Product Lineup
Guide for Cut-Off
Summary of Cut-Off H4~H5

i Cut-Off Toolholders (for small diameter cut-off) H6~H11
KTKF Lateral side screw clamp toolholder H8
KTKFS (for sub spindle tooling) Lateral side screw clamp toolholder H10
9 Cut-Off Toolholders (for 2-edge insert, KGD)  H12~H19
KGD (for automatic lathe) Integral Toolholder H14

KGDS (for sub spindle tooling) integral Toolholder H15
KGD Integral Toolholder H16

KGD-S Separate Toolholder H17

, Cut-Off Toolholders (for 2-edge insert , KGM) H20~H24

KGM (for automatic lathe) Integral Toolholder H22
KGM Integral Toolholder H22
KGM-T Integral Toolholder H23
@ Cut-Off Toolholders (for 1-edge insert) H25~H28
KTKB-SS / KTKB-S Blade H26
KTKTB / KTKTBF Toolblock H27
KTKH-S Integral Toolholder H28
Technical Information H29
Recommended Cutting Conditions H29

Alternative Toolholder Reference Table for Cut-off Toolholder
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Product Lineup

M Product Lineup

H2

KTKF (® H8) KTKFS (® H10)
For Automatic For sub spindle
For Small Lathe tooling
Diameter Cut-off Dia. Cut-off Dia.
Cut-Off 05~012 06~012
~06 014~016 !
Edge Width:0.5~2.0mm Edge Width:1.0~2.0mm
KGD (@ H14) | KGD-S (® H17) KGDS (@ H15)
T T For sub spindle
Bolt Clamp J J . P
KGD Cut-off Dia. — © tooling
Y Cut-off Dia.
012~050 ©
f 7 ~024 S
Edge Width:1.3~4.0mm Edge Width:2.0~4.0mm Edge Width:1.3~3.0mm
KGM (@ H22) | KGM-T (@ H23)
Bolt Clamp
KGM Cut-off Dia.
$18~060
Edge Width:1.5~4.0mm,3~8mm Edge Width:2.0~6.0mm
KTKH-S (® H28) KTKB-S(S) (® H26)
KTKB Toolholder Type ( Blade type é _] |
= KTKH Cut-off Dia. @ t [ Cut-off Dia. |
2 (1-edge) 030~079 032~0120 9|
] ol
O
— Edge Width:2.2~5.1mm Edge Width:1.6~9.6mm
B Cut-Off Tools
Series Name Shape Advantage Applications
1) Insert clamp is side screw type from lateral side 1) For cut-off and grooving of small workpieces
For Small 2) 2-edge insert 2) For automatic lathe, small machine
Diameter 3) Max. Cut-off Dia. :¢16
Cut-Off
1) Insert is clamped from top side 1) PM Chipbreaker --- For Cut-Off
2) 1-edge and 2-edge inserts available 2) PH Chipbreaker - [F:or %Jt-Oﬁ _(ngh Feed Rate)
. or Grooving
3) Integral type and separate type are available | 3) pG Chipbreaker - For Cut-Off (for automatic lathe)
KGD : 4) Max. Cut-off Dia. : 950 Sharp-Cutting Oriented
4) PF Chipbreaker --- For Cut-Off (for automatic lathe)
Low feed
5) PQ Chipbreaker --- For Cut-Off (for automatic lathe)
Medium feed
1) Insert is clamped from top side 1) For cut-off and grooving of small workpieces
2) 1-edge and 2-edge inserts available 2) For automatic lathe, small machine
3) Max. Cut-off Dia. : ¢60 3) TMR-Chipbreaker provides stable chip control
KGM up to high feed rate ranges
1) Self-Clamping System 1) For cut-off and deep grooving
Tap the insert lightly with a plastic hammer | 2) Standard chipbreaker is
to set it in the pocket general cut-off type :
Feed rate: over 0.1mm/rev )
KTKB 2) 1-edge insert <
3) Blade type and Integral Shank type
KTKH ) vp g yp P-Chipbreaker is for cut-off
4) Max. Cut-off Dia. : $120 at low feed rates ~
Feed rate: 0.03~0.08mm/rev ?




Guide for Cut-Off

v

M Tool Selection

For Small Diameter Cut-Off KGD KGM KTKB / KTKH
1. Insert's Edge Number ) ) ) v
1-edge Insert---For Larger Dia. Workpiece (Max. ¢120)
2-edge Insert---For Smaller Dia..Workpiece v v v )
Cost per corner is reduced
TKF...S GDM
2. Use a neutral angle insert if there is no limit to the finished shape. TKF...NB GMM TKN
Insert TKFS...S GDMS
3. Use an angled insert to reduce the size of the remaining boss. TKF...DR (G@DDgIgZL) (G(-%AII-'\Q;Z; (éﬁza)
4. Use a sharp-cornered Iea(_:l-_angled insert to make_the remaining boss TKF.DR } GMM'R/L )
much smaller when machining small parts and thin parts. (@ Fig. 2)
5. Use the minimum width insert suitable for the machining. v 4 v v
1. Use a suitable toolholder (blade) for the workpiece dia. v v v v
Tooholder 2. Use a more rigid toolholder (blade). v v v v
3. Use a back clamp toolholder if there is no space for clamping tools v } ) )
from top side (automatic lathe).

M How to select cut-off inserts with / without lead angle (including sharp corner)

1. Use a neutral angle insert if there is no limit to the finished shape.
2. Use an angled insert to reduce the size of the remaining boss.
3. Use a sharp-cornered lead-angled insert to make the remaining boss much smaller when machining small parts and thin parts.

N R L Right-hand (R) Neutral
o (Neutral) (Right-hand) | (Left-hand) Lead angle
m D
: [ L]
3 a £
: “HIRE )
5 3 i ul Bigger boss
° g —
3 — s
T |- Angled (8) insert can reduce the burr size when cutting off. fin}
- When using a larger lead angle (6), cutting force becomes .
smaller, but the feed rate should be reduced. 2 @
[
5
2 b
s h
=
:
fin]
Sharp Corner Lead angle
Fig.1 Fig.2
M Caution
1. For TKN and TKF®, set the cutting edge height 0.1~0.2mm above the center height (Fig. 3) f:?
For other toolholders, set the cutting edge to the center height. T
2. Be sure to perform wet processing. Apply enough coolant to the cutting edge. §v
3. Keep a constant rate during processing so that optimum product life will be achieved. -
4. Cut off as close to the chuck as possible. % .
5. Lower the feed rate to 1/2 to 1/3 at the near center to prevent impact caused by machining. O ' Workpiece
- Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) : “
damage. (i
- Do not rework the insert and toolholder (blade) to prevent damage. i
- Clean the insert pocket well with compressed air when replacing insert. !

Fig.3 (TKN, TK%L)
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Summary of Cut-Off

B Small Dia Cut-Off ~(45 Small Shank

AN

krkrs | kam | ke J krke R Kkeos [ Kikes

Cut-off Dia.:~$45 Cut-off Dia.:~$32 Cut-off Dia.:~¢42 Cut-off Dia.:~¢16 Cut-off Dia.:~$24 Cut-off Dia.:~¢16
Shank:010~25 Shank:010~16 Shank:010~20 Shank:010~20 Shank:016 Shank:010~12

Edge Width:2.2~4.1 Edge Width:1.5~4.0 Edge Width:1.3~4.0 Edge Width:0.5~2.0 Edge Width:1.3~3.0 Edge Width:1.0~2.0
Self Clamp Top Clamp Top Clamp Lateral Side Clamp  Top Clamp Lateral Side Clamp
®  @H2s @H22 ® @H14 ®  @Hs ® @H15 @H10
° ° ° ° o®
° ° 0..00000:........0
° °
L For KTKF

X XXX ®90000000, 00000

% % KTKFS

° ° 2-edge

° ° 4

° °

° °

PS PS Low cutting force

° °

_ —2 2-edge
y—
Chipbreaker for Chipbreaker for
General Cut-Off Low Feed Cut-Off N
>
' Sharp Cutting Low Feed Medium Feed
PG Chipbreaker PF Chipbreaker PQ Chipbreaker

Cut-off (Self Clamp) @& H25
General Cut-Off Low Feed Cut-Off
Sharp Edge R honed

Chamfer + Honed

)

Chipbreaker edge shape

(15° Lead Angle) (15° Lead Angle)

(15° Lead Angle)

KTKF @ H8
(Lateral Side Clamp)

KGD @ H14
(Top Clamp)

KTKH-S ® H28
(Self Clamp)



M General Cut-Off ~$120

Integral Type

Cut-off Dia.:~¢50

Separate Type

Integral Type

KGM-T

Cut-off Dia.:~¢60

Cut-off Dia.:~¢50

Shank:016~25 Shank:020~32 Shank:016~32 %
Edge Width:2.0~4.0 Edge Width:2.0~4.0 Edge Width:2.0~6.0 1
Top Clamp Top Clamp Top Clamp =
o
Blad ®H16 @ H17 @ H23 s
rie .0'0000000000 ......0 o
Toolblock Integral Type 2edge —
KTKB KTKH-S Good chip control 2-edge 2
Cut-off Dia.:~¢120 Cut-off Dia.:~$79
Shank:016~32 Shank:[020~25 oM Chibyealer
Edge Width:1.6~9.6 Edge Width:3.1~5.1 P Chipbreaker
Self Clamp Self Clamp l-edge for Sharp Cutting
Good chip control
@ H26 ® H28
®eccc0ccccece® 2-edge :
e PM Chipbreaker
- | - . I2-I-ieﬂgf(:ed rate E)hipbreaker
# _ g for Stability
Chipbreaker for Chipbreaker for PH Chipbreaker A,
General Cut-Off Low Feed Cut-Off 1-edge 1-edge
High feejrat/ &
PH Chipbreaker Chipbreaker
for Stability
Blade
A Separate Type Integral Type
KTKB KGD-S KTKH-S KGD KGM
@ H26 @ H17 @ H16 @ H22,H23
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Cut-Off Inserts (for small diameter) -

B TKF
Classification of usage P | Carbonsteel/Alloysteel| @ ® © ©) é
@:Continuous-Light Interruption / 1st Choice | M | Stainless Steel (@) [ ] @} @) %
(©:Continuous-Light Interruption / 2nd Choice =
. @:Continuous / 1st Choice K| Castlron b s
® Applicable Inserts (TKF12) O:Continuous / 2nd Choice N | Nonerrous Metals ® | O | =
Insert Descrioi Dimension (mm) Angle ME&:SCC))AT L Pgr%?;t:d Dégrcbﬁ:d Gaibiés ;Z;;’
escription w | oD PR1425  PR1535 | PRT225 | PR1025 [PDLO25 KW10 | =
Handed Insert shows Right-hand max re | T |H) ¢d| © RIL|/R|L|R|L|RJL|R|JL|R|L| &
TKF12%. 050-S-16DR 05| 5 000606000 [ JL
070-S-16DR | 0.7 | 8 0000000 ee
100-S-16DR 1.0 003 3 87| 5 160......0..00.
125-S-16DR  |1.25 10 ' ' 00000 ( JLJ
: £ 150-S-16DR 1.5 o000 06 oee oo
Right lead angle 200-S-16DR 2.0 00000000000
TKF12%. 050-S 05| 5 0000006000000
070-S 07| 8 o000 e oo eoe oo
100-S 1.0 0000000600000
0.03 3 |87| 5 | 0°
125-S 1.25 1o o000 oo ( JL
150-S 1.5 000000600000
200-S 2.0 0000006000000
TKF12%. 100-T-16DR 1.0 000 oo
150-T-16DR 15| 12 |0.08 3 |8.7| 5 |16° @ ©® ©® ©® ©® ©®
m Right lead angle / Tough Edge 200-T-16DR 2.0 . . . . . . HE
5 TKF12%. 100-T 1.0 000000
5
8] 150-T 15| 12 /008 3 |87/ 5 | 0° | @ ©® ©® ©® ©® @
Tough Edge 200-T 2.0 000 oo
TKF12%. 050-NB-20DR | 05 | 5 o006 e [ J|m ([ J
070-NB-20DR | 0.7 | 8 o000 @[] (L)
100-NB-20DR | 1.0 0| 3187 5|20°0®0O® o e o0
B ot ane O 150-NB-20DR | 1.5 | 12 D000 0 0
Without Chipbreaker 200'NB'20DR 2.0 . . . . . . . .
TKF12%. 050-NB 05| 5 o006 e [ J|m| [ J[
070-NB 07| 8 000 (L) (L)
100-NB 1.0 0|3|87/5|0 0000 o0 o0
NO? 150-NB 15| 12 000 o0 o0
Without Chipbreaker 200'NB 2.0 . . . . . . . .
- Lead angle shows the angle when installed in toolholder.
- As Fig.1 of H8 shows, the cut-off diameter of the insert is indicated when the top of the cut-off edge progresses 1mm from the center.
4 Inserts Identification System (Ref. to Table.1) Table 1

