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Introduction

Product lineup

KTKF (@H9, H10, H12) | KTKF-J(TM KTKF-S (@H18)
For small diameter £
cut-off =
(automatic lathes) £
CUTDIA ) = :
~g16mm CUTDIA: ~ 05, 08, 012, 016 CUTDIA: ~ 05, 08, 012, 016 2 | CUTDIA: ~ 05, 08, 012, 016
(W:0.5~2.0mm (W:0.5~2.0mm (W:0.5~2.0mm
(@4 (@®H28) | KGZ-I(TM Kezs (®H29)
K6z ] £
(Top dlamp) I = -
CUTDIA 1 _E-"
~g51mm g f
CUTDIA: ~ 024, 032 == | CUTDIA: ~ 024
W:13~3.0mm W:2.0~3.0mm W:13~3.0mm
KGD (@ H34, H40) | KGD-JCTM (for automatic lathes) KaD-S (@H41) | KeD-IT (@H43) KaDS (®H36)
— (@ H39) =
KGD o == ) _ 7 %
(Top clamp) — ] %
CUTDIA f © 1 E_
~g5Tmm | 2
CUTDIA: ~ 024, 632 2 | CUTDIA: ~ 024
W:13~4.0 mm (W:2.0~4.0mm (W:2.0~4.0mm (W:3.0~40 mm W:13~3.0mm
KPK KPKH(-JCT) (®H67, H68) KPKB(-JCT) (®H60, H61)
(1-edge) Toolholder Type Blade type
«wmA | - CUTDIA
CUTDIA tH
835 ~ 079 932 ~ 0120
~ @120
W:2.0~5.0mm
KTKH-S (@H73)
KTKB
KTKH Toolholder Type < Blade type
(1-edge) CUTDIA @ ' 0 CUTDIA
CUTDIA 030 ~ 079 032 ~ 0120 0
~ 9120 - o
W:22~51mm (W:1.6~9.6mm
Cut-off tools
Series name Shape Advantage Applications
For small 1) Insert clamp is side screw type from lateral side 1) For cut-off and grooving of small workpieces
diameter 2) 2-edge insert 2) For automatic lathe, small machine
3) Max. Cut-off Dia. : 016
cut-off
1) Insert is clamped from top side ;) m (}?ip:reali(er «»ffor (“t'offff e
2) 1-edge and 2-edge inserts available ) PH chipbrealer - fg: ;l:tt);)?lin(g igh feed ate)
KGD _ 3) Integral type and separate type are available 3) PG chipbreaker - for cut-off (for automatic lathe),
4) Max. Cut-off Dia. - 650 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) Stable machining with sturdy clamp design 1) For cut-off and grooving of small workpieces
KGZ - Easy insert management 2) For automatic lathe, small machine
# 2) 1-edge and 2-edge inserts available
3) Max. Cut-off Dia. : 051
1) Self-clamping System that Opens and Closes 1) For cut-off and deep grooving
the Contact Surface with a Wrench 2) PM Chipbreaker -~ General Purpose
» 2)T-edge insert PH Chipbreaker - - For Tough Edge / High Feed Rate
KPK 11 3) Molded Chipbreaker
i 4) Blade Type
.5: JCT Type for High-pressure
Coolant (Internal Coolant) is Available
5) Max. Cut-off Dia. : 100
1) Self-Clamping System 1) For cut-off and deep grooving
Tap the insert lightly with a plastic hammer 2) Standard chipbreaker is general cut-off type
KTKB tosetit in the pocket Feed rate : 0.1mm/rev or over P
KTKH 2) 1-edge insert
3) Blade type and Integral Shank type P Chipbreaker is for cut-off at low feed rates -
4) Max. Cut-off Dia.: 6120 Feed rate : 0.03~0.08mm/rev y
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Introduction

Tool selection

Forsmalldameter cutoff KGD KGZ KPK KTKB/KTKH
1. Insert's edge number ) ) ) v v
1-edge insert--For larger dia. workpiece (max. 120)
2-edge insert--For smaller dia. workpiece
° Cost per corner is redF:Jced 4 v v ) )
T 2. Use a neutral angle insert if there is no limit to the finished shape. T-II-(KFFNSB GGI?I\,XIS GDz PKM TKN
3. Insert with lead angle is recommended to prevent remaining boss. TKF..DR (G(-gg:/;) GZ(%/FGJ%R/L (%'\::;zL) ((-DHEZL "
4. If you want to make the remaining boss smaller when machining
small or thin parts, use sharp corner and lead angle insert. TKF..DR ) ) ) )
5. Use the minimum width insert suitable for the machining. v v v v v
1. Use a suitable toolholder (blade) for the workpiece dia. v v v v v
Toolholder 2 Use @ more rigid toolholder (blade). N4 v v N4 v
3. Use a back clamp toolholder if there is no space for v B B ) B
clamping tools from top side (automatic lathe).

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
(Neutral) (Right-hand) (Left-hand)

Right-hand (R)
Lead angle

Neutral

Hand of lead angle

[ ] )
\/ﬁ ik

Angled insert can reduce the burr size when cutting off.
When using a larger lead angle , cutting force becomes smaller,
but the feed rate should be reduced.

Example: Solid workpiece

Example: Hollow workpiece (Pipe)

Caution

Fig.1

1. For PKM, PKM-i, TKN and TK%., set the cutting edge height 0.1~0.2 mm above the center height (Fig. 3)
For other toolholders, set the cutting edge to the center height.

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

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.

Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage.
Do not rework the insert and toolholder (blade) to prevent damage.
Clean the insert pocket well with compressed air when replacing insert.

1

Sharp corner

Cutting edge height

X

'
1
|
1
|
|
|
'
|
I
1

Fig.2

/ Bigger boss : >

Lead angle

Workpiece

P

Fig. 3 (PKM, PKM-/L, TKN, TK%L)
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Small dia. cut-off ~@51

Small shank

KPKH / KTKH-S KGD / KGD-JCTM KGz KTKF KGDS / KGZS KTKF-S
CUTDIA: ~p45 CUTDIA: ~@51 CUTDIA: ~g51 CUTDIA: ~016 CUTDIA: ~024 CUTDIA: ~16
Shank:[120~25 (KPKH) Shank: (110~25 Shank: [110~25 Shank: [110~25 Shank: 116 Shank: [110~12

[710~25 (KTKH-S) |  [CW:1.3~4.0 (W:1.3~3.0 (W:0.5~2.0 W:1.3~3.0 (W:0.5~2.0
(W:3.0~4.0 (KPKH) Top clamp Top clamp Lateral side clamp Top clamp Lateral side clamp
2.2~4.1 (KTKH-S) ®H34 ® H28 ® H9, H10, H12, H15 ® H29 ® H18
Self damp H39 H36
@He7 \
H68
H73 ForkGz For KTKF / KTKF-S
2-edge
\s,
Low feed Medium feed High feed )
PF chipbreaker PM chipbreaker PH chipbreaker Low cutting force
Low cutting force
PG chipbreaker
For KGD
For KPKH y .
PM chipbreaker PH chipbreaker
for general cut-off Tough edge -
Sharp cutting Low feed Medium feed
N PG chipbreaker PF chipbreaker PQ chipbreaker
ForkTkiks o 3";/
Chipbreaker for Chipbreaker for
general cut-off low feed cut-off
"
. iy
KTKH-S KGZ KTKF
(Self clamp) (Top clamp) (Lateral side clamp)
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Introduction

General cut-off ~¢120

h_

Integral type Separate type Integral type

KGD / KGD-JCT KGD-S KGM-T
CUTDIA: ~@50 CUTDIA: ~850 CUTDIA: ~060
Shank: 116/ 20~25 Shank:[120~32 Shank: [116~32
(W:2.0/3.0~4.0 (W:2.0~4.0 (W:2.0~6.0
Top clamp Top clamp Top clamp

Blade +Toolblock Integral type ® H4o, H43‘ @ H41 ’—‘ @ H52
KPKB / KTKB KPKH / KTKH-S
2-edge
CUTDIA: ~8120 CUTDIA: ~079 Good chip control 2-edge ._._»::-53‘:'--

Toolblock:[116~32
(W: 1.6~6.0 (KPKB)

Shank:[120~25
(W: 2.0~5.0 (KPKH)

1.6~9.6 (KTKB) 3.1~5.1 (KTKH-S) PM chipbreaker Chipbreaker for sharp
Self clamp Self clamp 1-edge ctting
Good chip control
‘ @ H60, H61, H72 @ H67,Hes, H73 | PO N
‘ 2-edge N
For KPKB / KPKH PM chipbreaker -
2-edge .
ﬁ) High feed rate (hlpr‘E?l.(el' for
/ stability
PM chipbreaker PH chipbreaker
for general cut-off Tough edge PH chipbreaker
- 1-edge
1-edge
For KTKB / KTKH-S . High feed rate "
- q
"5 Chipbreaker for
PH chipbreaker stability
Chipbreaker for Chipbreaker for low feed
general cut-off cut-off
Blide S te t Integral t;
eparate type ntegral type
Toolblock P P gral typ
-
NS
| 4
KPKB KTKB KGD-S KTKH-S KGD / KGD-JCT KGM-T
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Small diameter cut-off KTKF type

TKF12
Stinlesstedd [ [ofe[o] | M |
Dimension (mm) Anogle Tolerance (mm)|  Carbide
. 0 Applicable
5 = P |- toolholder
Insert Description < < o | ow @ H9, H10
S| W [ S | DI | RE|[ W1 | E |PSIRR[ w|wimin|o|  H12,H15
= min. | max. 8|} RS2
S22Elgl H18
TKF12R  050-S 0.5 5 oleoele
070-5 07 8 CICH ) miﬁg\(
100-S 1 1 eeo0ie o
125 1.25 1 eleeoe KTKFR125A
5 150-S 15 1 eeeee .G
hagps 200-S 2 12 IO H IO
ST 2 87 | 5 [003] 3 0 |-003]|+003
TKF12L  050-S 0.5 5 o oole
070-5 0.7 8 o e:®|® KIKFL.-12
100-S 1 1 ele ei®|® KIKFL-12)(TM
125-5 125 1 o oo KTKFL...-125A
150-5 15 1 ele e @@ KIKFL.-1258
200-S 2 12 o0 0.0 0
KTKFR...-12
TKFI2R  100-T 1 L3 ) KTKFR...-12-Y
I 150-T 15 oo KTKFR-12JCTM
. 200-T 2 LY ) KTKFR...-125A
9 2 87 | 5 [008] 3 [ 12| 0 [-003[+003 KTKFR... 1258
S THF2L 1007 1 coof | (T
o 15 coe KTKFL-12)CTM
e 3 et KTKFL...-125A
KTKFL...-125B
TKFI2R  050-5-16DR 0.5 5 B0
070-5-160R 07 8 eoolel HIT
100-S-16DR 1 12 eeeee o
125-5-16DR 1.25 1 elooe KTKFR..125A
150-S-16DR 15 1 eeeoe o
200-5-16DR 2 12 0000
2 87 | 5 [003] 3 16 [-0.03 [+0.03
TKF12L  050-S-16DR 0.5 5 oeole
070-5-16DR 0.7 8 ® e|®| KIKFL.-12
100-S-16DR 1 1 ele e ®|® KIKiL-12(TM
125-5-16DR 1.25 1 o oo KTKFL...-125A
150-S-16DR 15 1 ele @@ @ KK -1258
200-5-16DR 2 12 o eeole
KTKFR...-12
TKF12R  100-T-16DR 1 L3 KTKFR...-12-Y
150-T-16DR 15 LY KTKFR-12JCTM
200-T-16DR 2 L3N KTKFR...-125A
2 87 | 5 |008] 3 | 12| 16 |-0.03|+003 KTKFR... 1258
TKFI2L 100160 1 cool | KIS
Tough edge 150-T-16DR 15 o 00
i 5 . KTKFL...-125A
KTKFL...-125B
TKFI2R  050-NB 0.5 5 e ®(®| KIKR.-12
070-NB 07 8 ®:®|®| KIKFR..-12-Y
100-NB 1 12 @ @@ KIKFR-12(TM
150-NB 15 12 ® @@ KIKFR..-125A
200-NB 2 1 ®:®|®| KIKFR.-125B
2 87| 5 | 0| 3 0 |-003]|+003
, TKF12L  050-NB 05 5 ooe .
070-NB 0.7 8 oo
KTKFL-12)CTM
100-NB 1 12 o0
150-NB 15 12 oeo0
200-NB 2 1 30

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H11 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1 mm from the center.
Right-hand shown

@ : Standard item
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Small diameter cut-off KTKF type

TKF12
Sanlesssted [0 | _m___|
Dimension (mm) A"f"e Tolerance (mm)| Carbide
. 0 Applicable
S PVD | - toolholder
Insert Description < < o | ow @ H9, H10
S| W [ S | DI | RE|[ Wl | E |PSIRR[ il H12, H15
= min. | max. (RS2
2i= s H18
TKF12R  050-NB-20DR 0.5 5 ® ®(® KIKR..-12
070-NB-20DR 0.7 8 ® ®(® KIKFR..-12-Y
100-NB-20DR 1 12 ®:®|® KIKFR-12J(TM
150-NB-20DR 15 12 ®:®|® KITKFR..-125A
200-NB-20DR ) 2 57 | s 0 3 12 2 |-003 003 ®:®|® KIKFR..-1258
TKFI2L 050-NB-200R 05 | © 5 B A O
070-NB-20DR 0.7 8 00 KTKFL:.1.2JCTM
100-NB-20DR 1 12 oo 0 KTKFL.-125A
150-NB-20DR 15 12 o0 0 KTKFL."—1ZSB
200-NB-20DR 2 12 ()

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H11 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1 mm from the center.
Right-hand shown

Inserts identification system

Cut-Off %

Table 1
Insert hand e Toolholder | Right-hand Toolholder | Left-hand
R [ Right-hand ki
U | Lefthand R | Right-hand Insert | Right-hand Insert | Left-hand
“ Leadangle | Right-hand Leadangle | Right-hand
m Edge width ‘ Name of chipbreaker Le(anSlaRnR%le >> T :
S S-chipbreaker (Front cutting
Thi edge angle)
T (touéhedge)
NB | Without chipbreaker
Descriptions of chipbreaker edge shape
Chipbreaks
Iphreater S chipbreaker T chipbreaker (Tough edge) NB (Without chipbreaker)
Edge shape GAN Description GAN Description GAN Description
150 | TKF12...-S
GAN e | TKFI6..S e | TR o | TKE-otB
TKF16...-S-16DR TKF...-T-16DR TKF...-NB-20DR
25° | TKF12...-5-16DR

@ : Standard item
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Small diameter cut-off KTKF type

TKF16
Stinlesssteel [ ole[o] [ M|
Dimension (mm) A'(Lg)le Tolerance (mm)|  Carbide

P g Applicable

Insert Description :’g - a | an 5| P (.Dtof-:hgd(::: ;
3 o r
S| W | s |01 | RE W B PSR L alq e ale i
Slex g2

KTKFR...-16
TKF16R  150-S 15 ele e @@ KIKR-16)TM
y : 200-S 2 o0 ® @@ KIKR.-165A
p = ";& - _ KTKFR...-165B

/ 2 95| 5 (005 4 | 16 | 0 [-003[+003 KL 6
TKF16L  150-S 15 oo @ @@ KIKFL-16)(TM
200- 2 oo @ @@ KIKFL..-165
KTKFL...-165B

KTKFR...-16
TKF16R  150-T 15 oo KTKFR-16JCTM
p 200-T 2 oo KTKFR...-165A
p KTKFR...- 1658

y 2 95| 5 [008] 4 | 16 | 0 [-0.03[+0.03 KL 6
TKF16L  150-T 15 O KTKFL-16JCTM
i 200-T 2 LY ) KTKFL...-165A
. KTKFL...-165B

o KTKFR...-16
5 TKF16R  150-S-16DR 15 oo @ @@ KIKR-16)TM
v 200-5-16DR 2 oo @ @@ KIKFR.-165A
KTKFR...-1658

, 2 95 | 5 |00s| 4 | 16 | 16 |-003|+003 PERET
TKF16L  150-S-16DR 15 oo @ @@ KIKFL-16)(TM
200-5-16DR 2 oo @ @@ KIKFL..-165
KTKFL...-165B

KTKFR...-16
TKF16R  150-T-16DR 15 oo KTKFR-16JCTM
200-T-16DR 2 T ) KTKFR...-165A
KTKFR...-165B

, 2 95| 5 [008] 4 | 16 | 16 |-0.03|+0.03 (KL 16
TKF16L  150-T-16DR 15 T ) KTKFL-16JCTM
200-T-16DR 2 0o KTKFL...-165A
KTKFL...-165B

KTKFR...-16
TKF16R  150-NB 15 ® @@ KIKFR-16TM
200-NB 2 ®: @@ KIKFR..-165A
2 951 5 | 0o | 4 [ 16| 0 [-003[+003 KTKFR..-165B

: ad KTKFL.-16
TKF16L  150-NB 15 ® @@ KIKFL-16/CTM
200-NB 2 ® @@ KIKFL.-165A
KTKFL...-165B

KTKFR...-16
TKF16R  150-NB-20DR 15 ®: @@ KIKFR-16)(TM
200-NB-20DR 2 ® @@ KIKFR..-165A
' KTKFR...- 1658

y 2 95 | 5 0 4 | 16 | 20 |-0.03|+0.03 KTKEL 16
TKF16L  150-NB-20DR 15 ® @@ KIKFL-16/CTM
Without Chipbreaker 200-NB-20DR 2 ® @@ KIKFL.-165A
KTKFL...-165B

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H11 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1 mm from the center.
Right-hand shown

@ : Standard item
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Small diameter cut-off KTKF type

CD: [€))
-
s L = -
1 1
K T% =
e 20 s

HF

@& | @& <Na K

D KTKF?.2020.. LH ~ tE
,E/I- KTKF%1010JX-.
Fig.1
' CDX
| —
)
" o
1 ;
2 & 1
@
% T
LF
Fig. 2

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

Cut-Off %

Toolholder dimensions

Spare parts
Ava.|lab|— Dimension (mm)
lity Screw Wrench roolicble inset
. = pplicable inserts
Description 2 @ H6~H8
@)
R|L|S|H|B|[LH|HF|LF|WF ‘é
KTKF?%. ~ 1010)X-12 [ JK] 10 {10 | 15 | 10 |120] 10
1212F-12 (2K 85
1212 12— 12
1212)X-12 [ BN ) 6 L T SB- 10 TKF12%....
1616JX-12 o0 16|16 | - [ 16 [120] 16 | 4590TRWN
2020JX-12 [ JK] 20 | 20 20 20
2525M-12 ® 25|25 25150{ 30| 2 TKF12R...
KTKF?%.  1010)X-16 (K 10 {10 |20 | 10 |120] 10
1212F-16 o0 85
1212 12— 12
1212)X-16 (K 8 L L] SB- F-10 TKF16%1...
1616JX-16 (K] 16 {16 | - [ 16120 16 | 4590TRWN
2020JX-16 (K 20| 20 20 20
2525M-16 [ 25(25 251150{ 30| 2 TKF16R...
(DX shows the distance from the toolholder to the cutting edge. Recommended cutting conditions @ H19

See H6 to H8 for the actual cut-off diameter.

