mmirev) *
(Cutting Speed Vc : m/min) (3) ap for Turning (mm) E o
Workpiece Material R R =4
p Cermet | MEGACOATNANO | MEGACOAT |  GBA43%, GBA43Y, GBA43%. GBA43%. aeasy | E| = H
140-010GM | 150-020GM | '72020GM~ | 250-030GM-~ | 450 naogm |2 | =
TN620 PR1625 PR1215 230-020GM 350-030GM
Carbon Steel * ()00s-008 | (2)005-0.08 “388?8‘83 (200501 | (200801 3
arbon Stee .03-0. ~0. .05-~0. 3
80~240 80~220 80~220 | (3) Max.0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8 " fg J
P * * % (1) 0.03~0.1 (1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15 S 2
oy Steel (2) 0.03~0.08 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 =
y 80~220 80~200 80~200 | (3) Max.0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8 3
(1) 0.03~0.1 (1) 0.03~0.1 (1) 0.03~0.1 (1) 0.04~0.12 (1) 0.04~0.12 O o
Stainless Steel (2) 0.03~0.08 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 =4
60~150 60~150 (3) Max. 0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8 H K
* Above cutting condition is for external grooving. Set both cutting speed and feed 20% lower for internal grooving. % : 1st Recommendation ¥y : 2nd Recommendation @
9 GBA inserts (MY Chipbreaker) 9
Recommended Insert Grades (Cutting Speed Vc : m/min) (1) tfor Grooving (mm/rev) ‘:1, L
- - (2) f for Turning (mm/rev) ] )
Cermet | MEGA |PVD Coated Carbide|Carbide| CBN | PCD (3) ap for Turning (mm) (xg s
Workpiece Material o |3 R R "
p § z 2 =] 'ﬁ_ = = |82 GBA43%. GBA43%. GBA43%, GBA43%. GBA43%, CIE)
S 3 = 3 = = =z g9 175-020MY ~ | 230-020MY ~ 300-030MY 330-030MY~ 400-040MY | =
= = o o o = ¥ | X X | 200-020MY | 265-030MY 350-030MY 5 M
(1) 0.03~0.08 | (1) 0.04~0.09 | (1) 0.05~0.1 | (1) 0.05~0.12 | (1) 0.05~0.12 @
Carbon Steel kg - * Y7 ¥ - 2) 0.03~0.08 | (2) 0.04~0.09 | (2) 0.05~0.1 2) 0.05~0.1 2) 0.05~0.1
150~220 80~200 |80~20080~200 53; Max. 0.3 53; Max. 0.3 53; Max. 0.5 53; Max. 0.5 53; Max. 0.8 - | o
— % * 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 S §§4
oy Steel - 2) 0.03~0.1 2) 0.04~0.08 | (2) 0.05~0.09 | (2) 0.05~0.1 2) 0.05~0.1 =1 22
y 130~200 80~180 |80~18080~180 Es{ Max. 0.3 Es{ Max. 0.3 Es{ Max. 0.5 Es{ Max. 0.5 Esg Max. 0.8 3| &2 N
i il 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 g9
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 Es% Max. 0.3 Es{ Max. 0.3 Es{ Max. 0.5 Esg Max. 0.5 Esg Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. MEGA indicates MEGACOAT. % : 1st Recommendation ¥t : 2nd Recommendation
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Grooving

External

Internal

Face

Recommended Cutting Conditions

@ GBF inserts
Recommended Insert Grades (Cutting Speed Vc : mimin) (1) f for Grooving (mm/rev)
Workpiece MEGACOAT |MEGACOATNANO|  Carbide (2) f for Turning (mm/rev) -
Material g : = (8) ap for Turning (mm) emarks
E E (;5 GBF32f.025 - 053 | GBF327.065 - 095 | GBF32%.100 - 145 | GBF32%.150 - 300
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Carbon Steel 80 ~*1 80 70 %1 60 - (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX. 0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Alloy Steel 80 ~*1 80 70 ?(1 60 - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Stainless Steel 60 ?*71 30 50 ~*1 20 - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2 Coolant
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Cast lron - - 60 ~*1 00 (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Aluminum Alloys - - 1505400 (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX. 0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Brass - - 1 SOtSOO (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
% : 1st Recommendation ¥y : 2nd Recommendation
@ GBF-000F inserts (RE=0.00)
Recommended Insert Grades (Cutting Speed Vi : mimin) (1) f for Grooving (mm/rev)
Workpiece MEGACOAT |MEGACOATNANO| Carbide (2) f for Turning (mm/rev) R y
Material E § Lo (3) ap for Turning (mm) S
o o = GBF32%, GBF327%, GBF32%, GBF32%.
o o O 025 ~ 053 - 000F 065 ~ 095 - 000F 100 ~ 145 - 000F 150 ~ 200 - 000F
(1) 0.005~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05
Carbon Steel 80 f 180 70 ?‘71 60 - (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX.0.2
(1) 0.005~0.025 (1) 0.01~0.03 (1) 0.01~0.04 (1) 0.01~0.04
Alloy Steel 80 ~*1 80 70 %160 - (2) Not recom. (2) Not recom. (2) 0.01~0.03 (2) 0.01~0.03
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX.0.2
(1) 0.005~0.02 (1) 0.01~0.025 (1) 0.01~0.03 (1) 0.01~0.03
Stainless Steel 60 f\(_‘ 30 50 f1 20 - (2) Not recom. (2) Not recom. (2) 0.01~0.025 (2) 0.01~0.025
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX.0.2
(1) 0.005~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05 Coolant
Cast Iron - - 60 :k1 00 (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX.0.2
(1) 0.005~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05
Aluminum Alloys - - 150’5 400 (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX.0.2
(1) 0.01~0.03 (1) 0.01~0.04 (1) 0.01~0.05 (1) 0.01~0.05
Brass - - 15015300 (2) Not recom. (2) Not recom. (2) 0.01~0.04 (2) 0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX.0.2