Insert | Right-hand Insert | Left-hand

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

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

Type Size
Insert Hand Name of Chipbreaker Lead Angle (6) Hand of Lead Angle
R: Right-hand S: S-Chipbreaker (Fontetingedeangel| | B: Right-hand
L: Left-hand T: T-Chipbreaker L: Left-hand
(Tough Edge)
NB: Without Chipbreaker
R ] @ : Std. ltem

I
H6 | Inserts are sold in 10 piece boxes. ! []: Deleted from the next catalogue



Classification of usage P | Carbonsteel/Aloystesl| @ © ® @) é
@:Continuous-Light Interruption / 1st Choice | M | Stainless Steel @) (] (@) (@) %
(©:Continuous-Light Interruption / 2nd Choice =
. @:Continuous / 1st Choice K | Castlron bt 8
@ Applicable Inserts (TKF16) O:Continuous / 2nd Choice N | Non-ferrous Metals o | o | =
3 3 MEGACOAT PUD Costed B
Insert Descriot Dimension (mm) roge| VAN VOO G | e | Catce =
escription w | oD PR1425  PRT535 | PRT225 | PR1025 [PDLO25| KW10| =
Handed Insert shows Right-hand max | '€ T|H|¢d| ® RIL|R|L|R|L|RJL|RJL|R|L| &
TKF16"%. 150-S-16DR 15 000000060000
16 |0.05| 4 |95| 5 |16°
200-S-16DR | 2.0 00000000000
Right lead angle
o 4
Sz o (TKF167 150-S 15 o000 0000000
p & iy
- O
Y. S 16 [0.05| 4 (95| 5 | 0°
200-S 2.0 000000000000
TKF16%. 150-T-16DR 1.5 000000
16 [0.08 4 |95| 5 |16°
200-T-16DR 2.0 0000 oe
Right lead angle / Tough Edge H8
TKF16%. 150-T 1.5 0000 oe w
. 16 0.08| 4 9.5 5 | 0° =
200-T 2.0 ee000e0 5
Tough Edge o
I
TKF16%. 150-NB-20DR | 1.5 o000 (L J (L J
16 | 0 | 4 |95| 5 |20°
o 200-NB-20DR | 2.0 0 0o (X J (X J
ight lead angle
Without Chipbreaker
TKF16%. 150-NB 15 00 e (X J (X J
16 | 0 | 4 |95 5 | 0°
200-NB 2.0 ®00e e e
Without Chipbreaker

- Lead angle shows the angle when installed in toolholder.
- As Fig.1 of H8 shows, the cut-off diameter of the insert is indicated when the top of the cut-off edge progresses 1mm from the center.

® Descriptions of Chipbreaker Edge Shape

Chipbreaker A T-Chipbreaker . .
S-Chipbreaker (Tough Edge) NB (Without Chipbreaker)
Edge Shape o Description o Description o Description
15° |TKF12--S
o ope |TKF16--S 1po | TKE-T . ITKF--NB
TKF16---S-16DR TKF---T-16DR 0 TKF---NB-20DR
25° |TKF12.-S-16DR
@ : Std. ltem -



Cut-Off Toolholders (for small diameter) Vs

. KTKF (For small diameter cut-off)

A — A

\
Y E“
,,E = |J - y =" Y
1 t 2 1° t A *Clamp Screw can be operated from both front and back side.

KTKF%.1616JX-..(F2=10mm) o
KTKF%.2020JX-..(F2=12mm) N\
t shows above figure e

R SN

Y

A
KTKF%.2020.. L2 « L1

shows above figure = Fig.1

’ KTKF#.1010JX-.. . )
¢ Right-hand shown shows above figure Right-hand Insert for Right-hand Toolholder.

F1
B

H1

<Goose-neck Holder>

A w¢ A
== o e
T

—
I8

F1

— - L1 g Al
KTKFL1620JX-12
) shows above figure
A A
f . Z8,/
Y
ll Fig.2
e o Left-hand shown Left-hand Insert for Left-hand Toolholder,
o
< ® Toolholder Dimensions
O
S Part
e Std. Dimension (mm) Clamp S F:arx ar SWr ch
— 2 amp sScre eneh | Applicable
Description 2 @) Inserts
R|L|HI=h| B | L1 | L2 | F1 | T |& v / @ H6,H7
KTKF?7. 1010JX-12 | @ | @ 10 10 15 10
1212JX-12 | @ | @ 12 12 12
120 6 SB-4590TRWN | LTW-10S | TKF12%....
1616JX-12 | @ | @ 16 16 - 16
@&D20200x-12 | @ | @ | 20 | 20 20
KTKF%. 1010JX-16 | @ | @ 10 10 20 10 Fia 1
ig.
1212JX-16 | @ | @ | 12 | 12 12 ?
120 8 SB-4590TRWN | LTW-10S | TKF16%....
1616JX-16 | @ | @ 16 16 - 16
@&D2020Jx-16 | ® | @ | 20 | 20 20
KTKF%.  1212F-12 e o 6 TKF127....
12 12 85 - 12 SB-4590TRWN | LTW-10S
1212F-16 ® o 8 TKF16%...
KTKFL  1216JX-12 (] 12 16 16 )
120 - 6 Fig.2| SB-4590TRWN | LTW-10S | TKF12L...
1620JX-12 ([ 16 20 20
\Dimension T shows the distance from the Toolholder to the cutting edge. @ H8,H7 for the actual cut-off diameter. \ Recommended Cutting Conditions @H29
Note: Cut-off diameter of -12 type toolholder ( 9Dmax ) depends on the insert width.
M How to Use Main Spindie
1) When using Main Spindle only
Workpiece maximum ¢D1 (Fig.1)=¢Dmax
Even if the cutting edge runs beyond the center line, the insert does not B | 5 B
contact the workpiece, since the workpiece falls off. <
(The clearance between the insert and the workpiece is 0.2mm)
Fig.1 Fig.2
(When the edge is at the center) (When the edge is Tmm beyond the center)
@ : Std. ltem
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2) When using both Main and Sub spindles

In this case, when the cutting edge runs beyond the center line, the insert will
contact the workpiece, since the workpiece does not fall off.
e.g.) When the cutting edge is programmed to run 1mm beyond the center.
Workpiece maximum, ¢D2 (Fig.4) [dDmax—1mmx2] (mm)
(The clearance between the insert and the workpiece is 0.2mm)

Main Spindle

Sub Spindle

¢D2

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

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

M Tough Edge, T-Chipbreaker

® Fracture resistance comparison (Interruption)

Cutting Edge (Front Relief Surface)

<Cutting Conditions>

T-Chipbreaker (PR1225)
3,000 passes

Competitor C
700 passes

Competitor D
3,000 passes

1,000 passes

2,000 passes

3,000 passes

Tough Edge, T-Chipbreaker (PR1225)

Competitor C

Competitor D

_a

X

-Vc=80m/min

f=0.05mm/rev
(At Cut-off: 0.015mm/rev)

-Wet
-Workpiece material: SK4

Workpiece (with flat cuts on two sides)
-TKF12R200-T-16DR (PR1225)

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

M How to select edge prep.

® Troubleshooting

Countermeasures
Lead Angle (0) Edge Width Name of Chipbreaker
Neutral (0°) Yes Narrower Wider S T NB
Problems Countermeasures
Insert Fracture . . . .
Insert Fracture Ereveniten Effective Effective Effective Effective
R Cutting time } ) ) .
Long cutting time - Effective Effective Effective Effective
Entangled chips _Preventlon o Effective Effective Effective
chip entanglement
Large boss remain | Small boss remain Effective Effective Effective
Ring Remain Prevention of . . .
(Hollow Workpiece) Ring Remain Effective Effective Effective
Deformat_|on of HOHOW Preventu_wg Effective Effective Effective
Workpiece (pipe) deformation

H9



Cut-Off Toolholders (for sub spindle tooling)

\

M KTKFS (for sub spindle tooling)

L4
< <o N 1 = c\:\'
a|Le e
o " @
e <o T
}/%; Y LI—
5|33 o 18
2Bl L1
e
— [ >
1 £ L%;,,%:
* Right-hand shown Right-hand Insert for Right-hand Toolholder.
T -~
- W
o _
¢ | <2 - &
5 |ee
S| < 30° L3
—— T £|9Q ]
AN
2|33 Dnay -
3188 e
= I € KTKFS%.1010K-12A
= KTKFS.1010K-16A
1 ~ shows left figure

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

® Toolholder Dimensions

[
Cut-off

. . . Spare Parts
Std. Dimension (mm) Clamp Screw Wrench Applicable
Description Inserts
&2
R|L|¢Dmax |H:=h| B |L1 | L2 L3 |*L4|F1| T v / @HM
KTKFS. 1010K-12A | @@ 10 | 10 |120] 15 20
1212F-12A (@ | @®| 6~12 12| 12 85| 26 | 5 | 6 [SB-4050TRN| LTW-10S TKFS12%
1212K-12B (@ @ 120 26
KTKFS™ 1010K-16A |® @ 10 | 10 |120] 20 20
1212F-16A |@ @| 14~16 12| 12 85| 30| 5 | 8 [SB-4050TRN| LTW-10S TKFS16%4.
1212K-16B (@ @ 120 26
Dimension T shows the distance from the Toolholder to the cutting edge. @ H10 for the actual cut-off diameter. \ Recommended Cutting Conditions@ H11
- Cut-off diameter (9Dmax) depends on the insert width.
* Only Right-hand is available for L4 dimension.
B TKFS (for small diameter cut-off) Main Spindle Main Spindle
Insert o Dimension (mm)
Handed insert shows Left-Hand Lol W |pDmax Sub Spindle Sub Spindle