@ : Standard item

H9



Small diameter cut-off KTKF type

KTKF (Goose-neck holder)

— sl | %

. Q - LF o
KTKFL1620JX-12

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

Toolholder dimensions

Spare parts
:':E Dimension (mm)
= Screw Wrench o
- = Applicable inserts
Description @ H6, H7
ay
S| H|B|HF|LF|WF \é
kL 21602 lof [afwslul Tel s | L
t'o: 1620JX-12 [J 16 (20 | 16 20 | 4590TRWN
% (DX shows the distance from the toolholder to the cutting edge. Recommended cutting conditions @ H19
W) See H6 to H7 for the actual cut-off diameter.

@ : Standard item

H10



Small diameter cut-off KTKF type

HOW tO Use Main spindle

1) When using main spindle only
Maximum cutting diameter is CUTDIA (Fig.1).

=
Even if the cutting edge runs beyond the center line (Fig.2), - g -
the insert does not contact the workpiece, since the workpiece falls off. =
(The clearance between the insert and the workpiece is 0.2 mm)
Fig.1 Fig.2

(When the edge is at the center) (When the edge is Tmm beyond the center)

2) When using both main and sub spindles Main spindle

In this case, when the cutting edge runs beyond the center line, the insert will contact Sub spindle

the workpiece, since the workpiece does not fall off. >4
Therefore the programmed distance beyond the center must be considered. _ g
e.g.) When the cutting edge is programmed to run Tmm beyond the center. i
Workpiece maximum, CUTDIA2 (Fig.4) = [CUTDIA —1 mm X 2] (mm) B b
(The clearance between the insert and the workpiece is 0.2 mm)
Fig.3 Fig.4
(When the edge is at the center) (When the edge is Tmm beyond the center)
[l
How to select edge preparation 5
o
Troubleshooting 3
Countermeasures
Lead angle (PSIRR) Edge width Name of chipbreaker
Neutral (0°) Yes Narrower Wider S T NB
Problems Countermeasures
Insert fracture Insert fracture prevention Effective Effective Effective Effective
Long cutting time Cutting time reduction Effective Effective Effective Effective
Entangled chips AT iy Effective Effective Effective
entanglement
Large boss remain Small boss remain Effective Effective Effective
Ring remain Pr_evennon_of Effective Effective Effective
(Hollow workpiece) ring remain
Deformatllon of!lollow Preventing deformation Effective Effective Effective
workpiece (pipe)
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Small diameter cut-off

KTKF type

KTKF (Y-axis toolholder)

CDX

HBKW ‘

I

oS

LF

sl Kl

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

Toolholder dimensions
Spare parts
=
:':E Dimension (mm)
S Screw Wrench
o = Applicable inserts
Description @ H6, H7
_ D
§HBLHHF§LFWF ﬁ
KTKFR  1216JX-12-Y [ ] 12 20(12]15 SB-
—1 6 —116 120| 16 FT-10 TKF12R...
5 16168-12-Y o [w6]| "[5]6]m 4590TRWN
g (DX shows the distance from the toolholder to the cutting edge. Recommended cutting conditions @ H19
] See H6 to H7 for the actual cut-off diameter.

@ : Standard item
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Small diameter cut-off KTKF type

Precautions for using Y-axis toolholder
Do not use Y-axis toolholders side by side to prevent interference. (Only two Y-axis holder can be used at the same time)

With interference

Without interference

Standard toolholders may be mounted between two Y-axis toolholders

When changing the tool, set the retracted position with reference to the cutting edge of the Y-axis holder. (When exchanging from tool B to D)

oy
=
Q
3

Release the tool turret with reference to the overhang amount of the Y-axis toolholder ‘ Tool Turret Direction
Note that using other toolholders together will result in dierent outside diameters (Unit: mm)
Y-axis toolholder Overhang amount
overhang SENPES lllouside uting damete o] L b = =
£ Z H Z A Without Without Without
é E § % restriction restriction restriction
20 B 13.0 13.0 13.0
C Without Without Without
restriction restriction restriction
Without
2 5 A 380 58.0 o
3 § restriction
25 B 14.9 13.6 13.0
Without
C 450 60.0 nou
restriction

H13



Small diameter cut-off KTKF type
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Direct coolant cut-off toolholders for automatic lathe

KTKF-JCTM

Finely breaks chips into small pieces. Superior chip control performance when machining difficult-to-cut

material and stainless steel. Superior cooling action improves tool life.

Superior chip control performance

Discharges coolant in two directions toward rake surface of insert. Finely breaks chips into small pieces.

Coolant discharge structure comparison

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

KTKF-JCTM Competitor A
Chip control comparison (Internal evaluation) Coolant flow rate comparison (intermal evaluation)
SUS304 TAB6400 (Ti-6Al-4V) 150
f f 0.01 0.02
(mm/rev) 0.01 0.02 0.03 (mmirev) 0.03 125
g
2 '™ Fiow Rate
v — - e Sl ]
~ pe. . - S 7
&
B3
S 50
; o
| —-—— % — JS‘J u‘!.:
- . r
. ey ;) »
i a Y
0
Cutting conditions: Vc = 80 m/min, Wet (Oil-based) lubricating pressure: 1.5 MPa (Internal) KTKF  Competitor A
Workpiece: 12 mm Lubricating Pressure : 1.5 MPa (Internal)

WA Superior cooling action improves tool life

Coolant is directed from the flank face of the insert as well
An ample supply of coolant to the tool edge area helps to further
suppresse insert wear

Wear resistance comparison (Internal evaluation)

0.14
012 | M KTKF-JCTM

0.10 [ Competitor A
0.08
0.06

0.04

Amount of Wear (mm)

0.02

0 10 20 30 40 50 60 70
Cutting Time (min)

Cutting conditions: Vc = 100 m/min, f = 0.02 mm/rev, Wet (Oil-based)
Lubricating Pressure: 1.5 MPa(Internal) Workpiece material: TAB6400 (Ti-6Al-4V) 12
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Small diameter cut-off KTKF type

KTKFR-JCTM (Coolant-through holders / Right-hand(R))

*Rc1/8 Rcl1/8 Rc1/8
VA r—

[] T 1
1 b
b e s
F-—[T¢

KTKFR1218JX...

Right-hand shown | Right-hand Insert for Right-hand Toolholder. | KTKFR12-JCTM : 2-Rc1/8

Toolholder dimensions

Spare parts
=
E Dimension (mm) ©
= = Plug Plug Screw Wrench .
Descrintion = = Applicable inserts
p! § ® H6~H8
NIE@)
ER =N = = % v
éHBLHgggHFgLFLNWF g&\é
KTKFR  1218JX-12JCTM [J 12(18]20| 19|54 - [12]20 28|12
1625)X-12)CTM 775 16 23 16 120 16 | Yes GP-1 HSSKALP 5B- FT-10 TKF12R =
—— 25|23 744|651 - 40 — 4590TRWN
2025)X-12)CTM [ 20 27 20 20 - +
KIKFR  1625)T61CTM o 9.6 16 25|23 = 44| 65 16 120 401 Yes GP-1 HS5X4LP oB- FT-10 TKF16R o'
— X — — — - - = e +
2025)X-16JCTM [J 20 27 20 41120 4590TRWN 6
(DX shows the distance from the toolholder to the cutting edge. Recommended cutting conditions @& H19
See H6 to H8 for the actual cut-off diameter.
KTKFL-JCTM (Coolant-through holders / Left-hand(L))
- T S s B =
T e [T
RN i i e S
Ty T
Rc1/8 Rc1/8 \Rc1/8
MHD2
] MHD ‘
N — 1 S N z
o |85 (%) R 40| 8
< [N <7
M5 M5
LF
Left-hand shown | Left-hand Insert for Left-hand Toolholder.
Toolholder dimensions
Spare parts
E Dimension (mm) ©
[ = Plug Plug Screw Wrench o
Descriotion = ; Applicable inserts
/ - @ H6~H8
=
> == =} S % V
LS| H|B|H|S|S|Z|HF|LF|N[WF g& ‘é’
KIRL— T623012iTv 1075 o | 23 P aa |65 oo a0 o ves| ey [P S FI-10 TKF12L
2025)X-12JCTM ®| |2 27 20 20 - 4590TRWN
KTKFL ~ 1625JX-16JCTM [ 16 23 16 40116 -
—96—25|23 (44|65 —120 Yes GP-1 HS5X4LP B FT-10 TKF16L...
2025)X-16JCTM ° 20 27 20 41120 4590TRWN

(DX shows the distance from the toolholder to the cutting edge.

Recommended cutting conditions @ H19

See H6 to H8 for the actual cut-off diameter.

@ : Standard item
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Small diameter cut-off KTKF type

Coolant pipe parts

Pipe parts will be required separately if internal coolant is used.

Without coupling (Pump pressure: Up to 20 MPa) With coupling (Pump pressure: Up to 7.5 MPa)

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

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

Combination part description (Example) Combination part description (Example)
Spare parts Description Spare parts Description
uoI: (1) Joint J-ST-R1/8-G1/8 [(1) Joint ] -
5 (4) Hose HS-G1/8-61/8-500 (2) Coupling (P-ST-R1/8, P-ST-RC1/8
(5) Joint JST-R1/8-G1/8 (3)Joint SRR
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to the thread (4) Hose HS-61/8-61/8-500
ot onth o e €0 g ongors 510 JRBTS
(6) Coupling P-ST-RC1/8, CP-ST-R1/8
[(7) Joint ] -

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

Without coupling (Pump pressure: Up to 20 MPa)

VR P sy
e s
e ] ;\
o ﬁr — V" é}s
Rc1/4 »° — o
Rc1/8 ; \ ,,4\
NPT1/8 o=

[T h

cs Rc1/8 %"_
o Rc1/8 - [ nl'» . R1/8 L G1/8
: = it =2 -
% o T P
= e

Rc1/4 WANARRG Connector Plug =

NPT1/8 =&

(1) Joint (2) Coupling (3) Joint (4) Hose

H16



Small diameter cut-off KTKF type

Piping installation parts description

Joint [(1)(3)(5)(7)] ) Coupling [(2)(6)] _
Pressure resistance: ~20.0MPa Pressure resistance: ~7.5MPa
Exterior Description Thread standard Std. Exterior Description Thread standard Std.
R J-ST-R1/4-G1/8 R1/4 <> G1/8 L] L
SRR s s o (P-ST-R1/8 R1/8 °
'i - J-ST-NPT1/8-G1/8 NPT1/8 <> G1/8 [ - “ta:ﬁ.
o= _Tms J-ST-R1/8-61/8 o
- ==A P-ST-RC1/8 R1/8 .
M'.'— R1/8 <> G1/8
=3
S J-AN-R1/8-G1/8 °
4
J-ST-R1/4-RC1/8 R1/4 <> RA1/8 °
wosii {f J-ST-NPTI/8-RCI/8 | NPT1/8 <> Rc1/8 | ®
' RC1/8 <> R1/8
IR (Extension Joint) *
Hose (4)
Pressure resistance: ~20.0MPa
Exterior Description Thread standard ISEHIETg Std.
(mm) [l
=
HS-G1/8-G1/8-200 200 ° @)
# L
=}
)7 HS-G1/8-G1/8-300 300 ° O
HS-G1/8-G1/8-400 400 °
G1/8
HS-G1/8-G1/8-500 500 °
HS-G1/8-G1/8-600 600 °
L y
| 2. Hs-G1/8-G1/8-800 800 °

Cautions

1. Make sure machine door is completely closed before use of these parts.
2. Use appropriate seal for the male thread of the piping parts and make sure the connection is secure.
Use plugs to seal off unused coolant holes.
3. Connect and fasten the coolant hose firmly.
4.The use of copper washers may cause leakage but will have no effect on the performance.
5. Commercial piping parts can be used if the thread standards are same. Check the pressure resistance before use.
6. Regularly changing the coolant filter is recommended.

(e

i f /T g &
LT e '_

W Rc1/8 v
e | y .

-

KTKF-JCTM toolholder

Rc1/8
R1/8

===g

Plug Coupling

(4) Hose (5) Joint (6) Coupling (7) Joint (Extension joint)

@ : Standard item
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Small diameter cut-off KTKF type

KTKF-S (Cut-off / for sub spindle tooling)

Sub Spindle Dia.
40(-12A, -16A)
250(-12B,-16B)

= &

300
LFO

Sub Spindle Dia.
240(-12A, -16A)
©50(-12B, -16B)

@

e
w
R H
T T
gl [
KTKF?.1010JX-12SA

KTKF?.1010JX-16SA

:

A

2

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

Toolholder dimensions

b=
o
o

=1
v

Spare parts

Availabi- ’ .
) Dimension (mm)
lity Screw Wrench _ )
Applicable inserts

Description @ H6~HS

@)
MEAENEN \é

LN2

==

DX
=
=5}

KTKF%  1010JX-12SA [ JKJ 10 {10 | 15 | 10 |120 2
1212F-125A ® 0|6 2lnl- 1 85 26 |7.2|SB-4570TRN|  FT-10 TKF12%....
KTKF?.  1212)X-125B [ JKJ 120 26
KTKF% ~ 1010JX-165A (K 10 {10 | 20 | 10 {120 »
1212F-165A o 0|3 nlul -l 85 30 |7.2|SB-4570TRN|  FT-10 TKF16%....
KTKF?.  1212)X-165B (K 120/ 26
(DX shows the distance from the toolholder to the cutting edge. Recommended cutting conditions @ H19

Cut-off diameter (CUTDIA) depends on the insert edge width.
See H6 to H8 for the actual cut-off diameter.
Only Right-hand is available for LN2 dimension.

@ : Standard item
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Small diameter cut-off

KTKF type

KTKF / KTKF-S selection reference

KTKF

KTKF-S

- 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 spindle.