@ GBF-GL inserts

% : 1st Recommendation yx : 2nd Recommendation

Recommended Insert Grades (Cutting Speed Vic : mimin) (1) f for Grooving (mm/rev)
Workpiece MEGACOAT | MEGACOAT NANO (2) f for Turning (mm/rev) R
Material E § (8) ap for Turning (mm) emarks
E E GBF32R075 - 005GL | GBF32R095 - 100-005GL | GBF32R150 - 200-010GL | GBF32R300 - 010GL
* % (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 (1) 0.04~0.1
Carbon Steel 80 - 180 70 - 160 (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (2) 0.04~0.08
(3) Not recom. (3) MAX.0.2 (3) MAX.0.3 (3) MAX.0.5
% (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03-0.07 (1) 0.04~0.09
Alloy Steel 80 - 180 70 - 160 (2) Not recom. (2) 0.03~0.06 (2) 0.03-0.06 (2) 0.04~0.08 Coolant
(3) Not recom. (3) MAX.0.2 (3) MAX.0.3 (3) MAX.0.5
N * (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03-0.07 (1) 0.04~0.09
Stainless Steel 60 - 130 50 - 120 (2) Not recom. (2) 0.03~0.06 (2) 0.03-0.06 (2) 0.04-0.08
(3) Not recom. (3) MAX.0.2 (3) MAX. 0.3 (3) MAX. 0.5
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@ TGF inserts (Ground Chipbreaker)