TKFS12% 100-S| 1.0 6
150-S| 1.5 9
200-S| 2.0 | 12
TKFS16%. 150-S| 1.5 | 14
200-S| 2.0 | 16

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

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

@ : Std. Item
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® Applicable Inserts Classification of usage () @) @) G)
@:Continuous-Light Interruption / 1st Choice | M | Stainless Steel @) o @) @)
(©):Continuous-Light Interruption / 2nd Choice Py
@:Continuous / 1st Choice
(O:Continuous / 2nd Choice N | Non-ferrous Metals [}
Dimension (mm) Anglel  MESRCST | neacor | P20 | Carbide
Insert Description oD PR1425|PR1535 PR1225| PR1025| KW10
W re | T|H|od| 0
Handed insert shows Left-Hand max RILIR/L|R|L|R|L|R|L
TKFS12%. 100-S| 1.0 | 6 (JJEJE L JE K 2K 2K 2K JK )
150-S| 1.5 | 9 |0.05(22(87/44/0° ®© © © © © © © © & ©
200-S| 2.0 | 12 ([ JE 2K 2K JE 2K 2K 2K 2K JK )
TKFS16%. 150-S| 1.5 | 14 (I 2K I JEC 2K 2K 2K 3K K )
0.05/12.2|9.5/4.4| 0°
200-S| 2.0 | 16 (JJE I I K 2K 2K 2K 2K 2K
- As Fig.2 (H10) of shows, the cut-off diameter of the insert is indicated when the top of the cutting edge progresses 1mm from the center.
- Lead angle shows the angle when installed in toolholder.
4 Recommended Cutting Conditions
Recommended Insert Grades (Cutting Speed Vc: m/min) TKFS12 TKFS16
()]
Workpiece MEGACOAT NANO | MEGACOAT PVD Coated Carbide Edge Width (mm) Edge Width (mm) Ag
Material g 10 15 2.0 15 20 | &
o
PR1425 | PR1535 | PR1225 | PR1025 KwW10 f (mm/rev) f (mm/rev)
* PAY PAS PAS .
Carbon Steel 70~170 70~150 70~150 60~130 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
* PAY PAY A .
Alloy Steel 70~170 70~150 70~150 60~130 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
- PAS * PAS PAS . . . . . -
Stainless Steel 60~140 60~120 60~120 50~100 0.01~0.02 | 0.01~0.02 | 0.01~0.03 | 0.01~0.02 | 0.01~0.03 E
o
] ) ) ) * S
Cast Iron 50~100 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | O
: ) ) ) ) * . . . . .
Aluminum 200~450 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
. . . . *
Brass 100~200 0.01~0.04 | 0.01~0.04 | 0.01~0.04 | 0.01~0.04 | 0.01~0.04
% : 1st Recommendation ¥%: 2nd Recommendation
B KTKF / KTKFS Selection Reference
® KTKF ® KTKFS

spindle.

- Both Right-hand and Left-hand types are applicable to gang tool post.
- Basically Left-hand type is used for cut-off operation using a sub

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

KTKFR
(Right-hand toolholder)

(Left-hand toolholder)

KTKFL

(Right-hand toolholder)

KTKFSR

KTKFSL
(Left-hand toolholder)

2
=]
=
Q.
n
=
3
=

<1st. Recommendation>
Use insert with lead
angle to remove boss.
- Not using sub spindle
- Cut-off operation near
main spindle side

Main Spindle

Sub Spindle

<
°
£
S
(2]
.
(]
=

<1st. Recommendation>
Use insert without lead angle.
- Using sub spindle
- Cut-off operation near sub
spindle side

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

Sub Spindle

<How to select>
L3 dimension
*Sub Spindle Dia.

$40—-22(A type)
$50—26(B type)

@
°
£
S
(2]
£
(]
=

<How to select>
Hand of Toolholder
*Short workpiece
and less rigidity
*Cut-off operation
near sub spindle
side

Sub Spindle

<How to select>
L3 dimension
*Sub Spindle Dia.

940—22(A type)
$50—26(B type)

@ : Std. Item

.
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:Inserts are sold in 10 piece boxes. ) H1 1




Cut-Off Inserts

/

W GDM/GDG Classification of usage Catonteel /Aloysteel | © | @ | O 2
=
@ :Continuous-Light Iterrupton / 1t Choice ! ) o
(2 :Continuous-Light Interruption / 2nd Choice Stainless Steel ® 00 3
@ :Continuous / 1st Choice Nonerrous Metal ® E
O :Continuous / 2nd Choice ETABISIEES o 8
Dimension (mm) Angle MEWSM MEGACOAT DLCC;;:M i | <
] S
Insert Description Edge Width(W) R PR GS 0 g’
re |M| L |H AR
Handed Insert shows Right-hand Tolerance a oo E © &
GDM  1316N-003PF 13 0.03 10 ( AN BN )
1316N-015PF ' 0.15| ~ 6 | 37 ( BN AN ) H14
1516N-003PF .5 003 ' ® 0o H15
e 3| © 1516N-015PF ' 015 ® 0o o
SR = S|
ot f v 2020N-003PF 0.03
=e L e —————— 120|+0.04 1.7 R
2020N-015PF 0.15 [ BN BN J H14
T 2520N-003PF 0.03
8 @ [ﬁ T o 21|20 | 43 LAL AN/ H15
K 2520N-015PF 0.15 [ AN AN ) H16
z 3020N-003PF 50 003] o 00 H17
- 3020N-015PF ' 0.15| ( 2 2K J
= GDM  1316%.-003PF-15D | 1.3 1.0
Q . 0.03 o 00 H14
5 1516%.-003PF-15D 16 | 3.7 [ 3N BN )
o ——— 15 1.2 H15
3o s o 1516R-015PF-15D 0.15 R|R|R
> o a\
#0 2020%.-003PF-15D 0.03
. =i L % endhan it PY0 17 ® o0
I o 2020R -015PF-15D +0.04|0.15 15° | R|R|R
5 ™ 2520%.-003PF-15D 0.03
= ¢ 7 Im el DY 21|20 | 43 AL AR,
X 2520R -015PF-15D 0.15 R|R|R
3 30207-003PF-15D | 003 o oo
15° Lead Angle 3020R-015PF-15D | 0.15] R|R|R
" 5 o GDM  2020N-010PQ 2.0 17 (AN AN )
S oy
g]} Bl ‘1 I
§ ° L * 2520N-010PQ  [2.5(+0.03| 0.1 | 2.1 | 20 | 4.3 I
[
£ 90
S 3020N-010PQ 3.0 2.3 [ AN BN )
-
~ o GDM 2020R-010PQ-15D | 2.0 17 R|R|R
"5 A H14
- = H15
= 2520R-010PQ-15D [ 2.5|+0.03| 0.1 | 2.1 | 20 |43 |15° | R| R | R
o @ * H16
H17
3020R-010PQ-15D | 3.0 2.3 R|R|R
15° Lead Angle
5 GDG 2020N-005PG 2.0 17 [ AN J [ AN}
go’) s &
3 Cﬁp%q
8 +I°/ ..
S ol L e 2520N-005PG | 2.5|+0.02|0.05| 2.1 | 20 | 4.3 oo |00
[e))
£ ¥ 5=0
£ 3020N-005PG 3.0 2.3 [ AN ) [ AN J
(@)
2
S &b s o GDG 2020R-005PG-15D | 2.0 17 R|R R|R
= 50
(@) B ‘e
- L 2520R-005PG-15D | 2.5 |+0.02|0.05| 2.1 | 20 | 43 |15° | R | R R|R
]
O
“‘l.-l- I[@ 3020R-005PG-15D | 3.0 2.3 R|R R|R
15° Lead Angle
Note) 1. Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure).
j\/ Groove bottom created by
PF / PM chipbreaker

I I
H12 !Inserts are sold in 10 piece boxes. |

N e e e e e e e - 7

@ : Std. Item

R : Std. Iltem (Right-hand Only)




M GDM/ GDMS

Classification of usage Ol @ | O| g
=
@ :ContinuoussLight Ineruption / 1t Choice . n o
() :ContinuoussLight Interuption  2nd Choice M | Stainless Steel o O O 38
@ :Continuous / 1st Choice Z,
(O :Continuous / 2nd Choice E
Di ; HEGACOAT g
imension (mm) Angle i MEGACOAT| <
S
Insert Description Edge Width(W) B F | g’
re | M L H 0 E E g 2
Handed Insert shows Right-hand Tolrance o o o &
GDM  2020N-020PM 2.0 1.5 ® o o H14
0.2
2520N-020PM 25 1.95 ® o o ::g
+0.03 20 | 43 - H17
3020N-025PM 3.0 025| 2.3 ® o o
H14
4020N-030PM 4.0 03 | 33 ® o o n}g
2 GDM  2020R-020PM-6D | 2.0 1.5 R R R
o
e 0.2
03_ 2520R-020PM-6D | 2.5 |+0.03 1.95| 20 | 43 | 6° R R R H14
©
2 3020R-025PM-6D | 3.0 025 2.3 R| R |nr[HS
[0} 6° Lead Angle H16
o H17
= GDMS 2020N-020PM 2.0 02| 15 e o o l
S T
(3 3020N-025PM 3.0 [£0.03{0.25| 23 | 20 | 43 - e o o =
Hi4| 3
4020N-030PM 4.0 03 | 33 e o o mg O
H14
GDMS 2020R-020PM-6D | 2.0 02| 15 R R R H15
H16
3020R-025PM-6D | 3.0 |+0.03/0.25| 2.3 | 20 | 43 | 6° R R R H17
; P
= H1a
6° Lead Angle I 4020R-030PM-6D | 4.0 0.3 | 33 R R R |H16
1-edge H17
% GDM  2020N-020PH 2.0 02| 15 e o o ::g
3 H16
L 3020N-030PH 30 |x003/ 0323|220 (43| - | @ | @ @
< H17
= 4020N-030PH 4.0 03 | 33 ® o o n}g
= ) ' ST H17
3 GDMS  2020N-020PH 2.0 02 | 15 o o o
o H15
© H16
=] 3020N-030PH 3.0 (+0.03] 0.3 | 23 | 20 | 4.3 - e o o
£ H17
8 Hi4
b5 4020N-030PH 4.0 0.3 | 33 ®@ O O Hi6
1-edge H17
Note) 1. Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure).  Recommended Cutting Conditions @ H18,H19
H Groove bottom created by
M Inserts ldentification System PF/PM chipbreaker

(4) Edge Width (6) Hand of Tool (8) Chipbreaker Symbol
(2) Tolerance Symbol 13:1.3mm 25:2. 5mm R: Right-hand PF:Cut-Off / (Low Feed) PM:Cut-Off/ (General Purpose)
G: Ground Insert 15:1.5mm 30:3mm L : Left-hand PQ:Cut-Off/ (Medium Feed)  PH:Grooving and Cut-off
M: M Class 20:2mm 40:4mm N: Neutral PG :Cut-Off/ (Low Cutting Force) / (High feed rate)
I I I I
GD M| |S 30 20 R-025 PM-6D
| | | I I
(1) Series (3) No. of edge (5) Insert Length (7) Corner-R (re) (9) Lead Angle
Grooving / Cut-Off Without Indication:2-edge 16:16mm 003:0.08mm 020:0.2mm Without Indication:0°
GD Series S: 1-edge 20:20mm 005:0.05mm 025:0.25mm 6D:6°
010:0.1mm 030:0.3mm 15D:15°
015:0.15mm
@ : Std. Item S )

R : Std. Item (Right-hand Only)

1
. . )
: Inserts are sold in 10 piece boxes. }, H 1 3



[ ]
Cut-off

H14

Cut-Off Toolholders

B KGD (for automatic lathe)