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

KTKFR
(Right-hand toolholder)

KTKFL
(Left-hand toolholder)

KTKFR-SA/B
(Right-hand toolholder)

KTKFL-SA/B
(Left-hand toolholder)

=
b=
=
»

=
=
=

- Cut-off operatiol

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

+Not using sub spindle

main spindle side

Main Spindle

N near

- Using sub spindle
- Cut-off operation near

Sub Spindle

<1st. Recommendation>
Use insert without lead
angle.

sub spindle side

<How to select>

Hand of Toolholder

- Long workpiece and
more rigidity

=
°
£
Q
wv
£
T
=

Sub Spindle

- Cut-off operation
near main spindle side

<How to select>

LN dimension

- Sub Spindle Dia.
04022 (SA type)
©50—26 (SB type)

<How to select>
Hand of Toolholder

- Short workpiece and
less rigidity

Main Spindle
Sub Spindle

- Cut-off operation near
sub spindle side

<How to select>

LN dimension

- Sub Spindle Dia.
04022 (SA type)
05026 (SB type)

Recommended cutting conditions (TKF12 / 16)

Recommended insert grades TKF12 TKF16
(Ve: m/min) Edge width CW (mm) -
Workpiece material | MEGACOAT | MEGACOAT DLCcoated| . £
NANOPLUS|  NANO MEGACOAT . (arbide 0.5 0.7 1.0 1.25 1.5 20 1.5 20 z
PR1725 PR1535 PR1225 PDL025 KW10 f (mm/rev)
Carbon steel 70~170 | 70~150 | 70~150 - - 0.01~0.02 | 001~003 3)%11:(%):) 0.01~0.04 &(yz:%oﬁ ?0?2200014) 31%22:%017) &%22:%017)
(50~ 140) | (50~120) | (50~ 120) e B el Al i
* 0.01~0.04 0.01~0.04 | 0.01~0.04 | 0.02~0.07 | 0.02~0.07
Mlloy steel 70~170 | 70~150 | 70~150 - - 0.01~002 | 001~0.03 | 1~ " 0.01~004 | 7| TSR | T
(50~140) | (50~ 120) | (50120 (0.01~0.05) (0.02~0.1) | (0.02~0.1) | (0.02~0.1) | (0.02~0.1)
* - - - s - =
Salssste o | @%m | @l || osao{om-om | 20100 gy ggy 010 | 001-00 | 601-004 | om-00k |
(40~120) | (40~100) | (40 ~ 100) S it b atd el et I
Castiron - - - - 502\'100 0.01~0.03 | 0.01~004 | 0.01~0.05 | 0.01~005 | 0.01~0.05 | 0.01~0.05 | 0.02~0.08 | 0.02~0.08
i . . B * - - - - - - - -
Aluminum alloys 2005500 | 200245 | 001~ 03 | 0.07~004 | 0.01~0.05 | 001~005 | 001~005 | 0.07~005 | 0.02~0.08 | 0.02~0.08
Brass - - - - 100*200 0.01~0.03 | 0.01~004 | 0.01~0.06 | 0.01~006 | 0.01~0.06 | 0.01~006 | 0.02~0.1 | 0.02~0.1

*(): Tough edge type (TKF.T..)

v : 1st Recommendation Yi: 2nd Recommendation

H19
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Cut-off KGZ type

Cut-off solutions for small parts machining

KGZ

Provides stable machining and is easy to use with unique clamp design
New coating PR20 series provides longer tool life and supports a wide range of applications

n Achieved stable machining with newly developed clamp structure

Toolholder Sturdy clamps

Three unique features

3. Stopper

1. Gap section

%

= Tapered slit Cutting edge movement comparison (internal evaluation)

o

5 g %! mkez
aac-; 012 I Competitor A
§
3 008 -)
.E Load
o
& 004
=1
(o)
£

0 40 80 120 160 -__1 !
Load (N)
KGZR1212JX-2
1. Gap section Tapered slit creates strong insert hold
A L ) o Prevents collapse ; Strong clamping force
- in the insert direction
CGImage L CGlImage
2. Top clamp 3. Stopper
Pulls insert inward to increase hold The insert stop is designed with an obtuse shape to resist

machining load and a large surface area distributes stress
Improved holder durability for high-eciency machining

Clamp to

inside

H20



Cut-off KGZ type

Insert Ease insertinstallation

Top VS ha [p€ Different groove angles at ends and center De pe n d a bi I ity
Groove end

Small groove angle on top of insert

These grooves prevent the insert from shifting and
provide fast and accurate insert mounts

Toolholder
Small slip
<+ —_
Insert
Image

Center of groove

Large groove angle on top of insert

Firmly engages the toolholder to increase hold

Toolholder

Cutoff a

Firmly fixed

Insert
CGlmage
Image
Excellent chatter resistance Strong toolholder durability
Machined surface comparison (nternal evaluation) Toolholder durability comparison (internal evaluation)

Toolholder damage
comparison
after 100,000 cuts

Maximum wear amount

Competitor A

Competitor A &

Cutting conditions : Vc = ~ 60 m/min, f = 0.12 mm/rev, Workpiece material : SUS303 (214) Cutting conditions : Vc = ~ 80 m/min, f = 0.1 mm/rev, Workpiece material : SUS303 (214)
Wet (External coolant) KGZR1212JX-2 Edge width : 2 mm(PM Chipbreaker) Wet (External coolant) KGZR1212JX-2 Edge width : 2 mm(PM Chipbreaker)
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Cut-off KGZ type

2 New insert grades PR20 series is available
MEGACOAT NANO EX coating technology provides longer tool life

New insert grades for grooving and cut-off solutions

PR20 Series

PR2015 1st recommendation for cast iron

Also available for steel and stainless steel
PR2025 1st recommendatlop for steel

Also available for stainless steel

1st recommendation for stainless steel
PR2035 .

Also available for steel Low «+——— Fracture resistance ——— > High

New coating for grooving and cut-o machining

PR2015

PR2025

PR2035

Low «———— Cutting speed ——— High

Coating characteristics (ntemal evaluation)

50
_—
4 M=GACOAT . M=GACOAT
= = NANO EX | o |
: I & MEGACOAT Cut-0ff
o Grooving & [ J
5 NANO EX | &or g " o @
W) _§ 2 P TiAIN
k] TiN
Achieve long tool life and high stability with 10
the combination of high content aluminum nano coating layer 0
400 600 800 1,000 1200 1,400 1,600

Oxidation temperature (C)

Pk BRE  Special nano coating layer Unique Technology (Patent applied)
coating o if Excellent wear and
Long toollife | fracture resistance Proprietary coating process

Multi-layering of high content aluminum nano Improve high content aluminum
Eygrs ad_ded with high mgltlng point material nano layers performance

aving dierent concentration
Suppresses hexagonal crystal precipitation and
achieves excellent oxidation resistance

Insert section

Maintains a cubic crystal structure

New coatin High coating toughness to maximize the properties of
i aluminum (Al)
. Multi Crystal grain renement )
e el layering Optimized internal stress suppresses crack growth CGimage
Cutting performance
S45C Wear resistance comparison (internal evaluation) SUS304 Wear resistance comparison (nternal evaluation)
0.08
. B PR2025 016 Fracture occurred B PR2035
S / M Competitor B E 7 M Competitor C
£ 006 £
o s 012
E S
0.04
g = $ o008
N— S—
4 4
< 002 <
i) < 0.04
'S [
0 50 100 150 0 10 20 30 40 50
Cutting time (min) Cutting time (min)
Cutting conditions :Vc = ~ 100 m/min, f = 0.1 mm/rev Cutting conditions :Vc = ~ 80 m/min, f=0.05 mm/rev
Workpiece material : S45C (220) Wet (External coolant) GZM2020N-020PM Workpiece material : SUS304 (220) Wet (External coolant)) GZM2020N-020PM
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Cut-off

KGZ type

3 Choose from a variety of insert and chipbreaker combinations

for a wide range of applications

Chipbreakers

Grades

Features

|

Chip control oriented

’ Sharp edge ‘

Low feed machining

PF Chipbreaker

With/Without Lead angle

PR2015
PR2025
PR2035

Edge width from 1.3 mm
For reducing cost of steel
workpiece

Medium feed machining

PM Chipbreaker

With/Without Lead angle

PR2015
PR2025
PR2035

High versatility
For a variety of machining

SUS304

High feed machining

PH Chipbreaker

No Lead angle

PR2015
PR2025
PR2035

Reduced cycle time
For high feed machining

S45C

Low cutting force

PG Chipbreaker

:’f—ﬁ

With/Without Lead angle

PR2025

PR2035

PDL025
GWI15

Superior sharpness
For aluminum alloy
machining

4 Supports vibration/oscillation machining with stable chip control
and longer tool life

=
o
+

=1
v

Breaks chips into small pieces with vibration machining

SUS304 Chip control comparison (nternal evaluation)

PF Chipbreaker PM Chipbreaker

Vibration ) : Vibration .
machining o o] € L&) o . . machining m ' .‘ [+]
} e W } o0 o ®
Good Breaks chips into Good Breaks chips into
small pieces - small pieces

Cutting conditions : Vc = ~ 120 m/min, f = 0.03 mm/rev
Workpiece material : SUS304 (@14) Wet (External coolant)
KGZR1212JX-2 Edge width:2 mm

Cutting conditions : Vc = ~ 120 m/min, f = 0.05 mm/rev
Workpiece material : SUS304 (214) Wet (External coolant)
KGZR1616JX-2 Edge width: 2 mm
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Cut-off KGZ type

Stiesssteel o]0 M|
L Angle .
Dimension (mm) @ Tolerance (mm)| Carbide
Insert Ve =l PYD Applicable toolholder
k= =
S| W | S RE | INSL [PSIR%. C\.N ow i lizeali2o
min. [ max. |28 8
GIM 1316N-003PF 0.03 CH H ) KGZ%....-1.3(...)
5 . T el B B 'RT B Bl el P PP KGZSTl..-13(..)
T oo s Laa 199 6 | Lostlol®®®  Kaast)
Low feed 1516N-015PF 0.15 [ H H J KGZSP...-1.5(...)
GIM 1316R-003PF-15D [ H H J KGZ%...-1.3(...)
" 1316L-003PF-15D 2113 | 441003 16 15 |-0041+004 [ H J KGZS%...-1.3(...)
/ Y IBjaM  1516R-003PF-15D 0.3 oo TTort5)
ISTOLOOSPEISD | 2| 15 | 44 | 003 | 16 | 15 |-004|+004@ @ ®f o T
Low feed 1516R-015PF-15D 0.15 o0 fre e
o) :
m GIM  2020N-003PF 0.3 ol I3 K&z 2(...)
- oovoisee 2] 2|30 Jors | 2 004|700 g o o KGzs:-2(..)
Q
h=4 KGZ%...-2(...)
> GIM 2520N-003PF 0.03 o0 0
v 21 25 | 59 20 - |-0.04|+0.04 KGZh...-2.4(...)
/ 2520N-015PF 0.15 LR sl
Low feed . KGZ%1...-2(...)
M 3020N-003PF 0.03 e o0 0 KGZ%....-2.4(...)
ooovorsef [ 2] 2 |3 ors | @ 0041+004g o @ K62V 3(..)
KGZSFA-2(...)
GIM 2020R-003PF-15D 0.03 00 Kz 2(.)
00LOBPEISD | 2| 2 | 59| 003 | 20 | 15 |-004|+004@ @@ oo
2020R-015PF-15D 0.15 L3 ) e
’ GIM 2520R-003PF-15D o0 0 KGz%....-2(...)
25 | 59 20 15 [-0.04 (+0.04|@ @@ KGZ...-2.4(...)
00 KGZS%-2(...)
lowfeed | GIM  3020R-003PF-15D 003 eoo KGZZ§L~~~-2(~~~)
00L00E1D | 2| 3| 59 | 003 | 20 | 15 |-004|+00{@ @@ Tl
3020R-015PF-15D 0.15 oo KezsT2(.)
GIM 2020N-020PM 2| 2 59 | 02 20 - [-003|+0.0}|® @@ Gzl 2(..)
’ ’ ’ ' KGZS%-2(...)
g4 & KGz%....-2(...)
SN INSL :‘
e GIM 2520N-020PM 2025(59 (021 2 - |-003|+003(@:@:@® KGZ%....-2.4(...)
A KezS%.-2(...)
Rl
Medium feed Egin;tg(“() )
GIM 3020N-025PM 21 3 59 1025 | 20 - [-003[+0.03|@ @@ o
KGZ%...-3(...)
KGZSF-2(...)
GIM 2020R-020PM-6D | 2 | 2 59 | 0.2 20 6 |-0.03(+003|®®@® Gz 2(..)
’ ’ ’ ’ KGZS%-2(...)
o b o
], KGZYe..2(...)
o GIM 2520R-020PM-6D | 2| 2.5 | 59 | 02 | 20 6 |-003|+0.03|@ @@ KGZ%...-2.4(...)
748 KGZS2..)
Medium feed KGZ'..2(...)
KGZ%v...-2.4(...)
GIM 3020R-025PM-6D | 2 | 3 59 1 025| 20 6 |-0.03(+003|®®@® Kz 3(..)
KGZS%-2(...)
Handed insert shows Right-hand G b d
i i _ i i roove bottom create
Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). m by PF/ PM chipbreaker
@ : Standard item
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Cut-off KGZ type

GZM/GZMS/GZG

unesssed [ [olofe] [ M|

Dimension (mm) Tolerance (mm)[  Carbide

DLC
-}
S

Applicable toolholder
w | w ® H26~H29
min. | max.

Insert Description

No. of edges

w | S RE | INSL [PSIRL

PDL025
PR2015
PR2035
GW15

KGZh...-2(...)

GZM 2020N-020PH 20 2 [ 59021 2 - [-0.03|+0.03 KGZS%-2(...)

Kezh...-2(...)
GZM 2520N-020PH 20125 (59021 2 - [-0.03]+003| @@ @ KGZ...-2.4(...)
KGzZS%-2(...)

High feed KGZh...-2(...)

KGZ%h...-2.4(...)
GZM 3020N-030PH 20 3 59 1003 | 20 - |-0.03(+003 |@:®:@® K6Z03(.)

KGZSL-2(...)

Kezh...-2(...)

GZMS 2020N-020PH 1 2 59 102 2 - [-0.03]|+003| |@@®@@® Kezs-2(.)

KGZh...-2(...)
KGZ...-2.4(...)
KGz%....-3(...)
KGZSL-2(...)

GZMS 3020N-030PH 1 3 59 1003 20 - [-0.03]|+003| |®@:®@®

High feed

Cutoff a

KeZh...-2(...)

GZG 2020N-005PG 20 2 59 1005 20 - [-002]+002)0 0@ ® KGZS%-2(...)

KGZh...-2(...)
2520N-005PG 2125 (59 |005| 20 - -0.02]|+002|® @ ®@® KGZ...-2.4(...)
KGZS-2(...)

Ve

Low cutting force KGZ...-2(...)

KGZ...-2.4(...)
GZG 3020N-005PG 20 3 59 1005 20 - [-002]+0.02)® ®®® KeZo3(.)

Kazs®/-2(...)

KGZh...-2(...)

GZG 2020R-005PG-15D | 2 | 2 59 1005 20 [ 15 [-002|+0.02(® ®:®@® Kezs72(..)

N &
5 B

Kezh...-2(...)

INSL &
/ - GZG 2520R-005PG-15D| 2 | 2.5 | 59 | 0.05| 20 15 [-0.02|+0.02|® ®®® KGZ%..-2.4(...)
T 1 KGzS%/-2(...)

Low cutting force KGZ%...-2(...)

GG 3020R005G-15D|2 | 3 | 59 [005| 20 | 15 [-002[+002@| @ @|® Egi:ﬁt"'jgt“(‘)")

KGZS-2(...)