=
w
Recommended Insert Grades (Cutting Speed Vc : m/min) (i) 7ifom Eraiig (i) 2
- - (2) f for Turning (mm/rev) ) @ A
Cermet| MEGA | PVD Coated Carbide | Carbide| CBN | PCD (3) ap for Turning (mm) X =
—~ @
Workpiece Material | =z | ® | o | @ e |5 o
P g ™ ] = S g § g TGF32%. TGF32%. TGF32%. TGF32%. OE_, Ey
O o o c 5 0 | &a | 033~050-005 | 075~095-010 | 100~145-010 | 150~250-010 | < [ £=
Fla |8 | a ¥ | ¥¥ =3 B
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 &
Carbon Steel ¥ * ¥ Y7 - - - | (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 [=}
Pr— e (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 =
lo) tee! - - - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05 3
y 130~200| 80~160 | 80~160 | 80~160 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2 § C
] e e * (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 =)
Stainless Steel - - - - (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 © m
* (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 8 X
Cast Iron - - - - - - (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (&) @ D
60~100 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2 g
* * (1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 -
Aluminum Alloys - - - - - (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
150~400 150-2,000) (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2 =2
* * (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 op
Brass - - - - - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05 g o E
150~300 200~800 (3) Not recom. (3) Not recom. (3) Max. 0.2 (3) Max. 0.2 5o
- MEGA indicates MEGACOAT. % : 1st Recommendation v : 2nd Recommendation “a
@ GH inserts (Ground Chipbreaker) o F
Recommended Insert Grades (Cutting Speed Ve : m/min) (1) f for Grooving (mm/rev) 2
VD " - (2) f for Turning (mm/rev) »
Cermet coaed Caice|CATDICE Ceramic (3) ap for Turning (mm) <
Workpiece Material o = gl o
. s/ 8|3 8 2'g § g o GH GH GH 5| §
4 © ©
- |C_> g E < < P-4 E 40~50 55~70 75~80 100~120 o é
(1)0.07-02 | (1)0.07~0.2 | (1)0.1~0.25 | (1) 0.15-0.3
Carbon Steel ¥ ¥ * - - - (2) 0.07~0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 (2) 0.15~0.25
150~220/100~150/80~180 (3)Max.1.0 | (3)Max. 1.0 | (3)Max. 1.5 | (3) Max. 2.0 o
e e * (1)0.07-0.18 | (1) 0.07~0.18 | (1)0.1~0.23 | (1) 0.15-0.27 T H
oy Steel - - (2) 0.07~0.13 | (2) 0.07~0.13 | (2)0.1~0.18 | (2) 0.15~0.22
y 130~200/80~130|80~160 (3)Max.1.0 | (3)Max.1.0 | (3)Max. 1.5 | (3) Max. 2.0 =
e * (1)0.07-0.16 | (1) 0.07~0.16 | (1)0.1~0.21 | (1) 0.15~0.25
Stainless Steel - - (2) 0.07~0.13 | (2) 0.07~0.13 |(2)0.1~0.18 | (2) 0.15~0.22 4
60~10060~130 (3)Max.1.0 | (3)Max.1.0 | (3)Max.1.5 | (3) Max. 2.0 =
KW10 KW10 KW10 KW10 g J
(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 € @
1. . . .2, 5]
Cast Iron : : : : 60*;00 15(?\?300 153%00 150*300 (As;sh/ﬂ/fgerzj ° fésh/ﬂ/fgerzj ° fésh//l:gerzj ° Sésh/ﬂffgeri ° 9
- - - - o
(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. = K
(3) Not recom. | (3) Not recom. | (3) Not recom. | (3) Not recom. 8
* (1)0.07-02 [ (1)0.07-02 | (1)0.1~0.25 | (1) 0.15~0.3
Aluminum Alloys - - - - - - - |(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)0.07~0.2 | (1)0.07-0.2 | (1)0.1~0.25 | (1) 0.15~0.3 2
Brass - - - - - - (2) 0.07-0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 (2) 0.15~0.25 ‘j; L
150~300 (3)Max.1.0 | (38)Max. 1.0 | (3)Max.1.5 | (3) Max.2.0 g
T | Y (1) 0.02~0.05 | (1) 0.02~0.05 | (1) 0.02~0.05 3
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 ¥y : 2nd Recommendation E M
. =3
© GHU Inserts (Molded Chipbreaker) @
Recommended Insert Grades (Cutting Speed Vc : m/min) (1) ffor Grooving (mm/rev) 4
) - - (2) f for Turning (mm/rev) » S 4
Cermet cuedCanice| VD Coated Carbide| - Ceramic (3) ap for Turning (mm) Y 5.8_ N
Workpiece Material L o | o gles
2 g &8 3 2 8 8 g 7| cu GHU GHU £| =8
2 g | £ | x © " " " oc| "
e f;’ lL_J 2‘:) = oy < P 40-20 50-20 60-20 @
[
(1) 0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15 @
Carbon Steel hig - S - - - (2)0.05~0.1 | (2) 0.05~0.1 | (2) 0.05~0.12 - P
130~200 80~180 (3)Max.1.0 | (3)Max.1.0 | (3) Max. 1.5 - 2
e e (1)0.06-0.12 | (1) 0.06~0.12 | (1) 0.06~0.15 S @
Alloy Steel - - - - (2) 0.05~0.1 | (2) 0.05~0.1 | (2) 0.05~0.12 s | =
100~180 80~160 (3)Max. 1.0 | (3) Max. 1.0 | (3) Max. 1.5 Q| 27
e (1)0.06~0.1 | (1) 0.06~0.1 | (1) 0.06~0.12 o 35
Stainless Steel - - - - - - - |(2)0.05~0.08 |(2)0.05~0.08 |(2)0.05~0.1 33 R
60~130 (3)Max. 0.8 | (3) Max. 0.8 | (3) Max. 1.2 =9
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. * : 1st Recommendation ¥x : 2nd Recommendation =
=3
& T
x
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Grooving

Recommended Cutting Conditions

@ GA Inserts (Molded Chipbreaker)

Recommended Insert Grades (Cutting Speed Vc : m/min) 8 ; ;;g: %f;mg% ngnr;;\:érve)v)
Cermet o ie|PVD Coated Carbide| Carbide (3) ap for Turning (mm) g
Workpiece Material 0 o o o
P 2 8 8 % 8 8 8 2 o GA GA =
z z
F|IF|g|le|5 | K K| = 30 40 50 o
(1)0.06~0.18 | (1) 0.06~0.21 | (1) 0.06~0.25
Carbon Steel ¥ * (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 (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.05~0.18 °
100~180 80~160 (3)Max.0.3 | (3) Max.0.5 | (3) Max. 0.8 o)
* (1)0.06-0.1 | (1)0.06~0.1 | (1) 0.06~0.12 )
Stainless Steel (2) 0.05~0.08 | (2) 0.05~0.08 | (2) 0.05~0.1
60~130 (3)Max. 0.8 | (3)Max. 0.8 | (3) Max. 1.2
’ G ( C ) % : 1st Recommendation ¥ : 2nd Recommendation
IA Inserts (Molded Chipbreaker,
Recommended Insert Grades (Cutting Speed Ve : m/min) 8 I Ig: %ffn?xg% n(]rr"n;pggv)
Cermet caamsie| PVD Coated Carbide | Carbide (3) ap for Turning (mm) _"E’
Workpiece Material 1 3
p 2| g § § § § § § GIA GIA GIA &
=z 4
FIF|e e & c x| g 30 40 50 o
(1)0.04~0.08 | (1) 0.04~0.09 | (1) 0.05~0.1
Carbon Steel ! * (2) 0.02~0.08 | (2) 0.02~0.08 | (2) 0.05~0.08
60~120 60~120 (3) Max. 0.3 | (3) Max. 0.4 | (3) Max. 0.5 e
* (1) 0.04~0.07 | (1) 0.04~0.07 | (1) 0.05~0.08 S
Alloy Steel (2) 0.02~0.07 | (2) 0.02~0.07 | (2) 0.05~0.08 °
60~100 60~100 (3)Max.0.3 | (3)Max.0.4 | (3) Max. 0.5 o)
(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