Edge Width:1.3~4.0mm

g
‘ Insert Setting Angle o
i % TS %
—=5] \ // o
KGDY.2012K-OD34 i - vt 0 ! _J
KGD#2020K-OD34 <|T Y T
are above shape. —. — -1
e < —
ey G
* Right-hand shown
® Toolholder Dimensions
. Spare Parts
Std. Clgti;oﬁ Dimension (mm) Angle Ec\',%?rm()“h
’ Clamp Screw Wrench
Descripti
escription
R| L |dma|Hish| H2 | H3 | H4 | B | L1 | L2 | F | A | 6 MN MAX| = /
KGD¥. 1010JX-1.3D16 (@ |@ | 16 9.9
0100X1 5 e e 20 10 8 10 120 | 18 95
1212F-1.3D16 | @ | @ 6 85 1.9
1212013016 | @ | @ 2 |55 120 9110 1.3 | 1.3 |SB-40120TR | LTW-15S
1212F 1.3 o e 12 10 | 12 8 19.5
1. 5
24 11.5
1212JX-1.3 X ) 120 5
KGD%. 1010JX-1.5D16 @ | @ | 16 9.7
1010JX-1.5 ® 0 20 10 8 | 10120 18 9.4
1212F-15D16 | @ @ 6 85 11
7 . 2
1212015016 | @ | @ 2 |55 120 12 15 | 1.5 |{SB-40120TR| LTW-15S
1212F1 oo 12 10 | 12 19.5
-1.5
24 85 1.4
1212JX-1.5 (2K ) 120
KGD%. 1010JX-2 ® ® 20 | 10 8 10 |120| 18 | 9.2
1212F-2 e 2 85
24 | 12 5.5 12 19.5/11.2 1° SB-40120TR| LTW-15S
1212JX-2 e 10 120 16 20|30
1616JX-2 ® ® 32 16 16 24.5/15.2| ' '
012k204 (@@ | | - 00 12 405 |30 5112 . HH5X1 LW-4
2020k203 | @ | @ ° 0 95120 oy 1251325055 0 5X16 ’
KGD%. 1010JX-2.4 ® ® 20 | 10 8 10 | 120 | 18 9
1212F-2.4 2K ) 2 85
24 | 12 5.5 12 195 11 1° SB-40120TR | LTW-15S
1212JX-2.4 Y ) 10
120 2.0 2.4 | 3.0
1616JX-2.4 ® ® 32 | 16 16 24.5| 15
2012k24D34 | @ | @ 34 | 20 i 9.5 20 12 125 |32.5 n 0’ HH5X16 LW-4
2020K-2.4D34 | @ | @ ' 20 119 ’
KGD. 1212JX-3 ® ® 24| 12 2 12 19.5/10.8 3.0
. B-40120TR | LTW-1
1616JX-3 ® 0 32 16 59 10 16 120 |24.5 14.8 S 0120 5S
1616JX-3D38 | @ | @ 38 59 '
1913K-3D38 oo 19 8 13 | 13 | 125 11.8 .
2012JX-3042 | @ | @ | 42 . 0’ 31 08 2411 |30 40
2012JX-3D51 | @ |@ | 51 85 36 | SE-50125TR| LTW-20
2020JX-3D42 (@ @ | 42 20 8 14 120 31
20 18.8
2020JX-3D51 @ |@| 51 8.5 36

Note) 1. 4mm width Insert can be installed in KGD%.1212JX-3, but is not recommended due to the toolholder's rigidity.

2. Recommended tightening torque of clamp screw
2.0N-m(SB-40120TR), 2.5N-m(SE-50125TR), 6.5N-m(HH5X16)
3.When machining the material greater than $36mm with KGD"%....-3D38, KGD"....-3D42 and KGD%....-3D51 toolholders,

please use 1-edge inserts.
Maximum workpiece diameter for 2-edge inserts is $36mm.

Recommended Cutting Conditions @) H18,H19

@ : Std. Item




B KGDS (for sub spindle tooling)

* Right-hand (R) L3
. '-'-I | @
K] i
a
@ 3 L2
Tlo &
.("E:)- lg [V ’/'-\\Q
Eel = I /
17 =5 ol
| T = 4 I
A
. L1
* Right-hand shown
[a]
8
[=}
]
e el
£8
w
S
® @ T
| L1
j ¢ Left-hand shown

® Toolholder Dimensions

. ) ) Edge Width Spare Parts
Std. | Cutof Dia Dimension (mm) Angle W (mm) | Glamp Screw Wrench
D ipti
escription @ .
R | L [¢Dmax | H=h| H2 | H3 | B L1 | L2 | L3 F A 6 | MIN. | MAX. "' I
=
KGDS". 1616JX-1.3B | @ | @ 950 10 | .. |13 |13 2
=}
1616JX-1.5B @ @ | 24 | 16 | 55| 10 | 16 | 120|19.5| 27 (9.40| 1.2 1.5 | 1.5 | SB-40120TR | LTW-15S (@)
1616JX-2B (@ @ 9.20| 16| 1° | 2.0| 3.0 ——

. Recommended Cutting Conditions @ H18,H19
B KGD / KGDS Selection Reference

® KGD ® KGDS
Standard type Sub spindle type
- Both Right-hand and Left-hand types are applicable to gang tool post. - When machining workpiece with small diameter, use KGDS to
- Basically Left-hand type is used for cut-off operation using a sub spindle. reduce overhang distance from the main spindle.
KGDR (Right-hand toolholder) | KGDL (Left-hand toolholder) KGDSR (Right-hand toolholder) | KGDSL (Left-hand toolholder)
Q@ = o @ K] o o
2 2 2 2 2 2 2
& & & & & & &
= £ 2 = 2 5, 2
g g (2] g n ‘5“ %)
<1st. Recommendation> <1st. Recommendation> - Long workpiece and more rigidity - Short workpiece and less rigidity
Use insert with lead angle to remove boss. Use insert without lead angle. - Cut-off operation near main spindle side - Cut-off operation near sub spindle side
- Not using sub spindle - Using sub spindle
- Cut-off operation near main spindle side - Cut-off operation near sub spindle side
® Toolholder Identification System (for automatic lathe) Applicable Inserts Others

GDM / GDMS
Edge Width: 3~4mm
|

KGD 3 |/D38
oD R 1616 JX-113 =

D38: Dmax 38mm

Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Others
R: Right-hand GDM / GDMS . f ;
L: Left-hand 16x16mm 120mm Edge Width: 1.3mm B: For sub spindle tooling

@ : Std. Item

H15



Grooving / Cut-Off Toolholders

v

B KGD (Integral Type)

-
— T 1
|
' | v
- | —
@R o 1. = j
t are above shape.
his ‘LWES”Z b L1
* Right-hand shown
® Toolholder Dimensions
= . : Edge Width Spare Parts
g ‘;f std. Dimension (mm) V%I(mm) Clamp Bolt Wrench
| 2 Description
§ % R|L|Hi=h| H2 | H3 | B | L1 | L2 | L3 | F1 | A | T |MIN.|MAX. § //
£ =
KGD%.  1616H-2T06 ® @® 16 4.0 16 | 100 (27.7|28.0/15.2 HH5X16
6 2020K-2T06 ® @O 20 i 20 | 125 280/ - 19.2 6
2525M-2T06 @ @ | 25 25 (150 24.2 HH5X25
m KGD%.  1616H-2T10 ® @® 16 4.0 16 | 100 (30.2/30.5|15.2 HH5X16
I 10 2020K-2T10 | @ |@ | 20 20 | 125 19.2 10
2 - 30.5| - 1.7 2.0 3.0 LW-4
55 2525M-2T10 | @ @ | 25 9.5 25 | 150 24.2 HH5X25
3 KGD%. 1616H-2T17 ® @® 16 4.0 16 | 100 (31.2|31.5/15.2
2012K-2T17 [ A ) 12 |125 11.2 HH5X16
— 17 2020K-2T17 @ | @ 20 . 20 [125|32.5| - [19.2 17
2525M-2T17 ® 0 25 25 | 150 24.2 HH5X25
KGD% 2012K-2.4T17 @ @ 12 | 125 11.0
2.4 |17 2020k24T17 | @ | @ 20 | - 20 1125 325 - 19.0 2.0 17 2.4 | 3.0 | HH5X16 LW-4
KGD%. 1216JX-3T06 @ @ | 12 2.0 |55 | 16 [120|19.5| 19 [14.8/ 24| 6 SE-50125TR | LTW-20
6 1616H-3T06 ® @® 16 4.0 16 | 100 |27.7|28.0/14.8 HH5X16
2020K-3T06 (@ @ | 20 ) 20 (125 8.0/ - 18.8 6
2525M-3T06 @ @ | 25 25 | 150 23.8 HH5X25
KGD%.  1616H-3T10 ® ® 16 40 16 | 10030.2|30.5|14.8 HH5X16
3 |10 2020K-3T10 ® e 20 - los 20 [125 305! - 18.8 o4 10 |3.0|4.0 LW-4
2525M-3T10 @ @ | 25 25 | 150 23.8 HH5X25
KGD%.  1616H-3T20 ® @® 16 4.0 16 | 100 (34.2|34.5/14.8
2012K-3T20 (@ @ 12 | 125 10.8 HH5X16
20 2020K-3T20 @ | @ 20 20 (125 3435 | 18.8 20
2525M-37120 @ @ | 25 25 | 150 35.5 23.8 HH5X25
6 |KGD% 1216JX-4T06 @ @ | 12 2.0 |55 | 16 |120|19.5| 19 (14334 | 6 SE-50125TR | LTW-20
10 KGD%.  2020K-4T10 ® @® 20 20 (125 305 18.3 10 HH5X16
4 2525M-4T10 @ @ | 25 25 | 150 23.3 4050 HH5X25
20 KGD?%.  2020K-4T20 ® ® 20| - (95|20 |125(34.5| - |18.3/ 3.4 20 HH5X16 LW-4
2525M-4T20 @ @ | 25 25 | 150 35.5 23.3 HH5X25
25 |[KGD%. 2525M-4T25 (@ @ | 25 25 |1150|40.5 23.3 25

Note) 1. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

2. Recommended tightening torque of clamp bolt : 6.5N-m(HH5xOO), 2.5N-m(SE-50125TR)

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

® Toolholder Identification System (Integral Type)

KGD

H16

R

1616

H

2

-

Recommended Cutting Conditions @ H18,H19

06

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

@ : Std. Item



B KGD-S (0° separate type)

:

&

|

|

Hj?@I

* Right-hand shown

e

T

"l

/
&

L2

™

g:f

[ ]

[
e |

® Toolholder Dimensions (Blade + Toolholder)

% E %’g §§ Unit Description | Std. Blade Toolholder Dimension (mm) E‘I,%?nm?th
x| g |8c £E (SItDandaI'dt.Stock Deécgr;t;’on Degbcgztslon
212 535 escription) | g || Hish|H2 | H3 | B | L1 | L2 [L3| F1 | A | T |MIN.|MAX.
[J20 [KGD¥. 2020X-2T17S | @ @ KGD%.2020-C | 20 | 12 20 | 122 23.4
2 | 17 |O25 2525X-2T17S | @ | @ | KGDY.-2T17-C | KGD%2525-C | 25 | 7 25 [ 147 | 40 28.4/ 17|17 | 2.0 | 3.0
32 No unit description = KGD%.3232-C | 32 | - 32 | 167 35.4
(120 [KGD%. 2020X-3T10S | @ @ KGD?.2020-C | 20 | 12 20 | 115 23.0
10 |025 2525X-3T10S | @ | @ | KGD#.-3T10-C | KGD%.2525-C | 25 | 7 25 140 33 28.0 10
032 3232X-3T10S |@ | @ KGD%.3232-C | 32 | - 32 | 160 35.0
° [J20 |KGD¥. 2020X-3T20S @ @ KGD?.2020-C | 20 | 12 20 | 125 23.0 24T 30|40
20 |25 2525X-3T20S | @ | @ | KGD?.-3T20-C | KGD%.2525-C | 25 | 7 25 [ 150 | 43 28.0 20
. 032 3232X-3720S |@ |@ KGD%.3232-C | 32 | - 32 1170 35.0
0 (20 [KGD%. 2020X-4T10S | @ @ KGD%.2020-C | 20 | 12 e 20 | 115 " 225
10 |25 2525X-4T10S | @ | @ | KGD?.-4T10-C | KGD¥.2525-C | 25 | 7 25140 33 27.5 10
032 3232X-4T10S |@ |@ KGD%.3232-C | 32 | - 32 | 160 34.5
020 |KGD%. 2020X-4T20S |@ | @ KGD%.2020-C | 20 | 12 20 | 125 225 | |
4 | 20 |O25 2525X-4T20S | @ | @ | KGD*.-4T20-C | KGD%.2525-C | 25 | 7 25 [ 150 | 43 275/3.4(20|4.0]|50
032 3232X-4T20S |@ | @ KGD%.3232-C | 32 | - 32 [ 170 345
[J20 [KGD¥. 2020X-4T25S (@ @ KGD%.2020-C | 20 | 12 20 | 130 225 | |
25 |25 2525X-4T25S | @ | @ | KGD¥-4T25-C | KGD%2525-C | 25 | 7 25 | 155| 48 275 25
032 3232X-4T25S |@ | @ KGD%.3232-C | 32 | - 32 175 34.5

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter.
2.The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGD-S: Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.