CW20,02

Handed insert shows Right-hand

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

Inserts identification system

Edge width Hand of tool Chipbreaker symbol

Tolerance symbol 13 |13mm | 25 | 25mm R | Right-hand PF | Cut-off (Low feed) PG | Cut-off (Low cutting force)

G [ Groundinsert 15 |15mm | 30 |3mm L | Lefthand PM | Cut-off (Medium feed)

M| Mclass 20 | 2mm N | Neutral PH | Cut-off (High feed rate)

U = -
Series No. of edge Insert length Corner-R (RE) Lead angle
Cut-off Noindication | 2-edge 16| 16mm 003 [ 0.03mm [ 020 [02mm Noindication | 0°
GZ Series s | 1-edge 20 | 20mm 005 | 005mm | 025 [0.25mm 6D 6
015 | 0.15mm | 030 |0.3mm 15D 15°

@ : Standard item
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Cut-off KGZ type

KGZ-JCTM (Coolant-through holders)

*Rc1/8 Rc1/8 Rc1/8

*Rc1/8 Rc1/8 Rc1/8
P

Right-hand shown | KGZ%.12...JCTM : 2-Rc1/8

Toolholder dimensions
9_, Spare parts
5] Availab @
vallabl- Dimension (mm) =
lity <|3s Plug 1 Plug 2 Screw Wrench o
Descrintion E=ll =Y Applicable inserts
p £|= @ H24, H25
. — Ay ‘
R[UIE|w|s|w|2|2|8|w|E|2|ur|w|wl E|E|s -5“
KGZR  1212%-2CTM | ® 0 R ] 5 ) 200
KGZL  1212)%-2CTM °
KEZR T o 2|12 198 - [ 12 19810112 2 | 3 | 1| Yes — GIM2020...
18 54 | 8.5 43.7 1 GZMS2020...
KGZL  1218)X-2)CTM [} 17 (7G2520...
GP-1 HS5XALP | SB-40120TR| LTW-155
KGZR  1616)X-2CTM | ® 6 . ) GIM2520...
KGZL  1616)X-2JCTM ° 6263020...
r tesraan e 32|16 248 4| 65 |1 16453210152 2 | 3 | 1 | Yes — GIM3020...
25 — 40 1 GIMS3020...
KGZL  1625)%-2)CTM ° 7.7
KGZR  1212%-24)TM | @
12 59 6 5 - 2
KGZL  1212)%-2.4)CTM °
24 [ 12 —198— - 12 —19.8120— 11 [2.4] 3 | 1 |Yes — 262520
KGZR  1218)%-2.4)CTM | @ 8 ol 134 g5 . 1
KGZL  1218)X-2.4)CTM ° 7.7 ) : GIM2520...
e NG T o GP-1 HS5XALP | SB-40120TR| LTW-155 | GZG3020..
KGZL 1616JX-2'4JCTM ° 16 8 i 2 GIN3020..
- 32 | 16 |—24.8| 44 | 65 |— 16 |45 [23.2|120— 15 [ 24| 3 | 1 | Yes — GIMS3020...
KGZR  1625)X-2.4)CTM | @ % 12, 0 1
KGZL  1625)%-2.4)CTM ° 7.7
KGZR  1212X-3)CTM | @
12 59 6 5 - 2
KGZL  1212)%-3)CTM °
24 [ 12 —198— - {12 —19.8120—110.8 3 | 3 | 1 |Yes —
KGZR  12181-3)CTM | @ 8 al 138 g5 57 1
KGZL  1218)X-3)CTM ° 7.7 ) : 6263020...
e T o GP-1 HS5XALP | SB-40120TR| LTW-155 | GZM3020..
z 16 3 - 2 GIMS3020...
KGZL  1616)X-3JCTM °
32 [ 16 —24.8| 44 | 65 1 16 | 45(23.2|120—114.8] 3 | 3 | 1 | Yes —
KGZR  16250-3)CTM | @ % 12, © 1
KGZL  1625)%-3)CTM ° 7.7

Recommended cutting conditions @ H44, H45

@ : Standard item
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Cut-off KGZ type

Direct coolant holder for small parts machining

JCTM series

Long tool life and stable machining by internal coolant
with/without piping system
Rectangular shank with optimized coolant channel design

1st recommendation

Square shank is also available

WAL eI siTeTale | When the tool turret supports direct coolant

- Coolant is supplied directly from tool turret into the holder
- No need for piping just by installing tools

With piping

- Compatible with internal coolant on any machine with

standard piping parts CGlImage

Piping parts

[
£
Q
5
O

Piping parts will be required separately if internal coolant is used.
Pump pressure : Up to 20 MPa. Pump pressure: Up to 7.5 MPa if coupling is used.

Without coupling (Pump pressure: Up to 20 MPa) With coupling (Pump pressure: Up to 7.5 MPa)

(1. Joint)
2. Coupling

5. Joint
6. Coupling
(7. Joint)

Combination Part Description (Example) Combination Part Description (Example)
Spare Parts Description Spare Parts Description
1. Joint J-AN-R1/8-G1/8 (1. Joint) -
4. Hose HS-G1/8-G1/8-200 2. Coupling CP-ST-R1/8, P-ST-RC1/8
5. Joint J-AN-R1/8-G1/8 3. Joint J-AN-R1/8-G1/8
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc) to the 4. Hose HS-G1/8-G1/8-200
thread standard on the hose side (G1/8) for use.
Use sealing agents such as seal tapes when installing piping parts. 5. Joint J-AN-R1/8-G1/8
6. Coupling P-ST-RC1/8, CP-ST-R1/8
(7. Joint) =

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

For piping installation parts description, please refer to H17.
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Cut-off

KGZ type

Cut-Off

KGZ (for Automatic Lathe)

Dy
o mi/\ 1
] A :
Fig. 1 Fig. 2
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ) f =
lity Dimension (i) = (lamp bolt Screw Screw Wrench Wrench . )
- = Applicable inserts
Description i @ H24, H25
= AFE @ @
R{L[E|H|B|LHIHF[HBH| LF WPl E|E|S = =
S g|8|3
KGZ%.  1010/%-13D16 olefw| | g 1|l
10100%-1.3 (o 187 )
1212F-13016 L el (2B islis] ] - |sB-401200R| - - (TW-155 GIM1316...
1212)%-13D16 oo S B P
1212F13 oo 85|
2% 198 —
12120%-13 oo 120
KGZ%.  1010/X-1.5D16 efefi] ozl olos
1010)%-1.5 (IR 187 )
-1. [ AN J
1212715016 % s (212 |islis| 1] - |saotom| - — | wass GIMI516...
1212J%-1.5D16 oo 120
| Fma4
1212F-15 oo 85
% 198 —
12120%-15 oo 120
KGZ%.  1010/%-2 ®|®|2/10]101710] [120]92 2 | 6262020...
1212F-2 ole 2185 GIM2020...
[ 12[12 198 127 112 SB-40120TR| - LTW-155 CIMS2020...
121202 oo
120 ) - - 6262520...
1616/%-2 ®|® 321616248 16 15223 GIM2520...
- [ AN J .
201242034 20 - Hhss 0| - | (2 SE-50125TR LTW-20 GZ63020..
2020K-2034 oo 3 2 125019 - GIM3020...
2525K-2034 oo 25 | 25 [327] 25 242 HH5X16 - LW-4 - GIMS3020...
KGZ%.  1010/%-2.4 ®|® |20/ 101018710 |120]9 |2 |
-2. [ AN J .
1212524 | 12| 12 pogf 12| X SB-40120R| - LTW-155 6262520...
1212)%-24 oo 120l —] ] ] GIM2520...
1616/%-2.4 ®|® 321616246 16 15 [24] 3 2 6263020...
2012K-2.4D34 oo 12 11 ! GIM3020...
’ 20 1266/ 20 | - — SE-50125TR LTW-20
2020K-2.4D34 o o3| ®"| " |us|is] ) GZMS3020...
2525K-2.4D34 [AKJ 25| 25 [32.7] 25 24 HH5X16 - LW-4 -
R .
KGZ%. 121203 ® | @ |2 12120198 12[21| [108 = epaonoml - ] TWASS
1616)%-3 olein| | lug | |0l o
1616/%-3038 ole| o] ’
1913K-3D38 oo 191377 19| [125]118 GZ63020...
2012)X-3042 oo |n 307 31312 GIM3020...
nE |- 108 - SE-50125TR| - LTW-20
2012043051 olefsif | psg | | ] - GZMS3020...
2020)X-3042 oo |n 307
20 1838
2020)X-3051 ole| 35.2
2525K-3051 oo 25025 417025 [125]238 HH5X16 - LW-4 -

@ : Standard item
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Cut-off

KGZ type

KGZS (Cut-off / for sub spindle tooling)

{ 18] -
3
LH
3/
[ '
E I . T
T
5%
© < Right-hand shown
LH
%
] /4\ .
_ = NI T |%
f <,
5 2
LF x ¢
Left-hand shown
Toolholder dimensions
Spare parts
Availabi- K
. Dimension (mm 2
lity {mm) = saew Wrench
Descriotion Applicable inserts
P @ H24, H25
R LgH BLHHFgLFLNWF.EE.%
= = SEHEE

KGZS%.  1212F-1.3A [ BN ) 2l 12121 85|22
1212)X-1.3B [ AN J ) 10| 27 8411313 SB-40120TR | LTW-15S GZM1316...
1616JX-1.3B o0 16 | 16 16] -

KGZS%.  1212F-1.5A [ BN J e 12121 85|22
1212J)X-1.5B e 0| 19.8 ) 120! 27 8.4(15(15| 1 |SB-40120TR| LTW-15S GZM1516...
1616JX-1.5B [ BN ) 16 | 16 16 | -

KGZSF  1212F-2A o bl 1l 2 6262020..., GIM2020..., GZMS2020...,
1212)X-2B [ BN J ) 120! 77 87123 SB-40120TR | LTW-15S | GZG2520..., GZM2520..., GZG3020...,
1616JX-2B o0 16 | 16 16| - GZM3020..., GZMS3020...

Recommended cutting conditions @ H31

Toolholder identification system

Applicable inserts Others
GZM/GZMS/GZG
Edge width: 3 -4 mm D38 CUTDIA 38 mm
KGZ D38
°
Toolholder hand Shank size Toolholder length Applicable inserts Others
R [ Right-hand 16x16 mm 120 mm GIM B For sub spindle tooling
L[ Left-hand Edge width: 1.3 mm

@ : Standard item
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Cut-off KGZ type

KGZ / KGZS selection reference

KGZ KGZS
Standard type Sub spindle type
- Both Right-hand and Left-hand types are applicable to gang tool post. -When machining workpiece with small diameter,
- Basically Left-hand type is used for cut-off operation using a sub spindle. use KGZS to reduce overhang distance from the main spindle.
kGzR (Right-hand toolholder) KGzL (Left-hand toolholder) KGZSR (Right-hand toolholder) KGZSL (Left-hand toolholder)
: . . .
k! 2 3 z H 2 3
<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
KGZ recommended cutting conditions
ﬂo: Recommended insert grades f(mm/rev)
= (Ve: m/min) PF (RE = 0.03 mm) PF (RE =0.15 mm) g
O Workpiece material £
MEGACOAT NANO EX Edge width CW (mm) &
PR2015 PR2025 PR2035 13/15 2.0 25/3.0 13/15 2.0 25/3.0
PAg * PAg
Cloies 70~ 180 70~150 70~ 150
0.01~0.04 0.02 ~0.06 0.02 ~0.08 0.01~0.05 0.03 ~0.08 0.04~0.10
AY * PAg
Aloy steel 70~ 180 70~ 150 70~ 150 £
S
, S e * . - o
Stainless steel 60~ 150 60~ 120 60~ 120 0.01~0.03 0.01~0.04 0.01~0.05 0.01~0.04 0.03 ~0.07 0.04 ~0.08
Castiron 80 :00 - - 0.01~0.05 0.02 ~0.07 0.03 ~0.08 0.01~0.06 0.03 ~0.09 0.04~0.10
3 Ist Recommendation : 2nd Recommendation
Recommended insert grades f(mm/rev)
(Ve: m/min) M ‘ PH ‘ PG
Workpiece material DIC E
MEGACOAT NANO EX ) (arbide Edge width CW (mm) &
coated carbide
PR2015 PR2025 PR2035 PDL025 GW15 20~3.0 20~3.0 2.0 2.5/3.0
w * w i i
LT 70~ 180 70~150 70~150
0.05~0.15 0.10~0.20 0.01~0.04 0.01~0.05
PAg * w i i
G 70~ 180 70~150 70~ 150
. PAS PAY * i . - - - ~
Stainless steel 60~ 150 60~ 120 60~ 120 0.04 ~0.12 0.08~ 0.16 0.01~0.03 0.01~0.04 E
. * ) ] ) ve &
Castiron 80~ 200 50~ 100 0.05~0.15 0.10~0.20 0.01~0.04 0.01~0.05
f i i . * PAg i i - -
Aluminum alloys 200 ~ 500 200~ 450 0.01~005 | 001~0.06
] ) . . * . . . .
Brass 100 ~ 200 0.01~0.07 0.01~0.08

3 IstRecommendation  : 2nd Recommendation

H30



Cut-off

KGZ type

Precautions

Maximum ap of the next tool (indicated as tool A) and holder interference

1.When using JCTM holder 1218/1212, note maximum ap of the next tool to avoid interference.

No interference

Interference

Estimated maximum ap of tool A (mm)

Workpiece dia.
912 016 920
JCTM Description
KGZR 1218)X-*JCTM 24 20 1.7
KGZR/L 1212)X-*)CTM - - 3.8

2.When using JCTM holder 1218/1625/1616 for TO1 of the following target models, check the workpiece dia.

in advance to avoid interference.

< Target models >T01:[_116 (or Spacer plate +[_112) holder is mounted, and machines other than T01:[_]12 holder only is mounted.

Other than T01:[J12
A

Workpiece dia.

Piping part interference avoidance

T01:0716 (or Spacer pIate+D1 2) Interference guideline of workpiece dia. (mm)

Workpiece dia.
g4 or less Greater than g14
JCTM Description
KGZWL 1218)X-*JCTM
. Not available
KGZR/L 1616JX-*JCTM Available ~>Use 12 square shank
KGZL 1625)%-*JCTM

Rectangular shank (KGZ*.1218...,, KGZ%.1625...) are recommended for use with piping parts connected to JCTM holders.
When connecting piping parts to the JCTM square shank, check the lengths of A and B below to avoid interference with the

screws of the tool turret

Adjust the piping
part to fit

between the top
and bottom screws.

Compatibility with conventional tools

KGZ is not compatible with the conventional tools (KGD/KGM)

Shank size

Availability of square shank use

L2

“A”shorter than 51.5 mm and
“B"longer than 68.5 mm
— Available

Other than the above conditions
—> Not available
(Use a rectangular shank)

L6

Available

KGZ

Conventional

H31
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Cut-off KGD type

Stinkesstedl [ [o[ole[ [ M |
A Angle .
Dimension (mm) @ Tolerance (mm)|  Carbide
% 2l P |- Applicable toolholder
Insert Description < | cw @) H34, H36, H39
S| W | S | RE | INSL PSR | e g gl H40, H41, H43
’ 1BIEEEE
GDM  1316N-003PF 13 0.03 oo KGD#4..-1.3(D16)
1316N-015PF : . 0.15 ” CH M KGDS?....-1.3B
GDM  1516N-003PF 5 © 1003 CH N S KGD?....-1.5(D16)
. . 1516N-015PF : 0.15 L3N ) KGDS....-1.58
S M 2020N-003%F 0.03 (YY) KGD®..-2(...
/ vyl 0on0ispE | 2| 2 0.15 I el KA PSS TS KGDSL..-28
GDM 2520N-003PF 0.03 ®® @ |KGD¥..-2(.)KGD¥..-2.4(.)
Lowfeed 2520N-015PF 25 143 g5 | 20 ® @ e |KiDsY.28
GDM  3020N-003PF ; 0.03 @0 @ |KDVL..-2(.)KDY...-24(.)
3020N-015PF 0.15 ®:®®| |KGD..-3(.),KGDS...-2B
GM  1316R-003PF-1SD | | 003 oo KGD%%...-1.3(D16)
13161-003PF-15D : L3 ) KGDS....-1.38
_003PF- 37 16
GDM  1516R-003PF-15D 0.03 oo KDY 15016)
.% J1516L-003PF-15D | | 1.5 003 o0 KGDSPL_.-1.58
I 1516R-015PF-15D 0.15 oo T
= 1 ## |GDM  2020R-003PF-15D 0.03 oo n
Q o) —— 2020L-003PF-15D 2 0.03 T ) KD ..)
Lo | L | T | eI TN 2 e 1 -0.04 |+ 0.04 Rl -
S / vyl 20208-015PF-15D 015 S B e B P35 KGDS'...-28
GDM  2520R-003PF-15D 0.03 oo - -
e 250L00PE1sD | | 25 | 43 033 | o 00| ML) KDT 24
2520R-015PF-15D 0.15 LY ) b
GDM  3020R-003PF-15D 0.03 ® 00 |2 KDY 24()
3020L—003PF_15D 3 003 00 KGDR/ _3( ) KGDSR/ -ZB
3020R-015PF-15D 0.15 oo b3 b
R -
GOM  2020N-010PQ 2 coeo ﬁﬁgsﬁbﬁfﬁi{)
KGDAL..-2(...), KGDPL....-2.4(...
/ M 2520N-010PQ | 2| 25 | 43 | 01 | 20 | - |-003|+003) (@ @@ | o0
KGD?...-2(...), KGD®/L..-2.4(...
A 3 @ ® O | KeP..-3(.), KDS¥..-28
R -
GOM 20080100015 | | 2 coe ﬁggsﬁz:‘“_zz(g)
KGDAL..-2(...), KGD7L....-2.4(...
/ GDM  2520R-010PQ-1SD| 2 | 25 | 43 | 01 | 20 | 15 |-003+003| (@ @@ |
KGD?...-2(...), KGD®/L..-2.4(...
GDM  3020R-010PQ-15D 3 © 00 | Y 3 ) KEDST. 2B
R -
. |6 2000N-005%6 2 o ooe ﬁggsﬁz:'_‘_zz(g)
==, KGDe...2(..), KGDV:...-2.4(..)
/ y.m |06 250N-008PG (2] 25 | 43 [ 005 | 20 | - |-002(+002@ @ @@
) KGD?...-2(...), KGD®/L..-2.4(...
L tting f H i
ow ttingfore | GDG 3020N-005PG 3 o S0 () KDS 2B
R -
S |es amomoospesn| | 2 o ooe ﬁggsﬁz:'_‘_zz(g)
=" KGDP..-2(...), KDF/e..-2.4(..
/ e GDG 2520R-005P6-15D | 2| 2.5 | 43 | 005 | 20 | 15 |-002(+002(@| @ @@
) KGD?...-2(...), KGD®/L..-2.4(...
Low cutting f -005PG- :
ow auttingforce | GDG 3020R-005PG-15D 3 o ®oe ) KD 2B
Handed insert shows Right-hand G b J
] f . : i roove bottom create
Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). V—L by PF/ PM chipbreaker