€ FMM/ FMN Inserts

% : 1st Recommendation ¥ : 2nd Recommendation

Recommended Insert Grades (Cutting Speed Ve : mimin)| Face Grooving (FMM / FMN) Turning (FMM)
Cermetoudene PVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) g
. 5 0 ®©
Workpiece Material | o | & | | 8 | 8 | 2 | g 40 |50/60 | 30 40 |50/60 | &
z e id 4 4 S o
3 a o o f (mm/rev) f (mm/rev)

Carbon Steel 103500 | 80500 | 805500 | 5000 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 505500 | 7050 | 70%e0 | 76%s0 0.03-0.05 | 0.03-0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
Stainless Steel 5o | 6Beo | 6c®so | 6oriso 0.03-0.05 | 0.03-0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | §
°
Cast Iron 60Xeo | 707550 | 0.03-0.05 | 0.03-0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | §

Aluminum Alloys 200500 | 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 102X 00| 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.
- 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

f (MAX.) (mm/rev)

under 3~5% of

Edge Width

ap x f should be as follows.

+ ap<0.5CW

% : 1st Recommendation ¥¥ : 2nd Recommendation

- 1<0.03 (Min.) ~ 0.05 (Max.)CW

Load (mm’)

Edge Width (mm)

3.0

4.0

5.0

6.0

ap x f

~0.09

~0.14

~0.25

~0.36
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@ SIGE (Ground Chipbreaker : GE"....A(R), GE%....B(R)) z
Recommended Insert Grades (Cutting Speed Ve : m/min) (1) f for Grooving (mm/rev) o A
o
Workpiece Cermet | MEGACOAT |PVD Coated Carbide| Carbide (2) f for Turning (mm/rev) a
f =) 10 10 ) Remarks| =
Material g 8 o e (3) ap for Turning (mm) § i
E | FE | E | B | o ummmem | e uomoom T cex ssooooms B
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04 @
Carbon Steel 50%’80 50'5'80 50%’80 - (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 3
(3) Max. 0.05 () Max. 0.05 (8) Max. 0.1 = c
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04 8
Alloy Steel 507%80 50*80 50%780 - (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 g
(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 m
Stainless Steel - 50‘5'80 50%?80 - (2) 0.01~0.03 (2) 0.01~0.03 (2) 0.01~0.03 g D
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1 Coolant L
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04
Cast Iron - - - 50‘5’80 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 S g
(3) Max. 0.05 (3) Max. 0.05 (8) Max. 0.1 82 E
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04 2 3
Aluminum Alloys - - - 50:‘1'00 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 Qg
(3) Max. 0.1 (3) Max. 0.1 (3) Max. 0.2
(1) 0.01~0.03 (1) 0.02~0.04 (1) 0.02~0.04 o
Brass - - - 50??00 (2) 0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 é F
(3) Max. 0.1 (3) Max. 0.1 (3) Max. 0.2
* Use PVD coated carbide or carbide for turning with edge width 1mm. (GE%.100-005A / 100-005B) % : 1st Recommendation v : 2nd Recommendation
@
o
@ SIGE (Ground Chipbreaker : GE%.---C(R), GE".--D(R), GE*.-+-E) S
«
Recommended Insert Grades (Cuting Speed Ve : mimin) (1) f for Grooving (mm/rev)
MEGA| PO . (2) f for Turning (mm/rev)
) e COAT | Coed Carice Cniel (3) ap for Turning (mm) g H
Workpiece GETL 100-200:010C [ GERL 250-350-020C Remarks| =
Material < 0 0 o 200-100CR 250-300-150CR
hal R R
§ E E % GEYL 100-145010D | GE', 160-195.010p | GE'h 200-280.020D GEIl 500-400.220D e
= o & GEL 100010E | GEY. t60-1950t0E | OF% Z00-2BRO10E | gy pg a300m0k GEY,  350-430-020 | GE. 450-500-020F 8 J
* % (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 3
Carbon Steel 1909801602340 60940 - (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 | (38)Max.0.5 | (3)Max.0.5 | (3)Max.05 o
% N 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 % K
Alloy Steel 1001601 60-120160-120 - (2) 0.03~0.1 (2) 0.03~0.1 (2) 0.04~0.08 | (2) 0.04~0.08 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 @
(3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.5
(1) 0.03~0.07 | (1) 0.03~0.07 | (1) 0.04~0.08 | (1)0.04~0.08 | (1)0.05~0.1 | (1)0.05~0.1 | (1)0.05~0.1 o
Stainless Steel 702%’30 60?{10 60ﬁ10 - (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 g L
(3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.5 Coolant g'
(1) 0.03~0.08 | (1) 0.03~0.08 | (1) 0.04~0.09 | (1)0.04~0.09 | (1)0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12 @
Cast Iron - - - 60:‘1‘00 (2) 0.03~0.08 | (2) 0.03~0.08 | (2) 0.04~0.09 | (2)0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3)Max.0.3 | (3 Max.0.3 | (3)Max.0.3 | (3)Max.0.3 | (3)Max.05 | (3)Max.0.5 | (3)Max.0.5 =z
(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 5 M
Aluminum Alloys - - - 555'300 (2) 0.05~0.12 | (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15 @
(3)Max.05 | (3)Max.05 | (3)Max.05 | (3)Max.05 | (3)Max.0.8 | (3)Max.0.8 | (3)Max.0.8
(1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1)0.08~0.15 | (1) 0.08~0.15 354
Brass - - - 1056'250 (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 é-% N
(3) 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 =g
* Use PVD coated carbide or carbide for turning with edge width 1mm. (GE"%.100-010C / 100-010D / 100-010E) % : 1st Recommendation ¥ : 2nd Recommendation =
g)
[
@ SIGE (Molded Chipbreakers : GER...CM, GER...DM, GER...EM) 3 P
fo)
Recommended Insert Grades (Cuting Speed Ve : mimin) (1) f for Grooving (mm/rev) )
- Cermet ggﬁ% Coate'()ivczmide Carbide (2) f for Turning (mm/rev) gg R
Wﬁ;l;g;%ci‘e o - o o (3) ap for Turning (mm) Remarks %é
2 o =] E GER 150~200-010CM | GER 250~350-020CM
E E E G |GER 150-200-0100M GER 230-250-020DM | GER ~300-400-020DM _
GER  150-200-010EM GER 250~300-020EM | GER 350~400-020EM | GER 450-500-020EM % T
(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 x
Carbon Steel 60:‘§60 60?\1760 - (2) 0.08~0.1 | (2)0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3) Max. 1.0 (3) Max. 1.5 (3) Max. 1.5 (3) Max. 1.5 (3) Max. 1.5 (3) Max. 1.5
(1) 0.03~0.1 | (1) 0.03~0.1 | (1) 0.04~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12 | (1) 0.05~0.12
Alloy Steel - 60~*1'40 60?*1740 - (2) 0.03~0.1 | (2) 0.03~0.1 | (2) 0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 Coolant
(8)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 - 601‘1'10 60?*1710 - (2) 0.03~0.1 | (2) 0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(8)Max. 1.0 | (3)Max.1.5 | (3)Max.1.5 | (3)Max.1.5 | (38)Max.1.5 | (3)Max.1.5