The toolholder is applicable for all blade with suitable hand.

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

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

5. Recommended tightening torque of clamp bolt for insert: 6.5N-m (Groove width 2 ~ 4mm)

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

@ Toolholder Identification System (Separate type / Unit Description)

KGD

@ : Std. Item

R

2020 | X

2| T

17

S

I

I |

I

Toolholder Hand

Shank Size Toolholder Type

Applicable Inserts

Max. depth of cut

R: Right-hand
L: Left-hand

20x20mm Unit Description

GDM/GDMS
2~3mm

17 :17mm

Recommended Cutting Conditions @ H18,H19

® 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) Utmeti
Unit
Description
p g @ /
KGD"++-+- S| BH6X10TR SB-60120TR LTW-25

| cutot {25

H17



KGD Recommended Cutting Condltlons/

® Application Map

L
Q
=

High feed rate
General purpose PH

PM

PF Eor automatic'lathe"(Medium feed)

For automatic lathe (Low feed)

<= Cutting force mmp

PG

For'automatic lathe (Low cutting force)

Low
Low (N Fccd Rate ME— High
- ® Recommended Cutting Conditions (PF / PQ / PG Chipbreaker)
o]
;5) Recommended Insert Grades f (mm/rev)
(Cutting Speed Vc: m/min) PF (re=0.03) PF (re=0.15) £
— Workpiece Material A
s M AT MEGACOAT Edge Width W (mm) Edge Width W (mm) £
o
PR1535 PR1225 PR1215 1.3/1.5 2.0 2.5/3.0 1.5 2.0 2.5/3.0
PAG * Aq
Carbon Steel | 75 150 | 70~150 | 70~180
0.01~0.04 | 0.02~0.06 | 0.02~0.08 | 0.01~0.05 | 0.03~0.08 | 0.04~0.10
Alloy Steel = * x €
70~150 | 70~150 | 70~180 &
Stainless Steel * * * 0.01~0.03 | 0.01~0.04 | 0.01~0.05 | 0.01~0.04 | 0.03~0.07 | 0.04~0.08 §
60~120 | 60~120 | 60~150 | : : : : : : : : : : :
Cast Iron - - aofzoo 0.01~0.05 | 0.02~0.07 | 0.03~0.08 | 0.01~0.06 | 0.03~0.09 | 0.04~0.10
% 1st Recommendation ys: 2nd Recommendation
Recommended Insert Grades f (mm/rev)
(Cutting Speed Vc: m/min) PQ PG £
Workpiece Material | MEGACOAT DLC Coated . . . g
NANO MEGACOAT Casiie Carbide Edge Width W (mm) Edge Width W (mm) Da:)
PR1535 PR1225 PR1215 PDL025 GW15 2.0 2.5/3.0 2.0 2.5/3.0
pAq * Yo ; _
Carbon Steel | 70 "i50 | 70~150 | 70~180
0.03~0.1 | 0.04~0.12 | 0.01~0.04 | 0.01~0.05
Alloy Steel = * = . -
70~150 | 70~150 | 70~180
Stainless Steel * x x - - 0.02~0.07 | 0.02~0.08 | 0.01~0.03 | 0.01~0.04 | €
60~120 | 60~120 | 60~150 ' ' ' ' ' ' ' 0415
) . * . Yo N N N _ 3
Cast Iron 80200 50400 | 0:04~0.1 | 0.04~0.12 | 0.01~0.04 | 0.01~0.05 | S
Aluminum - - - * = - - 0.01~0.05 | 0.01~0.06
200~500 | 200~450 : : : :
; ; . ; * . . - -
Brass 1002200 0.01~0.07 | 0.01~0.08

H18

% 1st Recommendation ys: 2nd Recommendation



® Recommended Cutting Conditions (PM / PH Chipbreaker)

f (mm/rev
Recommended Insert Grades ( )
(Cutting Speed Vc: m/min) i
PM PH =
Workpiece Material | g
MEGACOAT Edge Width Edge Width 5
NANO AIEEREIORT W (mm) W (mm) i
PR1535 | PR1225 | PR1215 2-4 2 3-4
pAe * pAe
Carbon Steel | g, 500 | 80~200 | 100~200
. - . 0.08~0.18 | 0.10~0.25 | 0.15~0.28
Alloy Steel | 76 180 | 70-180 | 80-180 E
o
; * pAe * 2
Stainless Steel | o % | 607150 | g0 y50 | 0-06-0.12 | 0.05-0.12 | 0.08-0.15 |O
*
Cast Iron - - 100200 | 0:08~0.18 | 0.10-0.25 | 0.15~0.28

% 1st Recommendation vs: 2nd Recommendation

¢ Example of feed

’E‘ *PM Chipbreaker [Workpiece material: S50C]
R I
=]

=

(0]

u%j’ 0.1 0.2 0.3

Feed Rate f (mm/rev)

-PH Chipbreaker [Workpiece material: $50C]

| cutot {25

B

£

) T —

=

E 2 f T ————

=

]

O
0.1 0.2 0.3

Feed Rate f (mm/rev)

[ in the graph indicates the most recommended value of feed (f)]

¢ Caution (Cut-Off)

1. Be sure to perform wet processing. Apply enough coolant to the cutting edge.

2. Keep a constant rate during processing so that optimum product life will be achieved.

3. Cut-off as close to the chuck as possible.

4. Lower the feed rate to 1/2 to 1/3 at the near center to prevent impact caused by machining.
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Cut-Off Inserts

v

R
M GMM / GMN / GM. Classification of usage | P | Carbonsteel/Aloysteel] O | © | @ | © | @
@ :ContnuousLight merpton/ fstChoice | M| Stainless Steel @) [} O [ ] %
() :Continuous-Light Interrupton / 2nd Choice 5 =
@ :Continuous / 1st Choice K | Cast Iron et ‘g _8
O :Continuous / 2nd Choice N | Non-ferrous Metals o g g
z g |k
Dimension (mm)  |Angle § CVCZ;?;:“ PVD Coated Carbide § o %
Insert Description o | 8 wlgle o |22
» (=] = - hag
Handed Insert shows Ri W e L H M 6 E &’ % &, E E 5{
ght-hand %) o o o
GMM 1520-MT |15 595 12 s 2 ® | H22
g =z " 0 ° °
/ ;(:v::%a:( 2020MT  [20/555 |15 . ”
2520-MT |25 -2 19 ® ®
gy = 0.05 ® H23
arp-Cuttin 0 . .
Sharp-Citing 3020-MT 3.0 505 2.3 o o
GMM 1520-NB |15 3s 12 . ® | H22
g =z " 0 ° ®
p e 2020NB  |20665 |, 15 .
2520-NB |25 .2 19 ® L
, g5 = > ]0.05 : ®
Shazrf)é((j:uétmg NB 0 [ )
Without Chi%breaker 3020- 3.0 0.05 2.3 [ ]
a5 | s GMM 2020-TK 2.00.20, 15 e o °
_ ‘/ =t " 2520-TK  |25/0.20 20 |43/ 19| - o o o o
g - )
m S| sty Oriented B H- 3020-TK  |3.00.25 2.3 o o o °
b4
I GMM 2020-TMR | 2.0 0.20) 15 °
5 2520-TMR  [2.5(0.20 20 4.3/ 1.9| - ° Hoo
3 High Feed Rate 3020-TMR [3.00.25 2.3 ° H23
— GMN 2-TK 2.0(0.20 15 o o °
—;‘/ LN 3-TK 3.0(0.25 20 |4.3|2.3| - o o o °
stabiy Orited T 4-TK 4.00.30 3.3 o o o °
Shows GMN2.2 Shoms GN22 GMN 2.2 2.210.17 1.8 () () [ ] ([ ]
/ 5 .8 3 3.0(0.20 2.3 o o ° °
. -+
/ % 4 400025204333 - | @ | ® ° °
L €
— %ED 5 5.0 0.80, 4.2 ° ° °
Sharp-Cuting 6 6.0 0.80, 5.2 ° ° °
R RIL/IRILIR|L|R|L|R|L
9 GMM 15207-MT-15D | 1.5 59 12 o ¥ %® H2
g 5 AT 0 00 o0
T 20207-MT-15D | 2.0 5 oz 15 o ole
=\ L re . 0 20 4.3 15 YD) )
. 2520%.-MT-15D | 2.5 | o= 1.9 o e
[ tﬁ 0 00 o0
Shap-Guting 3020%.-MT-15D | 3.0 (5 o= 2.3 -3
s GMM 2020R-TK-8D | 2.0 0.20] 15 o |o °
‘f 2520R-TK-8D (2.5(0.20/ 20 4.3/ 1.9 | 8° o o o °
Stabity Oriented tﬁ 3020R-TK-8D |3.0 0.25 2.3 o o |o °
3 GMM 2020R-TMR-6D| 2.0 0.20] 15 °
é 2520R-TMR-6D| 2.5 0.20 20 |4.3 | 1.9 | 6° ° H22
=] o Fosd rate 3020R-TMR-6D| 3.0 0.25 23 ° H23
‘ GMR 2-TK-8D 2.00.20, 15 O |e °
./ 3-TK-8D 3.00.25 20 4.3|2.3| 8° O e |e °
Stabilly Orented i 4-TK-8D  |4.0 0.30 3.3 O |e| |e °
12:’\5;1252_8[)/ Shows GMR2.2-8D / 15D GM*. 2.2-8D 2.21017 1818° | @ o (N ) [ J
/ WY 2.2-15D 2.2/0.00 18/15°|@ |@ ° ®
E‘ﬁ;}g 20 4.3
I 3-4D 3.00.20 23 4 (@ |@® o0 °
Sharp ting —= ﬁﬂ 4-4D 4.0/0.25 33| 4° o0 °
@ : Std. Item

1 I
H20 | Inserts are sold in 10 piece boxes. 1
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M Edge Preparation

Series MT-Chipbreaker TK-Chipbreaker TMR-Chipbreaker | Without Chipbreaker (NB)
Chamfer + Honed | Chamfer + Honed | Chamfer + Honed | Sharp Edge Chamfer + Honed R honed Sharp Edge
Corner-R (1) =0.05 | Sharp Corner | Comer-R (1) =0.2~0.3 | Comer-R (1) =0.2~0.3 | Corner-R (re) = 0.2 | CornerR (re)=0.05 | Sharp Corner
Edge Prep. ', : 5 o :
3 | y | .
CR9025/PR915 PR930/KW10 CR9025/PR915 PR930/KW10 PR1115 CR9025 PR930/KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
Series Advantage
GMM-MT S;.)e.cif.ic chipbreaker for cut-off operations requiring sharp cutting performance.
Minimizes the Boss.
GMM-NB Cutting edge is flat with non-chipbreaker.
It works well for brass, etc.
GMM-TK Stable design with F:hipbreaker for cut-off. Large corner-R.
2-edge for economical performance.
GMN-TK Same chir.)breaker gegmetry as GMM-TK.
1-edge. Wide application range.
GMN (Std.) | Mainly for deep grooving, but available for groove widening and turning due to projection near side cutting edge.
(Without Indication) | 1-edge and wide application range. Available for cut-off applications.