@ : Standard item
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Cut-off

KGD type

Cut-Off %

Stiesssteel ____________[0]0®] M|
L Angle .
Dimension (mm) @ Tolerance (mm)| Carbide
nset Description &= PYD Applicable toolholder
< b
S| s Re | st Ipsires (W w RN ® H34, H39~H41, H43
min. [ max. (=i
KGD"A...-2(...)
GDM 2020N-020PM 2 0 [ H ) KGDS..-28
. R/ Rf
OM 2520N-020PM 25 P8 KGD {RL 2(...), KGDL...-2.4(...)
2 43 2 0.03 [+0.03 KGDS..28
i e ) KGD¥:..-2(...), KGD/:..-2.4(...)
AUl SRR 3 0.5 ® ® | KeDL...3(..), KEDSY...-28
KGDP...-3(...), KGD®A...-3...
GDM 4020N-030PM 4 0.3 o0 0 KGDe..-4T..
KGD"A...-2(...)
GDM 2020R-020PM-6D 2 0 [ 3N ) KGDS™._-28
’ KGDA...-2(...), KGDPc..-2.4(...)
/ =215 GDM 2520R-020PM-6D | 2 | 2.5 | 43 20 6 |[-0.03(+003|0 @@ KGDS¥...-2B
KGDR...-2(...), KGD®A..-2.4(...)
General purpose | GDM 3020:025kM>6D 3 025 R°E KGD®A...-3(...), KGDSF....-2B
KGD"A...-2(...)
GDMS  2020N-020PM 2 0.2 [ 3R ) KGDS™._-28
KGDA....-2(...), KGDPc..-2.4(...)
y GDMS  3020N-025PM 11 3 43 1025] 20 - |-003|+0.03|@® @® K6D...-3(..), KGDS....-2B
KGDR...-3(...), KGD®A...-3...
GDMS  4020N-030PM 4 0.3 o0 0 KGD .. -4T..
KGD"A...-2(...)
GDMS  2020R-020PM-6D 2 0.2 o0 0 KGDS™._-28
7 KGDA...-2(...), KGDPc..-2.4(...)
/ GDMS  3020R-025PM-6D | 1| 3 43 1025] 20 6 |[-0.03(+003|0 @@ K6D...-3(..), KGDS....-2B
KGDRA...-3(...), KGD®A...-3...
GDMS  4020R-030PM-6D 4 0.3 o0 0 KGDe..-4T..
KGD"A...-2(...)
. GDM 2020N-020PH 2 0.2 [ 3N ) KGDS™L_-28
KGDA...-2(...), KGDPc..-2.4(...)
/ GDM 3020N-030PH 2] 3 43 1 03 | 20 - |-003|+0.03|@® @ K6D...-3(..), KGDS¥....-2B
KGD%...-3(...), KGD®A...-3...
GDM 4020N-030PH 4 0.3 o0 0 KGD .. -4T..
KGD"A...-2(...)
GDMS  2020N-020PH 2 0.2 [ 3N ) KGDS™._-28
KGDA...-2(...), KGDPc..-2.4(...)
/ GDMS  3020N-030PH 11 3 43 1 03| 20 - |-003|+0.03|@® @ K6D...-3(..), KGDS¥....-2B
KGD®A...-3(...), KGD®A...-3...
1-edge / High feed GDMS  4020N-030PH 4 0.3 o0 KGDYe..-4T..
Handed insert shows Right-hand
Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). \/1 Groove bottom created
by PF / PM chipbreaker
Inserts identification system
Edge width Hand of tool Chipbreaker symbol
Tolerance symbol 13 [13mm | 25 [25mm R | Right-hand PF | Cut-off (Low feed) PM Cut-off (General purpose)
\Groundlnsert 15 1.5mm 30 |3mm L | Left-hand PQ Cut-off (Medium feed) H | Grooving and cut-off (High feed rate)
\ M class 2mm 40 | 4mm N | Neutral Cut-off (Low cutting force)

2 O H E3 E3

@ : Standard item

o2s [P Jen

Series No. of edge Insert length Corner-R (RE) Lead angle
Grooving / Cut-off Noindication | 2-edge 16 16 mm 003 | 0.03mm | 020 | 0.2mm No indication | 0°
GD Series S | 1-edge 20 | 20mm 005 | 0.05mm | 025 [ 0.25mm 6D 6°
010 | 0.1mm | 030 | 0.3 mm 15D 15°
015 | 0.15mm
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Cut-off KGD type

KGD (for Automatic Lathe)

w
; 2]
il 1
; Et LH
|
| RN
1 /
. /// ‘ T
KGD.2012K-OD34 Z :
KGD".2020k-OD34 N <
; ) &
KGD"1.2525k-ODOO S ES LF

Right-hand shown

Toolholder dimensions

Spare parts
Ava.llabl- Dimension (mm) =
lity << | Clampbolt Screw Screw Wrench Wrench . .
Descrintion Applicable inserts
p @ H32, H33
- <[zl D | @
R|L|E|H|B |LH|HF|HBH| LF |WF| 2| S = Y=
KGD¥.  1010/X-1.3D16 o o6 9.9
10(10[18]10]| [120—
- 10100%-13 N 95
1212F-1.3D16 oo 85
Q 16 2 191313 5 - |sB-40120mR| - - LTW-155 GDM1316...
5 1212J%-13D16 oo 120
3 1212 {195) 12
1212F-13 oo 85
2% —115
12120%13 oo 120
KGDRL  1010)%-1.5D16 oo 97

10]10[18]10]| [120
10100%-1.5 RS 94
1212F-1.5D16 oo 85

16 2 171515 5 - |sB-40120MR| - - LTW-155 GDM1516...
1212)%-1.5D16 oo 120
12|12 [195) 12
1212F-15 oo 85
% —11.4
12120%-15 oo 120
KGDFL  1010%-2 e |(e®|2(10|1w0]18[10] [120]92 6DG2020...
121262 © 1@ oul 1z |12 fios| 12| 2 Bna ! $B-40120TR LTW-155 SO0
12122 oo ' o 23?2552;’020
1616J%-2 ®|®|32)16]16245| 16 1520213 - DM,
2012K-2034 | wEH |l -] MY 6DG3020...
2020K-2034 NED 20325 7| [125]19.2] 0| HH5X16 - LW-4 - GDM3020..
2525K-2D34 oo 25|25 25 242 GDMS3020...
KGDY.  1010/X-2.4 e (@ ||10[10]18[10] [120]09
1212F-24 oo 2|85
ul12(12{195 12 " N 1 - $B-40120TR - LTW-155 6DG2520...
12120%-2.4 oo 120l — GDM2520...
1616)X-2.4 ®|®[32(1616 (245 16 15 (24| 3 - 6DG3020...
2012-2.4D34 oo 021 15 |11 | GDM3020...
2020K-2.4D34 o o34 [20ps| 7| |1as[19] 0| HHsK6 | - LW-4 - GDMS3020..
2525K-2.4D34 oo 25|25 25 %
6DG3020..., GDM3020...
KGDFL 121213 ®|@|2|12|12019512] 2 [120]108 3 | 3| 1 $B-40120TR Tw-1ss | e
KGDFL  1616)%-3 NEE 245 SB-40120TR| - LTW-155

16|16 — 16| [120[1438
1616JX-3038 ole| 2ol
1913-3D38 oo 1913 19 125(11.8 6DG3020...
201203042 N 3 1 . - GDM3020...

n |- 108] 3 | 4 SE-50125TR LTW-20 GDMS3020...
20120%-3D51 Y E 36 -

20 20| [120— GDM4020...
2020JX-3D42 e 0|4 " 3_1 . GDMS4020...
2020/X-3D51 ool 36 )
2525K-3D51 oo 25|25 [415) 25| |125(23.8 0| HH5X16 - LW-4 -

4mm width Insert cannot be installed in KGD.1212JX-3

Recommended tightening torque of clamp screw : 2.0N-m (SB-40120TR), 2.5N-m (SE-50125TR), 6.5N-m (HH5X16)
When machining the material greater than 836 mm with KGD.....-3D38, KGD.....-3D42 and KGD?.....-3D51 toolholders, please use 1-edge inserts.
Maximum cuttinng diameter for 2-edge inserts is 836 mm.

@ : Standard item

H34
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Cut-off

KGD type

Toolholder identification system

KGD / KGDS (for automatic lathe)

KGDS

Applicable inserts

Others

GDM/GDMS
Edge width: 3~4 mm

D38

CUTDIA 38 mm

Toolholder hand Shank size Toolholder length Applicable inserts Others
R ‘ Right-hand 16x16 mm 120 mm GDM/GDMS B For sub spindle tooling
L | Left-hand Edge width: 1.3 mm

H35
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Cut-off KGD type

KGDS (Cut-off / for sub spindle tooling)

LN
. 5, | i
g
%é“ g 5’ LH
% : ,/"‘\\é&
a ey /
GAWP.
‘ % 7 4 T
LF
Right-hand shown
[aa]
g
HE
£l3
A
a )
G/AMP
T N T
LF
Left-hand shown
i i
Toolholder dimensions
=
o Spare parts
5
g Ava.llabl- Dimension (mm) =
lity < | Scew Wrench
Descriotion Applicable inserts
p @ H32, H33
= =) gl = ,
RIL|E|H|B|H|H|LFIWNWIEIEIS =
KGDS®L  1616JX-1.3B [ AN J 95(1313 GDM1316...
5
1616JX-1.5B ® | ® 241616 (19.5/16(120( 27 |9.4|1.5|15 SB-40120TR| LTW-15S GDM1516...
GDG2020..., GDM2020..., GDMS2020..., GDG2520...
1616/%-28 el $21 2|31 GDM2520... GDG3020... GDM3020..., GDMS3020...

Recommended cutting conditions & H44, H45

@ : Standard item

H36



KGD type

KGD / KGDS selection reference

KGD

KGDS

Standard type

Sub spindle type

- 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 spindle.

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

KGDR (Right-hand toolholder)

KGDL (Left-hand toolholder)

KGDSR (Right-hand toolholder)

KGDSL (Left-hand toolholder)

Main Spindle

Main Spindle
Sub Spindle

Main Spindle
Sub Spindle

Main Spindle
Sub Spindle

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

-Not using sub spindle
- Cut-off operation near main spindle side

<1st. Recommendation>

Use insert without lead angle.

- Using sub spindle

- Cut-off operation near sub spindle side

- Long workpiece and more rigidity
- Cut-off operation near main spindle side

- Short workpiece and less rigidity
- Cut-off operation near sub spindle side

H37
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Cut-off

KGD type

Direct coolant cut-off toolholders for automatic lathe

KGD-JCTM osercen

n Optimized coolant hole position

Discharge coolant towards the ’
flank face of the insert

Directing coolant towards the cutting edge lengthens
tool life.

2

Coolant discharging

KGD-JCTM Competitor A

[
b=
Q
-
=
|9

Effective Cooling of the Cutting Edge

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

Wear resistance comparison (internal evaluation) Cutting edge condition (fter machining 20min)

020
— 015 W KGD b
£ Competitor A (Internal coolant type) -
£ KGD-JCTM Competitor A
§ 0.10 . . . . . .
z High density and high speeds coolant provides effective cooling of
s the cutting edge

005 Superior cooling action improves tool life

p—
0.00 :
0 20 40 60 80

Cutting time (min)

Cutting conditions: Vc = 80 m/min, f = 0.06 mm/rev (~2 mm : f=0.02 mm/rev),
KGDR1625H-2JCT, GDM2020N-015PF PR1535 (CW: 2.0 mm)
Workpiece material : SUS304 (225) Internal coolant (1.5MPa) Cut-off

H38



Cut-off KGD type

KGD-JCTM (Coolant-through holders)

Rc1/8
p

*Rc1/8
s

[
1
GAMP

g = ‘
§ HBL "
Right-hand shown | KGD.12-JCTM : 2-Rc1/8
Toolholder dimensions
Spare parts
Avaflabl- Dimension (mm) 2| o
lity <|s Plug Plug Screw Wrench o
Description = Applicable inserts
- @ H32, H33
A
= Slala x| Z | 8| = \ —r
RLéHBLHgggHFggLFLNWFEEE g& é
KGDR  1218)%-2CTM | ® 84 N 6DG2020...
24 (1218 195|54 | - —{12(85— |44 112 GDM2020...
KGDL  1218J%-20CTM ° 77 215 23?2522020
120 203 1]Yes GDM2552(:)M
KGR  162504-20CTM | ® 122 DG3020...
32(16 | 25 |245| 44 | 65 1 16 | 45| 21 40 {152 GDM3020...
KDL 1625)X-2JCTM ° 7.7 GDMS3020...
KGDR  1218)-2.4)CTM | @ 84 2
24121819554 | - —{12(85— [44|n 062520
KGDL  1218)X-2.4)(TM ® 7.7 215 GDM2520...
120 2431 [Yes| GP1 HS5X4LP | SB-40120TR| LTW-155 6DG3020...
KGDR  1625)X-2.4)CIM | @ 122 GDM3020...
32| 16| 25 245 44 | 65— 16 [45| 21| |40 15 GDMS3020...
KGDL  1625)X-2.4)CTM ° 7.7
KGDR  1218)X-3JCTM [ J 8.6 21 6DG3020...
24 (12[18]195|54 | - —{12(85— |44 108 3 GDM3020...
KGDL  1218)X-3)CTM ° 7.7 215 GDMS3020...
120 311 |Yes D60
KGDR  1625)-3)CTM | @ 122 GSM';%Z%;'.
32 (16|25 |245| 44 | 65 — 16 | 45| 21 40 (148 4 GDMS3020...
KGDL  16250%-3JCTM ° 77 ggm;‘%go

Recommended cutting conditions @ H44, H45

Cut-Off %

Toolholder identification system

KGD-JCTM (Coolant-through holders)

KGD ﬂ

JCTM

Toolholder hand Shank size Toolholder length Applicable inserts Others
R | Right-hand GDM/GDMS
L ‘ Left-hand 12x18 mm 120mm 2~3mm Coolant-through holders

@ : Standard item

H39



Cut-off

KGD type

KGD (Integral type)

=
b

KGD".1216JX-3T06
KGD'.1216JX-4T06

*—m‘ﬁf??“}% LF ‘
1
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- A
) Dimension (mm)
lity Clamp bolt Screw Wrench Wrench o
Descrintion Applicable inserts
P @ H32, H33
3 <| % @)
R{L|ZS|H|B [LH|HF|HBH[HBL| LF [WF § £ =
SE =
KGD%  1616H-2106 ole|s 27.7] 28 |
1616H-2T10 ® | ® 1016 16(30.2[ 16 | 4 [30.5]100(15.2 DE2020
[ 1616H-2T17 [ AN J 17 31.2 315 GDM2020...
tg 2012K-2117 oo 12[325 11.2] HH5X16 DMS2020...
T 2020K-2T06 ®|® |6 28
5 0| =2 1250 |23 - Lw-4 - 6D62520...
O 2020K-2T10 ® O |10 20 |30.5] 19.2 GDM2520...
2020K-2T17 ooV 35 |- | - 23333%22%
- [ BN J
BIM-2106 6 nl GDMS3020...
2525M-2T10 ® | ®10|25]25(305] 25 150(24.2 HH5X25
2525M-2T17 e 0|17 32.5
KGD%.  2012K-2.4T17 [ AN J 12 n GDG2520..., GDM2520..., GDG3020...
17120 /—32.5/ 20 | - | - [125F—12.4| 3 | HH5X16 - LW-4 - ' !
2020K-2.4T17 [ AN J 20 19 GDM3020..., GDMS3020...
KGD%  1216JX-3T06 [ BN J 6 l 195112 2 [ 19120 - SE-50125TR - LTW-20
1616H-3706 oo 16 127 8] |,
1616H-3110 ® @ 10|16 [302/16] 4 [30.5100| "
1616H-3120 [ BN J 2 34.2 345 GDG3020...
201263120 oo 12 345 103 HHSX16 ggmigﬁ%
2020K-3T06 ® 0|6 28 314
20 — 20 125 - LW-4 - GDM4020...
2020€-3110 ® @ |10 2005 188 CDMS4020...
2020K-3120 e 0|2 345 - -
2525M-3106 oo 28 |
2525M-3T10 ® | ® | 102525 305] 25 150(23.8 HH5X25
2525M-3120 e 0|2 35.5
KGD®.  1216JX-4T06 ® (@ | 6 (12]16(195/12] 2 [19(120[143 - SE-50125TR - LTW-20
2020K-4T10 e @10 30.5
2020 [—— 20 125118.3 HH5X16
2020K-4T20 o 0|2 34.5 s GDM4020...
2525M-4T10 ® @ |10 130.5] - - - LW-4 - GDMS4020...
2525M-4T20 ®(®|20(25]25 E 25 150(23.3 HH5X25
2525M-4T25 [ AN BWL 40.5

(DX : 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.)
Recommended tightening torque of clamp bolt : 6.5N-m (HH5XCOO), 8.0N-m (HH6X25), 2.5N-m (SE-50125TR)
Above toolholders are applicable to external grooving, too.