% : 1st Recommendation ¥y : 2nd Recommendation
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Recommended Cutting Conditions

@ GV Inserts (Ground Chipbreaker)

Grooving

(1) f for Grooving (mm/rev)
Recommended Insert GradesCuting Speed Vic : mmin) (2) f for Turning (mm/rev)
(3) ap for Turning (mm)
GVAL 2
MEGA| PD ) GVAL GVAL GVAL T=
. . rmet arbide| 100~300-...
Workpiece Material Cerme e - SSS 145~185-..B | 200-280-..B | 300-400-..B g
)
)
818 28|88 |2 moon Gvi | Gvik | avi | Gvi | Gvi |
-4 - 4 ~340-... ) ) 2. Y B0
Fle|e|x | &2 xamm 200-100BR | 300-150BR| 280~300-..C | 340~400-..C | 430-500-..C
(1) 0.03~0.08 | (1) 0.03~0.08 | (1) 0.04~0.09 | (1) 0.05~0.12 | (1) 0.04~0.09 | (1) 0.05~0.12 | (1) 0.05~0.12
Carbon Steel Yo | Yoo | J¢ | k| ¥ 2) 0.03~0.08 | (2) 0.03~0.08 | (2) 0.04~0.09 | (2) 0.05~0.1 | (2) 0.04~0.09 | (2) 0.05~0.1 | (2)0.05~0.1
120~180)120~18080~120|80~16080~140 Eag Max. 0.3 Esg Max. 0.3 tsg Max. 0.3 Ea; Max. 0.5 gsi Max. 0.3 fsi Max. 0.5 Ea; Max. 0.5
P BBl el |y | o eer o e uloes s oz e
oy Stee ,03-~0. .04~0. 05~0. .04~0. .05~ .05~
y 100~160/100~160|80~100|80~140|80~120 (3)Max.0.3 | (3) Max. 0.3 | (3) Max. 0.3 | (3) Max.0.5 | (3) Max.0.3 | (3) Max. 0.5 | (3) Max. 0.5
Stainloss Steel % x| % | % (1;o.os~o.o7 21)003 ~0.07 | (1) 0.04~0.08 (1;o.os~o.1 §1)o.o4~o.os t1;o.05~01 E1;o.os~o1 -
ainless Stee - 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
70~130 60~100/60~130|60~110 Es) Max. 0.3 (33 Max. 0.3 }3; Max. 0.3 ge,) Max. 0.5 (3% Max. 0.3 | (3) Max. 0.5 | (3) Max. 0.5 3
(1) 0.03-0.08 | (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 | §
Cast Iron - - - - - K| (2)0.03-008 | (2) 0.03-0.08 | (2) 0.04-0.08 | (2) 0.05-0.1 | (2) 0.04~0.08 | (2) 0.05-0.1 | (2)0.05-01 |
60~100| (3) Max. 0.3 | (3) Max. 0.3 | (3) Max. 0.3 | (3) Max.0.5 | (3) Max.0.3 | (3) Max. 0.5 | (3) Max. 0.5
(1) 0.05-0.12 | (1) 0.05~0.12 | (1) 0.05-0.15 | (1) 0.08~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08~0.15
Aluminum Alloys - - - - - * (2) 0.05~0.12 | (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
150~300| (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8
(1) 0.05-0.12 | (1) 0.05~0.12 | (1) 0.05-0.15 | (1) 0.08~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08-0.15
Brass - - - - - (2) 0.05~0.12 | (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
100~250| (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.5 | (3) Max. 0.8 | (3) Max. 0.8
* Use MEGACOAT, PVD coated carbide or carbide for turning with edge width 1mm (GV#.100SS / 100S / 100A) % : 1st Recommendation vr : 2nd Recommendation
@ GVF Inserts (Ground Chipbreaker)
(1) f for Grooving (mm/rev)
Recommended Insert Grades (Cutting Speed Vc : m/min) (2) f for Turning (mm/rev)
(3) ap for Turning (mm) @
Cermet MEGA PVD Carbide GVFAL GVF?L GVF?L GVF?L GVF?L é
Workpiece Material COAT  {Coaed Catice 200~340...A[250~350...8|400~490...B[350~450...C|500~600...C| £
) = [0)
T o« . H