B TMR-Chipbreaker

® Advantages of Chipbreaker

Special Curve Wall

Depression in center of cutting edge.

Improved chip evacuation
by squeezing chips

L~

Chip width < Grooving width

® TMR-chipbreaker enables stable chip control also for high feed rates.

Good chip control even when cutting speed (spindle revolution) is increased.
(Workpiece material: SCM415, $30, constant spindle revolution)

® GMM Chipbreaker MAP

Low 4= Feed Rate ™= High

Sharp Cutting msssssp Stability Oriented

200

100

50

Applicable Range

TMR

Chipbreaker

0.10 0.15

f (mm/rev)

0.20

TMR-Chipbreaker provides good surface roughness on the workpiece end face at high feed rate ranges.

* GMM2020-TMR

(Ve=200m/min)

-8 Competitor's chipbreaker A
[ | -~ GMM2020R-TMR

Descrioti n=1,060min"(Vc=100m/min) n=2,123min"(Vc=200m/min)
escription
s f=0.12mm/rev f=0.18mm/rev f=0.12mm/rev f=0.18mm/rev
@0sc ©
©Coo0 © 0o @O B©OEY| ¢
3020-TMR N E
(Neutral) @ QJ ocoe ’6YV\ oeoe >
am | ©) © @eee @S
3020R-TMR-6D @ @ @ @@ @ @
(Lead angle) @ Q) 6600 % @999
® Recommended Cutting Conditions ® Workpiece Surface Roughness
Workpiece Material Ve (m/min) f (mm/rev)
* GMM2020R-TMR-6D
Carbon Steel 60~200 (Ve=200m/rmin)
E 8F ~0— GMM2020R-TMR-6D ’é 8
Alloy Steel 60~150 0.08~0.18 2 .—./- 2
; 6 ; 6
() ()
Stainless Steel 50~140 £ 4] £ 4l
2+ 2L
008 012 0.18
f(mm/rev)

L
0.08

L
0.12

0.18

f(mm/rev)
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Cut-Off Toolholders

B KGM (for automatic lathe)

Edge Width:1.5~4.0mm

-

s

©

H3

H3

e

T
v

|

H1

KGM.1616

* Right-hand shown

_AL

H2

L1

® Toolholder Dimensions

. . . Edge Width Spare Parts
Std. | Cut-off Dia. Dimension (mm) W(mm) E— -
Description @)
R|L| ¢oDmax (H1=h| H2 | H3 | H4 | B L1 | L2 F A | MIN. | MAX. E’
KGM%. 1010JX-1.5 ([ JK ) 20 10 3 8 10 18 | 94
1212JX1.5 o0 o5 12 2 4 10 | 12 120 205|114 1.2 | 1.5 | 2.0 | SE-40120TR |[LTW-15S
KGM%. 1010JX-2 [ 2K ) 20 10 3 8 10 18 | 9.15
1212JX-2 o0 2 12| ° 4 10112 [120] 19 [1115] 1.7 | 2.0 | 3.0 SE-40120TR | LTW-15S
1616JX-2 [ 2K ) 32 16 - 9 16 24.5 1515 SE-50125TR | LTW-20
KGM%. 1010JX-2.5 [ 3K J 20 10 3 8 10 18 9
1212JX-2.5 [ JK ) 25 12 2 4 10 | 12 | 120/205| 11 | 2.0 | 24 | 3.0 SE-40120TR |LTW-158
.l 1616JX-2.5 e 32 16 - 9 16 255 15 SE-50125TR | LTW-20
KGM%. 1616JX-3 e 32 16 - 4 9 16 | 120|25.5|/14.8| 2.4 | 3.0 | 4.0 | SE-50125TR | LTW-20
% KGMR 1212F-1.5-85 (@ 25 12 2 4 10 | 12 | 85 | 19 |114| 1.2 | 1.5 | 2.0 | SE-40120TR |LTW-15S
g KGML. 1212F-2-85 e 25 12 2 4 10 | 12 | 85 | 19 |11.15] 1.7 | 2.0 | 3.0 | SE-40120TR |LTW-15S
KGM%. 1212F-2.5-85 @ | @® 25 12 2 4 10 | 12 | 85 | 19 | 11 | 2.0 | 2.4 | 3.0 | SE-40120TR |LTW-15S
B KGM Edge Width:3.0~8.0mm
A
.
w m
3O |
i
— 50e L2 2
! ==
© i T p— _
el TE T
AL [ * L1 _
* Right-hand shown e .
® Toolholder Dimensions
. . Edge Width Spare Parts
Std. Dimension (mm) W(mm) — p—
Description \&),
RIL/HI=h|H2 | H3| B |L1|L2|F1| A | T MIN. | MAX. é
KGM™L 1212H-3 00 12 4 6 |12 100 10.8 3.0/3.0| SB-5TR - LTW-20
1616H-3 ®® 16 7 |16 14.8
2020k-3 @@ 20 | _ |20/125°  188°* | Jaoja0| - |"NO Lw-4
2525M-3 o0 25 25 |150 23.8 HH5X25
KGM"L 2020K-4 00 20 20 |125 18.3 HH5X16
2525M-4 @@ 25| | | 25150 2/ 233410 401800 - neos Lw-4
KGM". 2020K-5 ®e® 20 20 (125 17.8 HH5X16
2525M-5 ®® 25 - | 7 |25(150 27 22.8/4.4| 10 5.0/6.0 - HHBEX25 LW-4
3232P-5 o0 32 32 1170 29.8
KGM™L 2525M-8 0® 25 75 = 25 150 22.0
3232P-8 o0 32 - 10.5 32 170 40 9.0 6.0| 25 8.0/8.0 HH6X25 LW-5
[ Dimension T shows available grooving depth. |
- 4mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder's rigidity.
@ : Std. Item
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B KGM-T Edge Width:2.0~6.0mm

A T A
- (@ m
| T :
5 T~ T
= il P
PR — A
f < T T
Y
Adle L T |
¢ Right-hand shown
® Toolholder Dimensions
. . Edge Width Spare Parts
Std. Dimension (mm) W(mm) Wrench
Description
R|L|H=h|H2 | H3| B |L1|L2|F1| A | T MIN. [MAX.

KGM". 2012K-2T17 (@ @ 20 12 [125 11.15 LTW-20 -
2020K-2T17 @@ 20| - | 7 |20 |125| 33 [19.151.7 | 17 2.0/3.0 i HH5X16 i LW-d
2525M-2T17 (@ @ 25 25 150 24.15 HH5X25

KGM"L 1616H-3T20 @@ 16| 4 16 |100 14.8 - HH5X16 - LW-4
2012K-3T20 @ @ 12 10.8 SB-5TR - LTW-20 -
2020k-3120 (@@ 20 - | 7 20 ' % 1524 20 30140 " Texie | LW
2525M-3T20 @ @ 25 25 |150 23.8 HH5X25

KGM. 2020K-4T20 @ ® 20 20 |125 36 18.3 20 HH5X16 .l
2525M-4T20 @ @ - |75 3.4 4.0|5.0 - - LW-4
2525M-4T25 |@ @ 25 25 150 e 23.3 o5 HH5X25 =

KGM"1. 2525M-5T25 (@ @ 25 25 150 22.8 <
3232P-5T25 @@ 32| 8.5 32 1170 42 298 44|25 5.0/6.0 - HH5X25 - LW-4 15)

KGM". 2525M-6T30 @ @ 25| - |9.5| 25 |150| 45 |22.4/5.2| 30 6.0 | 6.0 - HH5X25 - LW-4

- Dimension T shows the distance from the Toolholder to the cutting edge. Ref. to the Table H24 for the relationship between the available Grooving Depth and the Cutting Dia. ‘

- When using GMG / GMM type (2-edge) insert, set the groove depth under 15mm.

® Applicable Inserts

Applications | Grooving/Turning | Grooving/ Turning Grooving Full-R / Copying | Full-R / Copying |Cut Off/ Deep Grooving | Cut Off / Deep Grooving| Cut Off / Deep Grooving | Cut Off / Deep Grooving | Cut Off / Deep Grooving
Ref. to Page G30 G30 G30 G30 G31 H20 H20 H20 H20 H20
Mw MS MG MT NB . | TK - | TK
Insert 2 - _
Toolholder = - /
Description TMR
GMM1520..MT
KGM™/L---1.5 ) ) ) ) ) GMM2020.MT  |GMM1520..NB| GMM2020..T. | GMN2..TK
L GMM15207%..MT |GMM2020..NB| GMM2020°%.T. | GM%2..TK
GMM20207...MT
GMM2020.MT GMM2020..T.
GMM2520.MT | s\ vioong ng| GMM2520.T. | GMN2.TK | GMN2.2
KGM.---2(T) GMM2420..MW|GMG3020..MS|GMG2520..MG| GMG3020..R ) GMM3020.MT | Ahvio o Ng|  GMM3020.T. | GMN3.TK | GMN3
L GMM3020..MW|GMM3020..MS|GMG3020..MG| GMM3020..R GMM2020%..MT | Syveeso Ng| GMM2020%.T. | GM72.TK | GM%2.2
GMM2520%..MT - GMM2520%..T. | GM%3.TK | GM%3
GMM30207..MT GMM3020%%..T.
GMM2520.MT GMM2520..T.
KGM.---2.5 |GMM2420. MW GMG3020. MS GMG2520. MG GMG3020..R ) GMM3020.MT  |GMM2520..NB| GMM3020..T. | GMN3..TK | GMN3
Lo GMM3020..MW|GMM3020..MS|GMG3020..MG| GMM3020..R GMM25207...MT |[GMM3020..NB| GMM2520%..T. | GM%3.TK | GM%3
GMM30207..MT GMM3020%..T.
GMGB3020.MS| v 16a000 Mg |GMG3020..R GMN3..TK GMN3
KGM.---3(T) GMMS3020.. MW|GMM3020.MS| Sy aaes e |GMM3020..R GMM3020.MT |\ ivianng g| GMMS3020.T. | GMN4..TK GMN4
L GMM4020..MW|GMG4020..MS| Gyid4050. Ma |GMG4020..R GMM3020%...MT - GMM3020°%..T. | GM3..TK GM%.3
GMM4020..MS ~VM|GMM4020..R GM4..TK GM7.4
GMGA4020..MS GMG4020..R GMN4
KGM.---4(T) GMM4020..MW|GMM4020..MS| GMG4020..MG | GMM4020..R GMN4..TK GMN5
L GMM5020..MW|GMG5020..MS| GMG5020..MG | GMG5020..R GM4..TK GMALA
GMM5020..MS GMM5020..R ‘
GMG5020..MS GMG5020..R
L GMM5020..MW|GMM5020..MS| GMG5020..MG | GMM5020..R GMN5
KGM7.--5T | Eiivig020 MW| GMG6020. M3| GMGB020. MG | GMG6020. R | GMEAB020..R GMN6
GMMB6020..MS GMM6020..R
R GMG6020..MS GMG6020..R
KGM.---6T |GMMB020.MW GMMB020 M3| GMG6020.MG| 2Mansy. »|GMGAS020..R - - - - GMN6
KGM?.---8 GMM8030..MW - GMG8030..MG - GMGA8030..R

Recommended Cutting Conditions @ H29

@ : Std. Item
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H24

Cut-Off Toolholders

v

M Possible cutting diameter of KGM / KGM-T type

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

©

20(Dimensiont, 640)

A

0
3

)

If the workpiece diameter is large, the available grooving depth

becomes smaller due to interference with the toolholder.