Toolholder identification system

KGD (Integral type)

kb LI LI (-1 7 [

Toolholder hand Shank size Toolholder length Applicable inserts Max. depth of cut
R [Right-hand GDM/GDMS .
L \Left—hand 16 % 16 mm 100mm 2~3mm 06:6 mm

@ : Standard item

H40
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Cut-off

KGD type

KGD-S (0° separate type)

X
|

cutoff a

=
}I
% LF J
Right-hand shown (Right-hand blade and right-hand toolholder)
Toolholder dimensions (Blade and toolholder)
Spare parts
= -~
RREES Availabi Dimension (mm) Gampbolt 1 ¢ o
2| E|E|E lity Blade Toolholder (orinsert | ey | Weench
S| = 5| & Unit description description | description clamp)
S22 8= @ G42 @ G42
2y ; <
= R[L S|H|B|H|H|E|LFIWFE|E =
JE =
[120[KGD%.  2020X-2T175 ° KGD%.2020-C 20 | 20 20 12122234
2 |17 [C25 2525%-21175 ® | @ | KGDA-2117-C | KGD%A2525-C | 17 [ 25| 25 [ 40 | 25| 7 [147/284| 2 | 3
32 No unit description => KGD3232-C 3232 32| - [167[354
[C20[KGD%.  2020X-3T105 ° KGD?4.2020-C 20|20 20| 12 [115| 23
10 {125 2525X-3T105 ° KGD*.-3710-C | KGD%2525-C | 10 | 25 [ 25|33 | 25| 7 |140| 28
3 (132 No unit description = KGD%:3232-C 32|32 32| - |160( 35 314
[C120[KGD7.  2020X-3T205 oo KGD%.2020-C 20 | 20 20 [12(125| 3
20 |25} 2525%-31205 ® | ® | KGD-3720-C | KD%2525-C | 20 | 25| 25 |43 |25 | 7 |150] 28
132 232X-312 ° KGD*3232-C 2 (32 2| - |17
0° 3 SB3T205 - 3213 3 0] 35 BH6X10TR |SB-60120TR|  LTW-25
[C20|KGDY.  2020X-4T105 ° KGD%.2020-C 20 | 20 20 | 12 {115]22.5
10 {125 2525X-4T105 ° KGD%.-4T10-C | KGD%.2525-C | 10 | 25 | 25|33 [ 25| 7 |140(27.5
132 No unit description => KGD*3232-C 32|32 32| - |160[345
[C20|KGDY.  2020X-4T205 ° KGD%.2020-C 20 | 20 20 | 12 {125/22.5
4 |20 |5 2525X-4T205 ® | ® | KGD.-4T20-C | KGDY.2525-C | 20 | 25 | 25 | 43 [ 25| 7 |150[27.5| 4 | 5
132 3232X-4T205 ° KGD?:3232-C 32(32 32| - [170[345
[120|KGD%.  2020X-4T255 oo KGD%.2020-C 20 | 20 20 | 12 {130/22.5
25 125 2525X-4T255 ® | ® | KGDA.-4125-C | KGD.2525-C | 25 | 25 [ 25 |48 | 25 | 7 [155(27.5
(32 3232%-4T255 ° KGD3232-C 32|32 32| - 175345

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. When the unit description is not available (No unit description) and/or if stock status is blank, please purchase toolholder and blade separately.
4. (DX: 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.)
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

KGD (Separate type / Unit description)

xeo I EXZ -+ R

@ : Standard item

Toolholder hand Shank size Toolholder type Applicable inserts
R [ Right-hand R GDM/GDMS
L ‘ Left-hand 20x20 mm Unit description 2~3mm

Applicable inserts @ H32, H33
Recommended cutting conditions & H44, H45

Max. depth of cut

17:17mm

H41



Cut-off

KGD type

Great for High Pressure Coolant External Grooving and Cut-off

KGD-JCT

Coolant is directed from two directions towards the flank face of the insert

Improved Chip Control and Longer Tool Life for External Grooving and Cutting-off

Excellent Chip Control

Coolant towards the rake face

Coolant hole position and angle improve chip control

[
b=
Q
-
=
|9

Chip Control Comparison (ntemal evaluation)

KGD-JCT showed better chip control performance even at

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

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

Cooling the Cutting Edge Leads to Longer Tool Life

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

KGD-JCT Competitor E

Coolant does not flow directl
towards the cutting edge

0.20

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

i

o
o

Frank wear VB (mm)
o
S

2

After Machining 39 min | | |

0 10 20 30 40
m
b & * 4 - 3 Cutting Conditions : Vc = 180 m/min, d = 9 mm, f = 0.15 mm/rev, Wet

Cutting time (min)
Fracture Edge Width 4 mm  Workpiece Material : SCM415  Grooving

o
o
&

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

H42



Cut-off KGD type

KGD-JCT (Coolant-through holders)

| G1/8

+ @ | I S iy

| MHD
G1/8 L KGD?/2020K... shows above figure.

LF Different piping position.

HF

|
1
|
e,

Right-hand shown | Applicable pressure : ~15MPa

Toolholder dimensions
Spare parts
Availabi- ) .
) Dimension (mm)
lity Clamp bolt Plug Wrench o
Desariotion Applicable inserts
p @ H32, H33
ol |8
RLéHBLHHFLFWFggg /
[ L
KGDFL  2020K-3T06JCT o|®6 315] 96.2]
2020K-3T10JCT ®|®[10[20[20/(34]|20] [188[942 HH5X16 6DG3020... [
— — GDM3020... b=
2020K-3T20)CT oo 38 90.2
125 3|4 HSG1/8X8.0|  LW-4 GDMS3020... o
2525K-3T06JCT 0K 315 96.5 COMA4020 A
bl At =}
2525K-3T10JCT ®|®|10[25(25(34]25| [238945] HH5X25 GDMS4020... O
2525K-3120)CT NI 39 89.5
KGDFL  2020K-4T10JCT R 34 94.2
2020 2| 83— HH5X16
2020K-4T20)CT e|e|2 38 90.2 o
2525K-4T10JCT eo|(e|10 34] |15 |o4s| 4|5 HSG1/8X8.0|  LW-4 GDM;‘%%'
2525K-4T20)CT ® @ [20]25(25(39]25| [233[895] HH5X25
2525K-4T25)CT RS 4 845

Please see page D12 for piping parts of coolant-through holders. Recommended cutting conditions & H44, H45

Toolholder identification system
KGD (Integral type)

KGD I:?] @ #ﬂ T J(|ZT

@ : Standard item

Toolholder hand Shank size Toolholder length Applicable inserts Max. depth of cut Others
R ‘ Right-hand 25%25mm 125mm GDM/GDMS 06:6 mm Coolant-through holders
L | Left-hand 3~dmm




Cut-off KGD type

KGD recommended cutting conditions (PF/PQ/PG chipbreaker)

Recommended insert grades f(mm/rey)
(Ve m/min) PF (RE=0.03 mm) PF (RE=10.15 mm) L2
Workpiece material =
MEGACOAT NANO MEGACOAT Edge width CW (mm) &
PR1535 PR1225 PR1215 13/15 20 25/3.0 13/15 20 25/3.0
Y * pie
LG 70~ 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
pAe * pAe
s 70~150 70~150 70~ 180 £
=)
; * pAe pAe N N N N N . S
Stainless steel 60120 60120 60150 0.01~0.03 0.01~0.04 0.01~0.05 0.01~0.04 0.03 ~0.07 0.04~0.08
Castiron - - % tzoo 0.01~0.05 0.02 ~0.07 0.03 ~0.08 0.01~0.06 0.03 ~0.09 0.04~0.10
¥: Tst Rec dation Y 2nd Rec dation
Recommended insert grades f(mm/rev)
(Vc: m/min) PQ PG
WOrkpie(e Material MEGACOAT DLC E
NANO MEGACOAT coated carbide Carbide Edge width CW (mm) &
g PR1535 PR1225 PR1215 PDL025 GW15 20 25/3.0 20 25/3.0
l% i\(
1 © LG 70~ 150 70~ 150 70~ 180 : ;
35 0.03~01 0.04~0.12 0.01~0.04 0.01~0.05
PAY * PAe
1 - -
5 Alloy steel 70 ~ 150 70 ~ 150 70 ~ 180
]
. * PAq PAg B ) - - - ~
Stainless steel 60~ 120 60120 60150 0.02~0.07 0.02 ~0.08 0.01~0.03 0.01~0.04 .
. _ ) * ) e 5 N . N &
Castiron 80200 502100 0.04~0.1 0.04~0.12 0.01~0.04 0.01~0.05
p : B B * * B B N N
Aluminum Alloys 200~ 500 200~ 450 0.01~005 | 0.01~006
; } ; } * : ; - -
Brass 100~ 200 0.01~0.07 0.01~0.08

K st Rec dation Y 2nd Rec dati

Application map

High feed rate
PH

General purpose

PM
PQ

For automatic lathe (Medium feed)
For automatic lathe (Low feed)

For automatic lathe (Low cutting force)

Low <= (ytting force =g High

LOW e fop(| [ate  me—- High

H44



Cut-off KGD type

KGD recommended cutting conditions (PM / PH chipbreaker)

Recommended insert grades f(mm/rev)
(Ve: m/min) PM ‘ PH
Workpiece material MEGACOAT ; é
NANO MEGACOAT Edge width CW (mm) 2
PR1535 PR1225 PR1215 2~4 2 3~4
* * PAe
Carbon steel 80 ~ 200 80~200 | 100~200
= x . 0.08~0.18 0.10 ~ 0.25 0.15~0.28
Aloy steel 70~18 | 70~180 | 80~180 =
=)
; * * * S
Stainless steel 60 ~ 150 60~ 150 60~ 150 0.06 ~0.12 0.05~0.12 0.08 ~0.15
Cast iron * 0.08 ~0.18 0.10~0.25 0.15~0.28
100 ~ 200 ' ’ ' ’ ’ ’

Y : 1st Recommendation Ys: 2nd Recommendation

Exam ple of feed [minthe graph indicates the most recommended value of feed (f)] .
A
£ * PM chipbreaker [Workpiece materiak: S50C ] [
£ b=
= @)
E=, YO, 3 R B P
= 24 - z
B )
3 [ I I I
= 0.1 0.2 0.3
w

Feed rate f (mm/rev)

* PH chipbreaker [Workpiece material: S50C ]

E

E

S E— T N—

=

°

$ 2 fe S

S

= L [ 1 [ |
0.1 0.2 0.3

Feed rate f (mm/rev)

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

KGM type

GM/GMM/GMN/GM™.
Stinkessstedt | J@lo] | [ [ M|
k]
Dimension (mm) Tolerance (mm)|  Carbide g
i~
b4 (=)
nsert Description = 3| P |- Applicable toolholder
o i~
Slow | s e [mst| W] W " @ H30-H52
min. [ max. |8|2iR2(2|e
2|2iEF|E|E
GMM 1520-MT 2| 15 |43 | 0 | 20 |-005|voos| | 7 |7 KGMT...1.5(-85)
" « ] 0 ] o |o KGM?....-1.5(-85)
/ {:EEQE GMM  2020-MT 2| 2 | 43 | oo | 20 |-005|+00s| | KeM.2(..)
: e 4 0 o |o K6M%..-2(..)
GMM  2520-MT 225 | 43 | s | 20 |-005|+00s| | KGM..-2.5(-85)
Sharp cutting oriented 0 KGMPVe..-2(..), KGMPI..-2.5(-85)
@] (@) L..-2(...), L..2.3(-
GMM  3020-MT 2| 3 | 43 | 06| 20 |-005|+00s| | KGMF..-3(120)
GMM  1520-NB 2015 43| 0 | 20 |-005|+005 o |o KGMP....-1.5(-85)
o e ] ] KGM®....-1.5(-85)
/ fmm—( tﬁ GMM  2020-NB 20 2 [ 43| 0 | 20 |-005|+005 o |o K20
") gy Yoov
[ GMM  2520-NB 2025 [ 43| 0 | 20 |-005|+005 o) ﬁgm; A.)
uo: S'W'rﬁ\ aittng ol;ien}(ed/ L2508
. ithout Chipbreaker KGMAL..2(.., KGM"....-2.5(-85)
L GMM  3020-NB 20 3 [ 43| 0 | 20 |-005]+005 | KaM#..3(m20)
] KGMP....-1.5(-85)
: . 5
GMM  2020-TK 20 2 [ 43| 02| 20 |-005|+005 o |o KoM 2(..
R KGMY....-2(...)
GMM  2520-TK 225 | 43 | 02 | 20 [-005[+005] [0i0F |O KGMP...2.5(.85)
] KGMPL...2(.., KGMP....-2.5(-85)
: . 5
GMM  3020-TK 203 | 43 [025| 20 |-005 4005010100 O] | AT
KGM?....-1.5(-85)
GMM  2020-TMR 2| 2 | 43| 02| 20 |-005|+005 0 KoM...2(.)
B KGMP...-2(..)
GMM  2520-TMR 2 25| 43| 02 | 20 |-0.05|+005 o KGMF..-2.5(-85)
KGMPYL...-2(..., KGMPL..-2.5(-85)
GMM  3020-TMR 2| 3 | 43025 20 |-0.05|+005 o KGMYL..-3(120)
KGMP....-1.5(-85)
c - O
GMN  2TK 1] 2 [ 43| 02| 20 |-005|+005 o [o KoM 2(..
n KGMAL...-2(.., KGM"....-2.5(-85)
GUN 3K VI3[ 431025120 1-0051+005/0/000 1O |y eve™ 3m)
Tedge/Sabilly |Gy 47K 1] 4 [ 43 ] 03 | 20 [-005|+005{0|0:0 |Of | K6MP..-3(T20), KGMPL..-4(T.)
GMN 22 1] 22 | 43 {017 | 20 |-005|+005{0| o [ofo KGMY....-2(...)
) KGMAL...2(.., KGMP....-2.5(-85)
y GMN 3 T3 | 43|02 | o f-00s|rossfof O [olo] cueTin
$
‘// :if GMN 4 1 4 | 43025 20 |-005|+005{0] O [O|O] KaMPW..-3(T20), KGMPL..-4(T.)
— tﬁ
1-edge GMN 5 1] 5 | 43| 08 | 20 [-005[+005{0| O [O| | K6M...-4(T.), KGM¥...-5(T25)
GMN 6 1] 6 | 4308 | 20 [-005|+005[0 i0f |O| |KGMY..-5(T25), KGMR..-6T30

O : Will be replaced with a new product
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Cut-off KGM type

GM/GMM/GMN/GM"/
T I O S
N Angle ) iz
Dimension (mm) © Tolerance (mm) Carbide =
i~
1] =)
Insert e 2| S| P T Applicable toolholder
° i~
Slav | s | e | st fpsin| WL W - O
min. [ max. |S|8inigiL|2|g
sl22 2552
GMM  1520R-MT-15D | 2| 15 | 43 0%5 0 | 15 |-005|+00s| | - KGMPe...1.5(-85)
GMM  2020R-MT-15D 0 oi o .
e 00RM-15D (2| 2 | 43 [005 | 20 | 15 |-005|+005]0] © Egmﬁf'"z;(s(fs)
S 3 2020L-MT-15D 0 o Lol
|=I= Ry
e GMM  2520RMT-1SD | 2| 25 | 43 0%5 20 | 15 {005 |+005| | - m; 5(5“)85
Sharp cutting oriented . ..-2.5(-85)
GMM  3020R-MT-15D 0 oi o . N
3000RMI5D |2] 3 | 43 |05 | 20 | 15 |-005[+00s0| © ﬁﬁﬂé“‘;ﬁﬁ;ﬁg,)m“” k. 25089)
3020L-MT-15D 0 o b

KGMPL...-1.5(-85)
KGM...-2(...)