= 3 3] I o« € | 2300-150AR | 300-150BR | 400-200BR
(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 A g kg * ¥ 2)0.03~0.08 |(2)0.04~0.09 |(2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
150~220 | 150~220 | 100~150 | 80~200 | 80~180 53; Max. 0.3 53; Max. 0.3 53; Max. 0.5 23; Max. 0.5 533 Max. 0.8
Alloy Steel ¥ |k (2)003-01 | (2)0.04-008 |(2)005-008 | (200501 |(2)008-01
oy Stee .03~0. .05~ .05~0.
y 130~200 | 130~200 | 80~130 | 80~180 | 80~160 (3)Max.0.3 | (3)Max.0.3 | (3)Max.0.5 | (3) Max.0.5 | (3) Max. 0.8
E— ~ e e E1;o.os~o.o7 51;004 ~0.08 E1;o.os~009 51;005 ~0.1 E1go.os~o.1 "
ainless Stee 2)0.03~0.1 | (2)0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.
70~150 60~100 | 80~150 | 60~130 (3) Max. 0.3 | (3)Max.0.3 | (3)Max.05 | (3)Max.0.5 | (3) Max.0.8 3
% | (1)0.03-008 (1)0.04-0.09 (1) 0.05-01 | (1)0.05-0.12" | (1) 0.05-0.12 8
Cast Iron - (2)0.03~0.08 | (2) 0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 &)
60~100 | (3) Max. 0.3 | (3) Max. 0.3 | (3) Max.0.5 | (3) Max.0.5 | (3) Max. 0.8
(1)0.05-0.12 | (1) 0.05~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08~0.15
Aluminum Alloys - (2) 0.05~0.12 | (2) 0.05~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
150~400 | (3) Max. 0.5 | (3) Max.0.5 | (3) Max. 0.8 | (3) Max. 0.8 | (3) Max. 0.8
(1)0.05-0.12 | (1) 0.05~0.15 | (1) 0.05~0.15 | (1) 0.08~0.15 | (1) 0.08~0.15
Brass - (2)0.05~0.12 | (2) 0.05~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
150~300 | (3) Max. 0.5 | (3) Max. 0.5 | (3) Max.0.8 | (3) Max. 0.8 | (3) Max. 0.8
- Apply a sufficient amount of coolant. % : 1st Recommendation ¥y : 2nd Recommendation
- The ap should be under 0.5mm if a good surface finish is required.
@ FTK Inserts
Recommended Insert Grades (Cutting Speed Ve : m/min) Edge Width (mm) L2
Workpiece Material | Cermet |CVD Coated Carbide PVD Coated Carbide) ~ Carbide 40 | 50 | \ \ g
TN90 CR9025 | PR930 KW10 f (mm/rev) &
PAq * w .
Carbon Steel 120200 80-180 60-130 0.05~0.15|0.05~0.15
S * PAY ;
Alloy Steel 100160 70150 60130 0.05~0.15|0.05~0.15
: pAe pAe pAe =
Stainless Steel 80150 60140 50-120 0.05~0.15|0.05~0.15 é
B i i * N - 3
Cast Iron 50-100 0.10~0.30 | 0.10~0.30 18]
. ) i i * N -
Aluminum Alloys 200-450 0.05~0.25 | 0.05~0.25
B i i *
Brass 100-200 |0-05~0.25)0.05~0.25
% : 1st Recommendation ¥ : 2nd Recommendation
@ GMN Inserts (CBN / PCD)
Recommended Insert Grades (Cutting Speed Ve : m/min) (1) f for Grooving (mm/rev) @
PCD (2) f for Turnlng (mm/rev) B
Workpiece Material CBN (3) ap for Turning (mm) g
KBN510 KPDO0O1 GMN2 GMN3 GMN4 GMN6 o}
KBN525 (KPD010) GMN5 o
] * (1) 0.05~0.15 (1) 0.05~0.15 (1) 0.08~0.18 (1) 0.10~0.20
Aluminum Alloys - (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
Brass - * (2) 0.05~0.15 (2) 0.05~0.15 (2) 0.08~0.18 (2) 0.10~0.20 €
200~800 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8 <
* (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 &)
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