7 e.g) KGMR2525M-3T20 + GMN3

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

Toolholder Description

¢6D(Cutting Dia.)

KGM®.  0810K-1.5-125 - - - - - - - 10 | 14 | 16 | 32
1010CJ-1.5.--- - - - - - 20 | 25 | 32 | 40 | 60
1212[0-1.5..- - - |25 | 26 |28 |32 |3 |40 | 60 100 | T ||
0810K-2-125 - - - - - - - - 10 | 14 | 16 | 32
10100J-2... - - - - - 20 25 32 40 60
1212[]-2... - - - - 25 | 26 | 28 | 50
16161-2.-- 32 | 40 | 50 | 60 | 80 | 100 | w | o | | T | T |7
10100J-2.5--- - - - - - 20 | 25 | 32 | 40 | 60 | oo oo o0 oo
1212[]-2.5.-- - - - - 25 26 28 32 36 40 60 | 100
1616[1-2.5--- 32 | 40 | 50 | 60 | 80 | 100
161601-3--- 32 |40 | 50 |60 | 80 |100| | T | T |7

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

¢ KGM-T Possible Cutting Dia. Table (GMN, GM%. when using 1-edge insert)
Toolholder Description 6oD(Cutting Dia.)

KGM?.  2012K-2T17 - - - - - 66 | 80 | 130 | 260
2020K-2T17 - - - - 66 80 | 130 | 260
2525M-2T17 - - - - - 66 80 | 130 | 260
1616H-3T20 - - 40 54 70 | 100 | 180
2012K-3T20 - - 40 | 90 | 130 | 240
2020K-3T20 - - 40 | 90 | 130 | 240
2525M-3T20 - - 40 90 | 130 | 240
2020K-4T20 - - 40 90 | 130 | 240
2525M-4T20 - -l -] - |49 [130[240] = | T | %
2525M-4T25 - 50 | 140 | 240
2525M-5T25 - 50 | 140 | 240
3232P-5T25 - | - |50 280|600 T | T | |7
2525M-6T30 100 | 300 | oo oo o0

Available Grooving Deptht(mm) | 30 | 27 | 256 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 | Under 13




Cut-Off Inserts

v

B TKN/TK" Classification of usage | P. | Carbonsteel/Alloy steel| O o @)
@ :Continious-Light nteruption /st Choce | M| Stainless Steel O (] @) %
() Continuous-Light Iterruption / 2nd Choice = O
@ :Continuous / 1st Choice < sl s L _8
O :Continuous / 2nd Choice N | Non-ferrous Metals [ ) % Is)
© O
Dimension |
) Angle | Cermet Cvcg,med MEﬁfﬁgAT PV&S)?:;“ Carbide f %
o 0 | 10 (ORNS]
Insert Description Slgls g S| 8| e |3
W re 0 © = b3 = © 2] ; Q
A <
Handed Insert shows Right-hand L (&) o o o
TKN 1.6 1.6 0.15 ® 6 O O e | e
2 2.2 0.20 e & & o O o o
24 2.4 0.20 ®e 6 6 o O o o H26
- 3 31 | 025 © o 0 0 C o 0 °
- § 4 41 0.30 ) ® 6 6 o O o o
2 _f 4.8 48 | 0.30 ® O
E ’ 5 51 | 0.30 @ 6 O o o
2 6 6.4 0.35 ® O | O o
8 8.0 0.40 ®@ OO H26
9 9.6 0.45 ® OO
@ - |TKN 1.6-P 1.6 0.20 ® O | O o
g 2-p 22 | 020 | - Olele e/ 0 e @|H%®
= H28
Low Feed 3'P 31 025 O . . O . .
R|IL|R|L|R|L|R|L|R|{L|R|L|R|L
TK%. 1.6 1.6 0.15 e O000e ee .I
o 2 22 | 020 O e |e/e/®CC[0Ce [ee
T . 24 | 24 [ 020 | eeeCCCe oo 5
o s 3 31 | 025 O |el |eeeoO0Ceeee 5
g e = 4 41 | 0.30 O| |e| |e/®/®0|00 ®® Hew | ©
8 5 5.1 0.30 L Jel[e]ie)e; [ J H28 |
- TQ TK% 1.6-P 1.6 0.20 ol |O
== 2-P 22 | 020 | 8 ® (®CC0e |®
+
Low Feed ;fn = 3-P 3.1 | 025 O e e 000 e e
& Cut-Off Tools Recommended Cutting Conditions @ H29
Cutting Range Chipbreaker Advantage
Standard - General cut-off type for feed rates over 0.1mm/rev
General Cut-Off (Without Indication) ’y Superior chip evacuation
: Chipbreaker specially designed for low feed machining on automatic lathes, etc.
Lot (Ol i ? Chips are controlled at feed rate 0.03~0.08mm/rev

¢ Inserts Edge Prep.

Chamfer + Honed Sharp Edge
Faiias]
Edge Prep. ;
; TN9O PR1535
Std. Chipbreaker| 9005 / PR660 PR30 / KW10 -
. TN620/TN90 / CR9025 / PR1535
P-Chipbreaker ; ; PR660 / PRY30 / KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge. \ U
. Set U p (T KN / TKR/L) Releasing Wrench

1. Tap the insert lightly with a plastic hammer to push it into the extent that it can
not be removed by hand. (Fig.1)
(Pull it to the point where it does not fall out when picked up lightly with fingers)
2. Remove the insert with the supplied wrench. (Fig.2)

Plastic Hammer Insert's back end does not contact the toolholder.

Fig.1 How to attach inserts Fig.2 How to detach inserts
@ : Std. Item
O : Check Availability R ]
! Inserts are sold in 10 piece boxes. |
. ' H25
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Cut-Off Blades

M KTKB-SS / KTKB-S

o KTKB KTKBR
] RN N w
o \ 15
O H It — IE: I/
©‘ ) |\ g
150"
— —\ N _
o~ T
T 1
] A
L Fig.2 Fig.3
L L
A 50" 150°
® Blade Dimensions
CutofiDia|  Dimension (mm) Edge Applicable Inserts @ H25 .
Hidtim) _ Applicable
Description | 2 2 P Blocks
Dmax | "H| h | B | L | A | W| 3 ' @ H27
Low Feed Lead Angle Low Feed / Lead Angle
m KTKB 19-1SS (@ | 32 |19 (157 2.4 86 1.2 1.6 Figs| TKN1.6 | TKN1.6-P | TK%16 | Tk%t.e-P |KTKTE 1619
5 |KTKB 26-1SS (@ 35 |26 21.4 24110 1.2 1.6 |Fig3| TKN1.6 | TKN1.6-P TK%1.6 | TK%1e-p KTKTB 1620
3 KTKTB 2032
=== (KTKB 32-1SS |(@| 35 |32 |25|24|150/1.2/1.6 |Fig3| TKN1.6 TKN1.6-P | TK%.1.6 | TK*.1.6-P 32-32
KTKTBF 25-32
32-32
2.2 TKN2 TK.2 R KTKTB 16-19
KTKB 19-2S ® 40 |19 (157 - |86 |1.8 54 TKN2.4 TKN2-P TKR.2.4 TK¥.2-P 20-19
2.2 TKN2 TKY.2
KTKB 26-2S @® 50 1.8 24| TKND 4 TKN2-P TK.0.4 TK¥.2-P
26-3S @® 75 o6 214 - 110 2631 Figl[ TKN3 TKNS3-P TKW.3 TK¥.3-P KTKTB 16-26
26-4S ® 80 ' 3.4(41 TKN4 - TKY.4 - 20-26
4.8 TKN4.8 R
26-5S ® 80 4.2 51 TKN5 - TK.5 -
2.2 TKN2 TK¥Y.2 R
KTKB 32-2S ® 50 2.6 1.8 o4 Fig.2 TKN2.4 TKN2-P TKR.2.4 TK¥.2-P
32-3S @ 100 2.6(3.1 TKN3 TKNS3-P TK%.3 TK¥.3-P KTKTB 20-32
32-4S |@| 100 | 32|25 150/3.4 | 4.1 TKN4 - TK4 - 55.32
) - 48 Figl| TKN4.8 ) ; : 32-32
0 hd 4251 TKN5 K5 KTKTBF 25-32
32-6S ® 120 54(6.4 TKN6 - - - 32-32
KTKB".32-8S @® 120 6.8/8.0| _ TKN8 - - -
3205 |R| 120 | 32 2| - ["978079.6 79[ TN : 5 :
Note) 1. Suffix “-SS” means silver coating.
2. Releasing wrench is “LTK-5"
* Dimension H shows virtual apex distance.
4 How to install toolblock and blade.
@ Correct way @ Incorrect setting of clamp set

I Incorrect setting of clamp set
\
\

Datum Plane

: Datum Plane
‘ ‘ i If the clamp set is mounted backward, a large gap
; ‘ ‘ ‘ ‘ ; ‘ @ will occur between the clamp and the toolblock,

a \ \ | | and the blade may come off during machining. Be

\_M careful when installing the clamp for safety.
Datum Plane

. R

] |

@ Incorrect way

Edge Height

Incorrect Edge Height

@ : Std. Item
R : Std. ltem (Right-hand Only)
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Toolblocks (for Holding Blade)

B KTKTB (Separate type)

= i ﬁﬁ;ﬁhﬁ#\
37 I—ﬁ [ Location of edge T T T
| Bl \ \ i[]
T
?
o B1 B2 L1
B KTKTBF (Separate / Perpendicular type)
©
a & o
© )
[s2]
L1 T
<
Location of edge Ty
T
(8}
T
® Toolblock Dimensions
. . Spare Parts Applicable Blade
Dimension (mm) Clamp Set Screw Wrench Cut-Off Face Grooving
Description c% Separate Type | Integral Type
H1|H2|H3 |H4 | B1|B2|L1|L2 ééé“\ ® H26 ® G99
7
KTKTB 16-19 ® 16 15.5/29.5 KTKB19-0S
20-19 ® 20 4 12| 2 19 34 76| - - BCS-1 | HH5X25 | LW-4 | oo ies
16-26 ® 16|13 15.5/31.5 KTKB26-0S
20-26 ® 20 9 14 2.5 19136 86| - BCS-2 HH6X30 | LW-5 KTKB26-1SS
20-32 ® 2013 19/38 100 BCS-3 KTKB32-0S
KFTB%.0000-4S
25-32 ® 25| 8 |17 /3.5/23 |42 110l | BCs4 HH6X30 | LW-5 EESE/Z-;SOSS KFTBY.0000-58
32-32 @ 325 29 |48 13
KTKTBF  25-32 ® 25|95 25 102/84.5 KTKB32-0S KFTBY.0000-4S
17 13.5——48 - BCS-5 | HH6X30 | LW-5 | KTKB32-1SS
3232 | @ 32|25 32 117/99.5 KTKBf32-05 | KFTBLOOOO-5S
4 How to mount the Toolblock
|3 |Tighten clamp set | \
@ @ @& : L—%ﬂ
) :
| L1

@ : Std. Item

N

| 1 |Mount the toolblock body to toolpostl

| 2 | Install the blade in the toolblock |

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

| cutot {25
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Cut-Off Toolholders (Integral Type)/

B KTKH-S

For General Cut-Off (Self Clamp)