KGM...-2(...)
KGMP...-2.5(-85)

KGMP...-2(...), KGMP....-2.5(-85)
KGMF....-3(T20)

KGMP...-1.5(-85)

GMM 2020R-TK-8D 20 2 | 43 |02 2 8 [-0.05+0.05 0:0: |O

GMM 2520R-TK-8D 2125 (43|02 20 8 |-0.05+0.05 O

Cut-Off %

GMM 3020R-TK-8D 20 3 | 43 |025] 20 8 [-0.05|+0.05[0f :O:O

GMM 2020R-TMR-6D 2| 2 43 [ 02 | 20 6 |-0.05+0.05 O

KGM...2(..)
KGMYe..2(..)
GMM  2520RTMR6D |2| 25 | 43 [ 02 | 20 | 6 [-005|+005 o N 25085
KGMPY...2(..), KGMP...-2.5(-85)
GMM  3020RTMR6D |2| 3 | 43 [025| 20 | 6 [-005|+005 O | | ke 30
KGMY....1.5(-85)
-TK-1 - D O
GMR  2-TK8D 1 2 |43 ]02] 20| 8 |-005]+005 oi |o 2
KGMP...2(..), KGMP...-2.5(-85)
TK- - O
GMR  3-TK-8D 10 3 | 43|02 | 20 | 8 |-005|+005| | OO 320
T-edge/ Stabillty | GuR  47K-8D 1) 4 [ 4303 ] 20| 8 [-005[+005 | i0i00 [Of | K6M..-3(720), KGM%..-4(T.)
3 D) O
gmf ;;gg 122 [ 43 |07 | 20| & [-005|+005]" é’ . KGMP...2(..)
/ ﬁ% GMR  22-15D 1022 (43 ] 0 | 2 | 15 [-005[+005]0] © 0 [Ofo KGMPe..2(..)
/ bj GMR 34D s s loa lao | s liossleoosol - 0 [0]0] KaMok.20. Kemn..-25085)
et Samatig ML 34D o| i o KGM...-3(120)
oriente
gmf jig 1) 4 | 43|05 | 20| 4 |-00 +o.osg - KGMPL..-3(T20), KGMY...-4(T.)

Handed insert shows Right-hand

O : Will be replaced with a new product
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Cut-off KGM type

Edge preparation
Series MT-chipbreaker TK-chipbreaker TMR-chipbreaker Without chipbreaker (NB)
Chamfer +Rhoned | Chamfer+Rhoned | Chamfer+ R honed Sharp Edge Chamfer + R honed R honed Sharp Edge
Corner-R (RE) =0.05 Sharp corner Corner-R (RE) =0.2-0.3 | Corner-R (RE) = 0.2-0.3 Corner-R (RE) =0.2 Corner-R (RE) =0.05 Sharp Corner
i g— | i = 7 =
Edge prep. +
i : o, g
CR9025/PR915 PRI30/KW10 CR9025/PR915 PR930/KW10 PR1115 (R9025 PR930/KW10
- Sharp edge specification can reduce cutting force by 40% less than that of chamfer edge.
Series Advantage

MM-MT Specific chipbreaker for cut-off operations requiring sharp cutting performance.
Minimizes the boss.
Cutting edge is flat with non-chipbreaker.

GMM-NB
It works well for brass, etc.
Stable design with chipbreaker for cut-off. Large corner-R.

GMM-TK )
2-edge for economical performance.
Same chipbreaker geometry as GMM-TK.
GMN-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.

(No indication) 1-edge and wide application range. Available for cut-off applications.

[
£
Q
5
O
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Cut-off

KGM type

TMR-chipbreaker

Advantages

Special curve wall

Depression in center of

cutting edge.

|

Improved chip evacuation by
squeezing chips

V'4

GMM chipbreaker MAP

TMR application range

Applicable range

200
é 100 TM R
s chipbreaker
50
0.10 0.15 0.20
f (mm/rev)

Chip width < Grooving width

Low <= Feedrate mmp High

Sharp cutting <ssssss) Stability oriented

Cutoff a

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, 230, constant spindle revolution)

o n=1,060min"(Vc=100m/min) n=2,123min"'(Vc=200m/min)
Description f=0.12mm/rev f=0.18mm/rev f=0.12mm/rev f=0.18mm/rev
e | @000 |© 009 @0 OO0
(Neutral) @ ) OCoe "6YV\ 000 o
GMM o — — —~ 7 o @ @
i | ©0RE ©099 | @Qee (OO
(Lead angle) @ Q) ®6 G0 o (;-7 ©999

Recommended Cutting Conditions

Workpiece Material Ve (m/min) f (mm/rev)
Carbon steel 60 ~ 200
Alloy steel 60~ 150 0.08 ~0.18
Stainless steel 50~ 140

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

-+ GMM2020R-TMR-6D +GMM2020-TMR
(Vc=200m/min) (Vc=200m/min)
~#— Competitor's chipbreaker A ~#— Competitor's chipbreaker A
8 ['| -o- GMM2020R-TMR-6D 8| -o- GMM2020R-TMR
B B
= 2
N 6 ~ 6|
-4 -4
a A
4] 4]
£ £
o 4T o 4T
=1 >
<] ]
o< o
2+ 2+
. . . . . .
0.08 0.12 0.18 0.08 0.12 0.18
f (mm/rev) f (mm/rev)
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Cut-off KGM type

KGM (for Automatic Lathe)

-
H
|

15 e [

KGML.1616

Right-hand shown

Toolholder dimensions

Spare parts
Availabi- . .
) Dimension (mm)
lity Screw Wrench
Desariotion Applicable inserts
P @ H46, H47
= - [ 3 \/
R|L 5 H| B |LH|HF|2|LF| WF g g é
KGM%  10100%-1.5 Ofo)8|10|10]18[10] [120] 94 GMM1520...
[ 1212F-1.5-85 ] nlaluloln 2 8_5 14 1.5( 2 |SE-40120TR| LTW-15S GMM2020...
5 12120%-1.5 olo 120 GM_2-TK(-8D)
::'S KGM e 1010JFX—2 O[] 18]10[10]18]10| [120]9.15 N GMM2020...
1212F-2-85 oo 2|85 -40120 -15 TK(-
23112112(19|12 11151 2 | 3 GM_2-TK(-8D)
1212)X-2 oo GM_2.2(-..D)
1616JX-2 LI 0[30]16]16 (24516 | - 15.15 SE-50125TR| LTW-20 e
i 1212F-2.5-85 ] 85
G B2 = SE-40120TR| LTW-155 GMM2520...
1212)X-2.5 oo 120 2413 GMM3020...
1616J%-2.5 O C1[30 16|16 245 16| - 15 SE-50125TR|  LTW-20 GM_3(..)
KGM®.  1616JX-3 LI [30[16(16(245 16| - (120|148 | 3 | 4 [SE-50125TR| LTW-20 |GMG3020..,,GM_3(...), GM_4(...)
KGM(for automatic lathe) will be switched to KaZ=> H28 Recommended cutting conditions @& H55

[[]: Expected to be discontinued in September 2026
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Cut-off KGM type

KGM

Right-hand shown

Toolholder dimensions

Spare parts
Availabi- R
) Dimension (mm)
lity Clamp bolt Screw Wrench Wrench o
Descrinti Applicable inserts
escription @ H46, H47
- - £| 3 ,
R{L|S|H|B|LH|HF|&|LF|WF § E ‘é
=
= =
KGM"  1212H-3 0 1212 112 | 4 1100 1108 3 - SB-5TR - LTW-20 GMG3020..., GM_3(...)
1616H-3 O 16 | 16 16 14.8
9 27 3 HH5X16 b=
2020K-3 oflo 20 | 20 A 125(18.8 4 - LW-4 - GMG3020..., GM_3(...), GM_4(...) @)
2525M-3 oo 25|25 25 150(23.8 HH5X25 5
KGM  2020K-4 @) 20 | 20 20 125(18.3 HH5X16 GM_4(...) v
10 27— - 415 - LW-4 -
2525M-4 ofOo 25|25 25 150(23.3 HH5X25 GMN5
2020K-5 O 20 | 20 20 125]17.8 HH5X16
KGR —t—10 7 - 516 - LW-4 - GMNS
2525M-5 O 25|25 25 150(22.8 HH5X25 GMN6
(DX shows available grooving depth. Recommended cutting conditions @ H55

4mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder’s rigidity.
KGM will be switched to KaD=> H40

O : Will be replaced with a new product
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Cut-off

[
£
Q
5
O

KGM-T (Deep grooving)
i A
. w| 2, L DX
= I~
I il@)
LH
5"/?‘
Lil i
f T ol S T
* A
R S / LF N
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- S
) Dimension (mm)
lity Clamp bolt Screw Wrench Wrench o
Descrintion Applicable inserts
p @ H46, H47
g - E &)
RIL|[S|H|B|[LH|HF| 3 |LF| WF = § ‘é
o
KM 2012-2T17 20 I I 2 I N B A - SB-5TR - I -
- oflo ) b
2020K-2T17 g 17 20033 | 1915 2 | 3 | HH5X16 i IWot ) GM_22(-.D), GM_3(.)
2525M-2117 oflo 25|25 25 150(24.15 HH5X25
KGM?L  1616H-3T20 O 16 | 16 16| 4 (100 14.8 HH5X16 - LW-4 -
201263120 o 12 108 - SB-5TR - (TW-20 GMG3020..
20120 F—36|20 25— 3| 4 GM_3(...)
2020K-3T20 oflo 20 18.8 HH5X16
— - LW-4 - GM_4(..)
2525M-3120 OO0 25125 150| 23.8 HH5X25
KGMRL  2020K-4T20 O 20 | 20 125 18.3 HH5X16
2525M-4T20 I ] 4]s . W4 - GM_A..)
- 2512525 150| 233 HH5X25 GMN5
2525M-4T25 O|1O|25 4
KGMPL  2525M-5T25 OlO 25|25 25 150| 22.8
; — 1% 0= 5 06| HHsKs : W4 - GHINS
3232P-5T25 O 32132 32 170| 29.8 GMN6
KGMR  2525M-6T30 O 30(25(25(45|25 150|224 6 | 6 | HH5X25 - LW-4 - GMN6

(DX shows the distance from the toolholder to the cutting edge. Ref. to the Table (H54) for the relationship between the available grooving depth and the cutting dia.
When using GMG / GMM (2-edge) insert, set the groove depth under 15 mm.

KGM will be switched to KaD=> H40

O : Will be replaced with a new product
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Cut-off KGM type

Applicable inserts

Applications | Grooving/Turning | Grooving / Tuming Grooving Full-R / Copying | Full-R / Copying | Cut-off/ Deepgrooving | Cut-off/Deep grooving | Cut-off/ Deep grooving | Cut-off/Deep grooving | Cut-off/ Deep grooving
See page G48 G48 G49 G49 G50 H46, H47 H46 H46, H47 H46, H47 H46, H47
Mw Ms % | MG MT NB o | TK P TK
Insert -
Toolholder : ( - / :
description TMR
GMM1520..MT
KGMPL...15 a R R R R GMM2020..MT GMM1520..NB GMM2020..T. GMN2..TK R
cee GMM1520%..MT | GMM2020..NB GMM2020R..T. GMR2..TK
GMM2020%c..MT
GMM2020..MT GMM2020..T.
GMM2520..MT GMM2020.NB GMM2520..T. GMN2..TK GMN2.2
KGMP/L 2T GMM2420.MW | GMG3020..MS GMG2520..MG GMG3020.R R GMM3020..MT GMM2520.NB GMM3020..T. GMN3..TK GMN3
o GMM3020.MW | GMM3020..MS GMG3020..MG GMM3020.R GMM2020%...MT GMM3020.NB GMM2020R..T. GMR2..TK GM¥L2.2
GMM2520%c..MT - GMM2520R..T. GMR3..TK GM%3
GMM3020%c..MT GMM3020R..T.
GMM2520..MT GMM2520..T.
KGMPL...2.5 GMM2420.MW | GMG3020..MS GMG2520..MG GMG3020.R R GMM3020..MT GMM2520..NB GMM3020..T. GMN3..TK GMN3
ces GMM3020.MW | GMM3020..MS GMG3020.MG GMM3020.R GMM2520%0..MT GMM3020..NB GMM2520R..T. GMR3..TK GM?A3
GMM3020%c..MT GMM3020R..T.
GMG3020..MS GMG3020.MG GMG3020..R GMN3..TK GMN3
KGMP/, 3(-'-) GMM3020.MW | GMM3020..MS GMG3520“MG GMM3020.R ~ GMM3020..MT GMM3020.NB GMM3020..T. GMN4..TK GMN4
Looc GMM4020..MW GMG4020..MS GMG4020“MG GMG4020.R GMM3020%c..MT - GMM3020R..T. GMR3..TK GM%.3
GMM4020..MS - GMM4020..R GMR4..TK GML4
GMG4020..MS GMG4020..R GMNG
KGMPAL 4(1) GMM4020.MW | GMM4020..MS GMG4020..MG GMM4020..R _ R R } GMN4..TK GMNS
GMM5020.MW |  GMG5020..MS GMG5020..MG GMG5020..R GMR4..TK M4
GMM5020.MS GMM5020.R :
GMG5020..MS GMG5020..R
R GMM5020.MW | GMM5020..MS GMG5020..MG GMM5020..R GMN5
KGM....5T GMME020.MW | GMGSO20MS | GMG6O20.MG | GMGgo2o.R | COMGASOZ0.R - - : : GMNG
GMM6020..MS GMM6020..R
R GMG6020.MS GMG6020.R u
KGMPAL...6T GMME020.MW | oo ms | GMB020.MG | oy ore | GMGAG020.R - - - - GMN6 1l
KGML...8 GMM8030. MW - GMGB030.MG - GMGAB030.R - - - - - t'o:
1
o
Recommended cutting conditions@ H55 3
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Cut-off KGM type

Possible cutting diameter of KGM / KGM-T type

[ —

[@

20 (CDX, 940)

I%

WSCBX,MSE

((

\ There is a limit to available

grooving depth depending on

= the workpiece diameter.

1 10 9
| ‘/’&/
| /1 X Y

If the workpiece diameter is large, the available grooving depth

/ becomes smaller due to interference with the toolholder.

o e.9) KGMR2525M-3T20 + GMN3

KGM (for automatic lathe) possible cutting diameter and available grooving depth table

R
£
Q
=
O

Toolholder description DCX (Cutting dia.)

KGMP/L 1010[_1-1.5... - - - - - - - 18 | 2 26 | 38 | 76
1212[115... - - - - B | 27|33 | n o | o | o | oo
1010[_1-2... - - - - - - - 18 | 21 | 26 | 38 | 76
1212 2. - - - - B | w |3 | n
1616 1-2... 30 | 37 [ o7 [ 68 | 89 | 31| » | o =
12120 1-25... - - - - B | 27|33 | n oo
let6L)25.. 30 | 37 | 47 | 68 | 89 | 1B1 | « | oo
1616[_1-3...

Available groovingdepth COX(mm) | 15 | 14 | 13 | 12 [ns [ n |10 | 9 [ 8 [ 7 [ 6 [ 5[ 4] 3] 2]

KGM-T possible cutting diameter and available grooving depth table (GMN, GM%. when using 1-edge insert)
Toolholder description DCX (Cutting dia.)

KGM™/L 2012K-2117
2020K-2117 - - - - - - - - 66 80 130 | 260
2525M-2T17
1616H-3T20 - - - - - 40 54 70 100 180
2012K-3T20
2020K-3T20
2525M-3T20 - - - - - 40 90 | 130 | 240 o
2020K-4T20
2525M-4T20 oo
2525M-4T25
2525M-5T25 - - 50
3232P-5T25 280 600
2525M-6T30 100 | 300 | oo S o

Available grooving depth (DX (mm) 30 27 25 23 22 20 19 18 17 16 15 14 13 or under

140 | 240
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Cut-off

KGM type

Recommended cutting conditions (GMM-MT, GMM-TK, GMM-NB)

Recommended insert grades (Vc: m/min) Edge width CW (mm) .
-
Workpie(e material CVD coated carbide PVD coated carbide (arbide 15 ‘ 20/25 3.0 4.0 g
ﬂ)
(R9025 PR915 PR930 KW10 f (mm/rev) =
* *
Carbon steel 80~ 180 60 ~ 150 60~ 130 0.01~0.04 0.02~0.15 0.03~0.20 0.08 ~0.30
AS * AS
Alloy steel 70~ 150 60~ 150 60~ 130 0.01~0.04 0.02 ~0.15 0.03~0.20 0.08 ~0.30
) PAe * PAe
- 0.01~0.03 0.02~0.10 0.03~0.15 0.08 ~0.25 -
Stainless steel 60 140 50~ 140 50120 E
* E
Castiron - - - 0.01~0.05 0.05~0.12 0.10 ~0.25 0.10~0.30 e
50~ 100
) ) ) ) * N N N N
Aluminum alloys 200 ~ 450 0.01~0.05 0.05~0.10 0.05~0.20 0.05~0.25
Brass - - - 100 ~ 200 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%.