¥ GMG / GMM / GMN / GMGA Inserts

Recommended Insert Grades (Cutting Speed Ve : m/min) Grooving Turning % A
. Cermet gl PVD Coated Carbide|Carbide Edge Width (mm) Edge Width (mm) M
Workpiece 0 sl 2
Material $ | 8 z | 88 g 20~30| 40 | 50 |6.0/80/20-30| 40 | 50 [60/80 §| =
=z o o o | g2
[ 8¢
"|lo|& & & X f (mm/rev) f (mm/rev) =2 B
Carbon Steel 10(%220 80?\2?00 80?\2?00 802\2'00 0.05~0.15 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40 %O
Alloy Steel 80?\\2?00 70?\1?80 70?*1780 702\1'80 0.05~0.15 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40 § C
Stainless Steel 70?\41’60 60?1750 60}‘1'50 6025\*1’50 0.05~0.15 0.10~0.20 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.25 | 0.20~0.40 | 0.25~0.40 § g
Cast Iron 100000 70350 | 0-05~0.20| 0.10~0.30 | 0.15~0.40 | 0.20~0.40 | 0.10~0.25 | 0.15~0.35 | 0.20~0.45 | 0.25~0.45 S m
Aluminum Alloys 200500 0:05~0.20 | 0.08~0.25 | 0.10~0.25 | 0.12~0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30 § D
Brass 100200 | 0-05~0.15 | 0.08~0.20 | 0.10~0.25 | 0.12~0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30
=2
Ref. to the notes below for turning conditions. % : 1st Recommendation ¥r : 2nd Recommendation §g E
(1) When using KGM Toolholder §§
2]
Recommended Cutting Conditions
ap (MAX.) (mm) under 80% of Edge Width| - ap<0.8CW f cw §_F
f (MAX.) (mm/rev) under 10% of Edge Width| - f<0.1CW 2 a
(ap) x (f) shall not exceed 1/2 of ap (MAX.) x f (MAX.) S a i o
Load(mm) Eglidtin)|  2.0~2.5 3.0 4.0 5.0 6.0 8.0 © ‘ N@ g
ap x f ~0.20 ~0.36 ~0.64 ~1.00 ~1.44 ~2.56 S m @
! o
* ap x f<5 x 0.8CW x 0.1CW=0.04CW* : S H
(2) When using KGM-T Toolholder (Deep grooving type) =
Use 90% of KGM conditions 4
=2
(3) When using KGMM / KGMS / KFMS-8 Toolholder g J
=
Recommended Cutting Conditions a
ap (MAX.) (mm) under 50% of Edge Width| - ap<0.5CW
o
f (MAX.) (mm/rev) under 4% of Edge Width | - f<0.04CW % K
should be as follows. (50% or under of KGM) @
Load(mm?) Eiglidim)|  2.0~2.5 3.0 4.0 5.0 6.0 8.0 ®
=
L
ap x f ~0.10 | ~0.18 | ~0.32 | ~050 | ~0.72 | ~128 , g
- ap x f<0.02CW @
(4) When using KIGM Toolholder =
Recommended Cutting Conditions g M
ap (MAX.) (mm) under 70% of Edge Width| - ap<0.7CW
f (MAX.) (mm/rev) under 8% of Edge Width | - {<0.08CW §§
should be as follows. (under 70% of KGM) ig N
Loadmd iplism] 3.0 4.0 5.0 ="
w
el
ap xf ~025 | ~044 | -~0.70 5 p
- ap Xf<0.04CW* g
¥ GMG / GMM / GMGAB8030 Inserts (Face Grooving) 54
Recommended Insert Grades (Cutting Speed Vc : m/min) Face Grooving Turning 3 2R
Cermetig, S on PVD Coated Carbide [Carbide Edge Width (mm) Edge Width (mm) g =g
. . - c| >
Workpiece Material S g g § § ° 8.0 8.0 g
z e S o o S c| 7
3 = = = f (mm/rev) f (mm/rev) 2
Carbon Steel 10(?}’220 80??60 80?\*1’60 80'560 0.1~0.2 0.1~0.25
Alloy Steel 80?\??60 702%760 707}1760 70‘~A1'60 0.1~0.2 0.1-0.25
Stainless Steel 70?\;?40 eoﬁso eoﬁso 60?\{30 0.1~0.2 0.1~0.25 g
o
Cast Iron 80380 | 70330 | 0-1~0.3 0.1~0.35 3
Aluminum Alloys 2000300 | 0-08~0.25 0.08~0.30
Brass 1000450 |0-08~0.25 0.08~0.30

% : 1st Recommendation ¥y : 2nd Recommendation
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Grooving

Guide for Grooving

M Guide for External Grooving

@ Point (l) (Turning after Grooving)

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

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

® Point (1)
1) When widening the groove width (Refer to Fig. 3),
apply the "Step Turning."