. a
- W w
I
+—— . .
: +4 [\ U
- 2
% L2 0
L1 Fig.1
m
J L2
® N \ w w
I
— o=
E <
L1 %
* Right-hand shown Fig.2
® Toolholder Dimensions
Cut-off Dia. . . Edge Spare Parts
=i (mm) DImEREten () Width(mm) Releasing Wrench | Ref. to Page for
Description Drawing Recommended
R|L|¢Dmax | H=h | H2 | H3 | B | L1 | L2 | W Cutting Conditions
KTKH%.  1010F-2S @ ® 30 10| 5 | 4 | 10 | 80 |18.6
1212H-2S [ 2K} 33 12 4 5 12 |1 100 | 19.8
1612H-2S o 33 16 - 3 12 1100 |19.8| 2.2 Fig.1
1616H-2S o0 33 16 - 3 16 | 100 |19.8| 2.4 |9
2012K-2S o0 38 20 - 4 12 | 125 [22.8
2020K-2S [ X ] 38 20 - 4 20 | 125 |22.8
1612H-3S o 36 16 4 4 12 1100 | 21.7
1616H-3S [ 2N ) 36 16 4 4 16 | 100 |21.7 Fig.1 LTK-5 H29
2012K-3S ( X ] 41 20 - 5 12 | 125 |25.3| 3.1
2020K-3S ( X J 52 20 - 5 20 | 125 |31.0 Fig.2
2525M-3S @@ 53 | 25| - | 5 |25/|150(315 '9.
2012K-4S o0 44 20 - 5 12 | 125 |26.3 Fig.1
2020K-4S " 3K ) 62 20 - 5 20 | 125 (35.0| 4.1 Fig.2
2525M-4S @@ 68 | 25| - | 5 | 25 150(38.0 '9.
2525M-5S [ JK J 79 25 - 5 25 | 150 | 43.5 |485.1| Fig.2
KTKH*.  2020K-3T17S 0 35 20 - 5 20 | 125 |21.8 31
2525M-3T22S o0 45 25 - 5 25 | 150 (26.8| Fig1 LTK-5 H29
2020K-4T22S ( X ] 45 20 - 5 20 | 125 | 26.8 41 9
2525M-4T22S [ X ) 45 25 - 5 25 | 150 (26.8|
® Applicable Inserts ¢ Application Example of Cut-Off
Ref. to Page ®H25 1. Cut-Off after Chamfering

Toolholder Description

Insert

e

v

Low Feed

=

Lead Angle

o

Low Feed / Lead Angle

TKN2

TK%.2

R, R,
KTKHY. ...-2... TKN2.4 TKN2-P TKY.2 4 TK.2-P
KTKH. ...-3... TKN3 TKN3-P TKW.3 TK%.3-P
KTKHY. ...-4... TKN4 - TK%.4 -

TKN4.8
KTKH. ...-5... TKN5 - TK.5 -

(1)Groovmg (2)(3 )Chamferlng (4) Cut-Off

2. Wide Grooving

(1)~(5) Groove Widening

(6) Longitudinal Finishing

(Value of “ap” shall be under the value of Corner—
i 3#

(In order to prevent both corners’ unequal wear)

ek

@ : Std. Item



Recommended Cutting Conditions

v

B Recommended Cutting Conditions (in case of using TKF12/ 16 type inserts)

Recommended Insert Grades TKF12 TKF16
(Cutting Speed Vc: m/min) Edge Width W (mm) Edge Width W (mm) g
. . (0]
Workpiece Material | \eacoaT NANO | MEgACOAT | PV Coated | DLCCaated | o iie | 05 | 07 | 10 | 125 | 15 | 20 | 15 | 20 |E
Carbide Carbide CGC)
PR1425|PR1535|PR1225/ PR1025|PDL025| KW10 f (mm/rev) f (mm/rev)
* % e
¥ 0.01-004 001004 | 001-004 | 002007 | 002007
Carbon Steel 70~170 | 70~150 | 70~150 001-002 | 001-003 | 201094 | o194 | 0010 0 { .
(50-140)| (50-120) | (50~120) | 60130 (001~ 0.05) 0e~01 | pe~0y) | po~on | 0o2~1)
Alloy Steel 7o~*17o 70?250 70E§50 ot 001-002 | 001-003 | D01-004 | 1004 | 00004 | 001004 1 002-007 | 002-07
(50-140) | (50-120) | (50-120) | 80130 (001~ 0.05) 0e~0 | pe~0y) | po~on | 0o~)
bAe * A €
, ¥ 0.01-0.02 001002 | 001-002 | 001-004 | 001004 | &
Stainless Steel 60~140 | 60~120 | 60~120 0005-0015 | 001002 | 091002 | g1 ggp | 001 - - o 5
(40-120)| (40-100) | 40-100) | 50100 (001 ~0.0) (001~008) | (001 ~005) | (oot~00) | (o01~008) g
Cast Iron 503200 001003 | 001004 | 001-005 | 0.01-0.05 | 001-005 | 0.01-005 | 0.02-008 | 0.02-008
) * *
Aluminum 200500 | 200450 | 001003 | 001-004 | 001005 | 001-005 | 001005 | 001-005 | 002-008 | 002-008
*
Brass (o000 | 001-003 | 001-004 | 001-006 | 001-006 | 001-006 | 001-006 | 002-01 | 002:01

‘*( ): Tough edge type (TKF..T..) ‘

B Recommended Cutting Conditions (in case of using GMM-MT, GMM-TK, GMM-NB type inserts)

% : 1st Recommendation v¢: 2nd Recommendation

Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width W (mm) $

Workpiece Material | Cermet | CCseiCatiée | PVD Coated Carbide Carbide 1.5 20/25 ‘ 3.0 ‘ 4.0 ‘ E m
- | CR9025 | PRO15 | PR930 | KW10 f (mm/rev) g 1

Carbon Steel - a0 a0 | s0 X0 | 60 a0 0.01~0.04 | 0.02~0.15 | 0.03~0.20 | 0.08~0.30 E
Alloy Steel e N o P 0.01~0.04 | 0.02~0.15 | 0.03~0.20 | 0.08~0.30 ©
Stainless Steel - e a0 50X | 50520 0.01~0.03 | 0.02~0.10 | 0.03~0.15 | 0.08~0.25 £ T
Cast Iron - - ; 5000 | 0.01-0.05 | 0.05-0.12 | 0.10-0.25 | 0.10~030 8
Aluminum - - ; | pooraso | 0.01-0.05 | 0.05-0.10 | 0.05-0.20 | 0.05-0.25
Brass - - - | oora00 | 0.01-0.05 | 0.05-0.10 | 0.05-0.15 | 0.05-0.20

- When machining Steel and Stainless Steel by Insert of PR930, decrease the Feed Rate by 20%.

% : 1st Recommendation Y¢: 2nd Recommendation

B Recommended Cutting Conditions (in case of using TKN, TK% type inserts)

Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width W (mm) 2
Workpiece Material Cermet (VD Coated Cattde MEﬁ:ﬁgAT PVD Coated Carbide | Carbide 1.6 ‘2.2/2.4‘ 3.1 4.1 ‘4.8~9.6 é
TN620 | TN9O | CR9025 | PR1535 PR660 | PR930 | KW10 f (mm/rev) &
Carbon Steel 60500 1120200 | 80580 | 60550 | 60530 | 60530 | - | 002008 | 004016 | 006-025 | 008-030 | 016-040
Aloy Steel 60560 1100160 | 70550 | 60-550 | 60130 | 6ota0 | - | 002-008 | 004018 | 006-025 | 008-030 | 015040
Stainless Steel s0-550 | 802550 | 60540 | 50520 | 50520 | 60ta0 | - | 002006 | 004012 | 006-018 | 008-025 | 0.10-030 E
Cast Iron : - ; - . | oo | 002008 | 005012 | 010-025 | 010-030 | 015038 8
Aluminum - - ; - . - 00450 | 002010 | 006-010 | 006-020 | 006-025 | 0.10-025
Brass ; . . . . ~ 00200 | 002010 | 005-010 | 006-015 | 005-020 | 0.10-025

% : 1st Recommendation Y¢: 2nd Recommendation

B Recommended Cutting Conditions (in case of using GMM-TMR type inserts)

Workpiece Material Vc (m/min) f (mm/rev) Remarks
Carbon Steel 60~200
Alloy Steel 60~150 0.08~0.18 | Coolant
Stainless Steel 50~140

H29
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Alternative Toolholder Reference Table for Cut-off Toolholder Vs

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

Conventional Toolholder

Alternative Toolholder

Spare Parts
()
Overall | Clamp Screw Wrench Overall o
o
Description length Description length | Remarks | o
(o) E) K fm) 3
KTKFY. 1010K-12 125 KTKF%.  1010JX-12 120
KTKF%. 1212M-12 150 KTKF%.  1212JX-12 120
KTKFY. 1616M-12 150 KTKFY. 1616JX-12 120
KTKFY. 1010K-16 105 | SBASSOTRWN | LTW-10S KTKF7. 1010JX-16 120 H8
KTKFY. 1212M-16 150 KTKF%.  1212JX-16 120
KTKF%. 1616M-16 150 KTKF?. 1616JX-16 120
KGM%.  0810K-1.5-125 125 - - No replacement
KGM%.  1010K-1.5-125 125 | SE-40120TR LTW-15S8 KGM"%.  1010JX-1.5 120
KGM%.  1212M-1.5-150 150 KGMY.  1212JX-1.5 120
KGM%.  0810K-2-125 125 - - No replacement
KGM%.  1010K-2-125 125 | SE-40120TR LTW-158 KGM%.  1010JX-2 120
KGM%.  1212M-2-150 150 KGM.  1212JX-2 120 H22
KGM?.  1616M-2-150 150 | SE-50125TR LTW-20 KGM".  1616JX-2 120
KGM™L 1010K-2.5-125 125 KGM"L 1010JX-2.5 120
KGM%.  1212M-2.5-150 150 SE-40120TR LTW-15S KGM%.  1212JX-2.5 120
KGM".  1616M-2.5-150 150 | SE-50125TR LTW-20 KGMY.  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.
M Alternative Toolholder Reference Table for Cut-off Toolholder (KTKH-B / KTKH-S)
Conventional Toolholder Alternative Toolholder
Spare Parts
Releasi ()
eieasing Clamp Screw Wrench o
D ipti Cut-off__Arench Description e Remarks <
escription X . o
P Dia. @) P Dia. =
v '45
E -
KTKH. 0808K-1.6-125B 610 = - | Noreplacement
KTKH". 1010K-1.6-125B $20 KGM%.  1010JX-1.5 $20
KTKHY. 1212M-1.6-150B $25 SE-40120TR FT-15 KGM%.  1212JX-1.5 025
KTKH. 1414M-1.6-150B | 626 - - | Noreplacement
KTKH%. 1010K-2-125B $20 KGMY.  1010JX-2 620
KTKHY. 1212M-2-150B 025 SE-40120TR FT5 ko 12120%-2 025 Hoo
KTKH". 1616M-2-150B $32 KGM%.  1616JX-2 032
KTKH?. 1616M-3-150B 632 ’ SE-50125TR LTW-20 KGM%.  1616JX-3 032
KTKHR 1010K-2-125S $30 KGMR  1010JX-2 20 | Processing dia.is small
KTKHY. 1212M-2-150S $30 LTK-5 KGM.  1212JX-2 25 |Processing dia. s small
KTKH%.  1616M-2-150S $36 KGM%. ~ 1616JX-2 $32 | Processing dia. is small.
KTKH?Y. 1616M-3-150S $45 KGM%.  1616JX-3 32 |Processing dia. s small

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