Before turning, pull the tool back about 0.1mm after grooving.
(Grooving Depth 0.5mm o over at roughing)
Fig. 1

2) The widened groove and side walls should be finished last.
(For better chip control, ap 0.5mm or over is recommended.)
Note) If the workpiece is not supported at the center,
reduce the feed rate when grooving towards center.

0.1mm

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

Fig. 3
M Guide for Face Grooving
<Toolholder Selection>
(1) Choose the best tool depending on the groove width. ¢
External dia. of the groove listed in the catalog indicates the available range (between fjtlj—
DAXN and DAXX ) for the initial grooving on the unprocessed workpiece (Ref. to Fig. 1). %T
z x
I 2
(2) Confirm Grooving Depth (CD)
CD
Fig. 1
(3) It is recommended to install the toolholder in the Toolholder | Right-hand Toolholder Left-hand
reverse position. (Fig. 2) Insert (Neutral) Insert (Neutral)

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

<Guide for turning> E@

Turning direction should be from the outer
diameter to the inner diameter as shown in Fig. 3 - ‘_
This improves chip evacuation.

v L

]_

e

Fig. 3
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M Guide for Face Grooving (Continued)

@ Point (l) (Turning after Grooving)

1) Grooving Depth 0.5mm or over : For roughing (Refer to Fig. 4)
Before turning, pull the tool back about 0.1mm after grooving, instead of
turning subsequent to grooving.
(Failure to pull the tool back before traverse machining will result in an
unbalanced load applied on only one side of the cutting edge.)

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

@ Point (1)
1) When widening the groove width. (Ref. to Fig. 6)
Apply the “Step Turning”
2) The widened groove and side walls should be finished last.
(For better chip control, ap 0.5mm or over is recommended.)

@ Trouble shooting

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

Turning subsequent to grooving
(Grooving Depth 0.5mm or under at finishing)
Fig. 5

0.1mm

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)

Fig. 7

|
as follows. ‘ ;
Whitish trace remains at the | (2) Check the insert edge’s parallelness. 90" +5 | @ i
groove bottom. Adjustment: Apply the insert edge to the #E}E - !
workpiece face and adjust the toolholder !

within the angle of +5'. (Fig. 7)

(1) Install the toolholder in the reverse position.

Adjust the coolant flow to the cutting edge.
Chips are entangled. J g edg

Instead, repeat shallow grooving and turning.

(2) When widening the groove, do not machine one deep groove.

Insert cracks when turning. | Reverse the facing direction.

Check the edge's parallelness.

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

Guide for Grooving e

® 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.
Stable chip control at high cutting speed, covering wide range of feed rate

2. Improved chip control and excellent surface finish.
Superior chip control performance and MEGACOAT PR1215 realizes the excellent surface quality

3. Chip control improvement at automated production line.
(prevent frequent machine stop)

GBA GM chipbreaker

MultilBumplDesign

i Center bump and dent squeeze and control chips

Grooving

Helps modifying chip shape

Stable chip control at shoulder grooving and chamfering

Front bump : Stabilize chip control at low feed rate

Smooth chip control with optimum bump layout on the chipbreaker

M Alternative Toolholder Reference Table for Grooving Toolholder

Conventional Toolholder Alternative Toolholder
Spare Parts
Clamp Screw| Wrench Wrench @
()]
©
Description O(Via]"r\er:g)lh Description Ov(e;:llrI:\)gth Remarks %
A& ’
KTGF?. 1010K-16F 125 KTGF?. 1010JX-16F| 120
1212M-16F 150 [SB-4070TRW FT-8 - 1212JX-16F| 120 G18
1616M-16F 150 1616JX-16F| 120
KGM?L. 0810K-1.5-125 | 125 - - No Alternative
1010K-1.5-125 | 125 |SE-40120TR - LTW-15S | KGM®. 1010JX-1.5 | 120
1212M-1.5-150 | 150 1212JX-1.5 | 120
KGM?. 0810K-2-125 125 - - No Alternative
1010K-2-125 125 |SE-40120TR - LTW-15S |KGM. 1010JX-2 120
1212M-2-150 150 1212JX-2 120 G42
1616M-2-150 150 |SE-50125TR - LTW-20 1616JX-2 120
KGM?. 1010K-2.5-125 | 125 - - No Alternative
1212M-2.54150 | 150 |SC #0120TR ] LTW-15S [ GMY. 12120%-2.5 | 120
1616M-2.5-150 | 150 |SE-50125TR - LTW-20 1616JX-2.5 | 120
KGM?%. 1616M-3-150 150 |SE-50125TR - LTW-20 |KGM%. 1616JX-3 120

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