Recommended cutting conditions (GMM-TMR)

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

Y: Tst Recommendation Y: 2nd Recommendation

Cut-Off %
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Cut-off KPK type

High-performance cut-off solutions

KPK Series

Easy insert replacement reduces downtime

High performance, long tool life and stable machining with strong clamping mechanism

n Easy insert replacement

Reduce down time with fast insert replacement
Turn wrench slightly to release insert

No hammer or screw required
self-clamping

Firm insert clamp ensures added safety and security

The firmly secured insert uses three contact surfaces to eliminate sliding or chattering

=)
b=
Q
3

1. Top clamp

Insert deviation comparison (interal evaluation)
Holds the insert in place

200 | m KPK
B Competitor A
160
£
=
w120
Separate contact surfaces £
Front contact : Improves stability L 80
Back contact : Prevents insert slipping €
40

2. Back stop

. 0 20 40 60 80 100
3.V-shaped insert seat Load (N)

Prevents insert retraction and makes Optimized insert seating

L N N Measured tool : KPKB32-3 PKM30N-025PM
mountlng inserts easier prevents insert movement

Cutting performance comparison (Internal evaluation)

Competitor A Competitor B

3
‘-’
e ¥
¢ %
2

-
o @

N Chip clogging

. Cutting noise and surface finish: Good
Stable machining

Chip entanglement
Scratches on the finished surface Chattering Chattering when entering the workpiece

Cutting conditions : n = 320 minr‘ (constant), Vc = ~100 m/min, f = 0.12 mm/rev, Wet (External coolant) Workpiece material : SCM435 (2100) Edge width :3mm
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Cut-off KPK type

3

Unique chipbreaker for long tool life and stable machining

Advanced chipbreaker technology inherited from KGD lineup provides excellent chip control

For tough edge and high-feed machining

PH Chipbreaker

Insert grade Insert grade

For Steel : PR1625
For Stainless steel  : PR1535

For Steel : PR1625
For Stainless steel  : PR1535
For Castlronand Aluminum ~ : GW15

Wear resistance comparison (nternal evaluation) Chip control comparison (ntemal evaluation)
015 | m KPK (PR1625) KPK Competitor B Competitor C
o Chip clogging
| Compet!tor B = & - - ' * Processing noise larg
012 m Competitor C .
£ : 0.18 . » - - n - . .
3 L]
§ 0.09 i b » L] Chip entanglement LU - N
o
£ ~
z e & % & » ec & & @
©
g oos e g
: £ 012 = = e = i o . & = L]
o Y
2 W o B
0.03 ' e Chip entanglement - > = 1
2
e | = ® - a0
0.00 3
0 20 40 6 80 100 120 140 008 @ » = &,’ v L]
L] -
Cutting Time (min) - » a ’
7‘ - - Chip entanglement L] -
Cutting conditions : n =955 min  (constant), Vc = ~150 m/min
f=0.12mm/rev (~210: f=0.05 mm/rev) Wet (External coolant) Cutting conditions : n = 780 min" (constant), Vc = ~120 m/min, Wet (External coolant)
Workpiece material : SCM415 (250) Edge width : 3 mm (PM Chipbreaker) Workpiece material : SCM415 (250) Edge width : 3 mm (PM Chipbreaker)
/B Rigid toolblock prevents chattering and provides internal coolant
KPKTB-JCT
Original three-way clamp for Chattering resistance comparison (internal evaluation)
securing blades
Comparison of areas where stable machining is -
possible by changing the overhang amount of -
blade by T mm
Blade overhang amount | Rl
< »|

KPK

Chattering

X occurred

Competitor C

Internal coolant available 0 3 6

Applicable pressure : 7MPa ’ Blade overhang amount (mm)
Cutting conditions : n = 650 min ' (constant), Vc = ~100m/min, f=0.12 mm/rev
Wet (Internal coolant : Normal pressure) Workpiece material : SCM435(@50),

. . e g . Edge width : 3 mm (PM Chipbreaker)
High-rigidity bottom jaw

Check KTKTB type is compatible with internal coolant with an optional internal connector. (~ 1 MPa)  *Referto page H65 for the supply method (Type C).
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Cut-off KPK type

Stinkessstedl @[ [ M|
L Anogle Tolerance (mm)| Carbide
(mm) ©)
g PVD roni
- pplicable toolholder
Insert Description <
Sl o | re s w | i @ H60, H61, H67, H68
min. | max. [Rig|2
HE
KPKB19-1, KPKB26-1(JCT)
PKM  16N-015PM 16 | 015 ® 00 ke 10N
KPKB19-2, KPKB26-2(JCT)
PAM— 20N-020PM 2|02 ® ®1® | (pK832-201CT), KPKH?. 2020K-201CT)
KPKB19-2, KPKB26-2(JCT)
PRI 24N-020PM 24102 ';' ! KPKB32-2(1CT), KPKHY.2020K-2()CT)
KPKB26-3()CT), KPKB32-3()CT)
. PAM — 30N-025PM 305 ® ®1® | KpKHYL..30CT), KPKHL..-3045
: 1 I Bl KPKB26-4(JCT), KPKB32-4()CT)
PKM— 40N-030PM 4] 03 b KPKH?A...-4(JCT), KPKHL...-4D45
Generalpupose KPKB26-5()CT), KPKB32-5()CT)
PKM  48N-030PM 48 | 03 oéo | KT 252MS
[l KPKB26-5()CT), KPKB32-5()CT)
u: PKM  5ON-030PM 5 |03 LT et
Q
b=t PKM  60N-035PM 6 |035 ®:@|®| KPKB32-6()CT)
(@) 1
KPKB19-2, KPKB26-2(JCT)
PKM.— 20N-020PH 2 )02 ® ®| | KpKB32-2(1CT), KPKHY.2020K-2(CT)
KPKB26-3()CT), KPKB32-3(JCT)
PM — 30N-030PH 3 ® O | KPKH..-30CT), KPKHY...-3045
] KPKB26-4()CT), KPKB32-4()CT)
e, PKM  40N-030PH Tl | 03| - |-00314003\@ @ | KR 4045
. KPKB26-5()CT), KPKB32-5()CT)
High feed PKM 50N-030PH 5 03 .;. KPKHF/L2525M-5
PKM  60N-040PH 6 | 04 ® @ | KPKB32-6(CT)
PKM  16R-015PM-6D 0
R 16 | 0.15 cele KB19-1, KPKB26-1(JCT)KPKB32-1(JCT)
PKM  20R-020PM-6D ) | o ®:@|®| KPKB19-2, KPKB26-2()CT)
201-020PM-6D : ®:@|®| KPKB32-2()CT), KPKH.2020K-2()CT)
PKM  24R-020PM-6D 2 | o ®.@|®| KPKB19-2, KPKB26-2(JCT)
241-020PM-6D . : ©:@|®| KPKB32-2()CT), KPKHYL2020K-2()CT)
1 6 |-0.03|+0.03—
PKM  30R-025PM-6D 3 | oss ®:@|®| KPKB26-3()CT), KPKB32-3()CT)
General purpose 30L-025PM-6D ©:0|®| KPKHL...-3(JCT), KPKHY....-3D45
withleadangle | pkM  40R-030PM-6D 4 |03 ®.@|®| KPKB26-4()CT), KPKB32-4()CT)
401-030PM-6D : ©:@|®| KPKHYL...-4(ICT), KPKH....-4D45
PKM  50R-030PM-6D s | o3 ® @@/ KPKB26-5()CT), KPKB32-5()CT)
50L-030PM-6D : ®:0|®| KPKH.2525M-5

Handed insert shows Right-hand

@ : Standard item
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Cut-off KPK type

Lead angle direction and usage

. If there is no restriction on the finished shape, use an insert without lead angle.

2. Insert with lead angle is recommended to prevent remaining boss.
3. If you want to make the remaining boss smaller when machining small or thin parts, use insert with lead angle.
N (Neutral) R (Right-hand) L (Left-hand) Right-hand (R) Lead angle Neutral Right-hand (R) Lead angle Neutral
= o
2 o
] =
e g g
2 £ NV S
] g =
PSIRR PSIRL 2 =
° S
= ) 2
£ 3 g
- Inserts with lead angle (PSIR ) reduce burrs at cut-off machining. 2] o
-The larger the lead angle (PSIR ), the smaller the cutting force. o
The feed also needs to be smaller. a5
o
Caution

Center height (Cutting edge height)

1. Set cutting edge height 0.Tmm above core height.

2. Machining with ample supply of coolant is recommended. Workpiece

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.To prevent impacts, reduce feed rate by 1/2 ~ 1/3 when nearing the center of the workpiece.

Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage.

R RN S

Cut-Off %
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Cut-off

KPK type

KPKB-JCT (Coolant-through blades)

Q,)
o v,
%, 4 N
/—\g / P '
", o 0o 0o \ \)
. . N
LF -
LF
Fig. 1 Fig.2
With coolant supply | Applicable pressure : ~7MPa
Toolholder dimensions
Spare parts
= Dimension {m) = Y Coolant cap Screw Wrench
e E | = wrench Applicable inserts | Applicable tool block
E =1 @Hs58 @ H62, H63
A
- @
S| A|B|H|HF|LF|CW / E
- v
KPKB  26-1)CT ® 35|14 116 PKM16...
2.6 1
b 263)T o 7526] |26 a0 3 ]ves| | tows | cce4 | sBdossTR| IS PKM30... il
o 26-4)CT o (34 4 PKMA0... )
3 % 1 - 4_8 2 Coolant cap screw Py
¥ - Tightening torque 3.0 N-m
26-5)CT ° 42 5 PKMS0...
KPKB 321U ® 35|14 16 PKMI6...
2.6 1
32-2C1 ® (5018 224 Em;g
32300 o| [ 3] [ PKM30... KPKTB. -32)CT
100 — 32|25 |150—— Yes LPW-5 CCP-4 SB-4065TR FT-15 KTKTB..-32
32-4)1 ° 4 4] PKMA40... KTKTBE..32
- 48 2 Coolant cap screw PKM4S...
32-50 L4 120£ i Tightening torque 3.0 N-m PKM50...
32-6)CT o| |54 6 | | PKMS60...

See page H64 for insert mounting and removal instructions
When using internal coolant with KTKTB, KTKTBF type toolblocks, coolant supply piping (CCN -5) sold separately.

Recommended cutting conditions @& H69

H: Length between virtual vertices

Minimum /maximum overhang length while using internal coolant

Description Overhang length
Blade Toolblocks min. max.
KPKB26-1JCT 15 345
KPKB26-2/3/4)CT KPKTB20-26JCT 20 40
KPKB26-5)CT 23 43
KPKTB20-32JCT 18
KPKB32-1JCT KPKTB25-32JCT 49
% KPKTB32-324CT K
| | 9T | | 1T | |_ KPKTB20-32JCT 27.5
KPKB32-2/3/4)CT KPKTB25-32JCT 59
Overhang Length 225
KPKTB32-32JCT
KPKTB20-32JCT 315
KPKB32-5/6JCT KPKTB25-32JCT 265 63
KPKTB32-32)CT '

@ : Standard item

H60



Cut-off KPK type

Q/),
Y, \
- ’[\\/'
LF U
Fig. 1
Toolholder dimensions
Spare parts
= Dimension (mm) 2 Releasi?lg
- = =] | Wrend Applicable inserts Applicable tool block
Description = = =
P g £ @ H58 @ H62, H63
“
=
o
5 A|B|[H|[HF|LF|CW
KPKB 191 ®[32]14]26 6] [ 1] PKMI6...
19 (15.7/ 86 | 2 | No LPW-5 PKM20... KTKTB..-19
192 ¢ |w0]18] - 24 2 PKM24.. [l
KPKB  26-1 ®|35]1.4]26 I PKMI6... 5
2 PKM20... -
262 ¢ 5018 24 PKM24... 3
] KPKTB..-26JCT
26-3 ® (75|26 i 26 |21.4 110i No ) LPW-5 PKM30... KTKTB.-26
264 o |[34] 4] PKMA0...
80 48 PKM48...
263 e |4 5 PKMS...
KPKB  32-1 ® 3514 16 PKM16...
26 2 1 PKM20...
32 ¢ 50|18 24 PKM24...
323 o| |26 3 PKNE0... KPKTB..-32)CT
100 — 32|25 |150— No LPW-5 KTKTB..-32
324 o |34 4] PKM40... KTKTBE 3
- 48 2 PKM48...
33 ® |10/ * 5 PKMS0...
32-6 [} 54 6 PKM60...
See page H64 for insert mounting and removal instructions Recommended cutting conditions @ H69

H: Length between virtual vertices

@ : Standard item

H61



Cut-off

KPK type

[
£
Q
5
O

KPKTB-JCT (Coolant-through type)

T8

ﬁi F Location of edge = '_' I_l
[I L

HBH
o
=

=
I
S
=z
I
S

o ¢

P

With coolant supply | Applicable pressure : ~7MPa

Toolholder dimensions

Spare parts
Dimension (mm) - Clamp set ‘ Applicable blade
= S | Campbolt | (separate 0-ring Plug Screw Wrench ® G140
Description = £ type) H60
2 = He61
— S P H72
IDHHUEHGEE g 4@
S |8
N—
KPKTB  20-26JCT [ 12433 | 4 [23.5) 86| 39 | Yes BCS-2 GR-020 KPKB26-_JCT , KTKB26-_
2019
20-32)CT [ ] 16 251100( 40 | Yes B(S-3 GR-026 KPKB32- JCT
HH6X16 HSG1/8X8.0 LW-5 KTKB32-
25-32)CT ® (25|31 |45 44 | Yes HS4X4 KFTRY _4S
30 |110 BCS-4 GR-029 RL“"
32327 ®[32(29]5 50 | Yes KFTB...-55

Includes only one HSG1/8X8.0 plug.

KPKTB-JCT type block is also compatible with conventional KTKB type blades.

See page H66 for coolant piping parts.

When using internal coolant, the coolant may appear to leak slightly, but this should not affect machining performance.
(If the O-ring is damaged, order separately.)

@ : Standard item
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Cut-off KPK type
- @ [ Location of edge T e A s
\ Bl | | (]
T
B
é WE OAL
Toolholder dimensions
Spare parts Applicable blade
| | @ G140
Dimension (mm) ('amp set | Clampset H60
= Clampbolt | (integral (separate Wrench H61
Description = type) type) H72
2
H|B|&|X|wr 49@& g Cut-off Face groovin
£33 E—a/ g 9
KTKTB  16-19 ® 16 [15.5 29.5 KPKB19-_
20-19 o 01| |5 M| B i W41 Krkg19-1ss, KTkB19-25 ’
KTKTB  16-26 ® |16 [15.5] 13 ﬁ KPKB26-_(JCT)
20-26 o010 |% 5| MR i B2 W5 | krigae-1ss, KTiB26-_S | t'o:
KTKTB  20-32 ® |20(19(13(100] 38 BCS-3 KPKB32-_(JCT) é
- KFTB%....-45 3
25-32 ® (25238 10 42 | HH6X30 - BCS.4 LW-5 KTKB32-1SS, KTKB32-_ KFTBYL..-55
— - Leoe™,
3232 ® (32|95 48 KTKB%.32-_S
& S
g & @
@ "
OAL
T ——" Location of edge
! T
Toolholder dimensions
Spare parts Applicable blade
@ G140
Dimension (mm) ('F'“P Sl H60
= Clamphbolt | (integral Wrench H61
Description = type) H72
=
H|B|[B2|Z|LS|= ﬁ / Cut-off Face grooving
KTKTBF ~ 25-32 ®|25(25| |[95(845(102 KPKB32-_(JCT) KFTBY,.. 45
48 HH6X30 BCS-5 LW-5 KTKB32-1SS, KTKB32-_ KFTRY "'_55
323 ®|3232] [25]995[117 KTKB32- S b

@ : Standard item
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Cut-off KPK type

How to mount and remove the insert

1. Use compressed air or other measures to remove chips from the insert mounting part and wrench insertion space and put in the wrench.
2. Turn the wrench.

3. Put in the insert into insert mounting part. (When removing the insert, follow the same procedure and remove it at step 3.)

4. Please clamp it while gently pressing it makes contact with the back end of blade’s surface.

5. Make sure that the insert is set straight.

Wrench insertion area

)
)
)

KPKB or KPKH
Insert pocket

Step 1 Step 2 Step 3

Insert l

Step 4 Step 5

Installation guide

3. Fasten the clamp set with screws When mounting the toolblock, use a wrench or spanner as shown below for a small lathe. <

E

7

1. Attach the tool holder block body to the machine tool rest
2. Install the blade into the tool block body

Please note that the space for fastening may be small.

How to install the tool holder block and blade

Correct blade installation Incorrect blade installation
| ]

v oE

\—'w

Incorrect Clamp Set Orientation
Incorrect Clamp Set Orientation ~ If the clamp set is mounted in the
L‘ reverse direction, a large gap is
® created between the tool holder
II_ block main body and the clamp
S\ Datum surface set as shown in the left figure. If
you continue to use the product,

the blade may break off. Reinstall
in the correct orientation.

Wrong cutting edge height

Blade height

H64



Cut-off

KPK type

Internal coolant supply method supplies according to machine specifications and requirements

A : Coolant hose assembly

Applicable pressure: 7 MPa

See page H66
Complete
Blade installation
KPKB-JCT
Toolblock
KPKTB-JCT
Piping parts -

B : VDI holder assembly (Internal coolant type) Applicable pressure: 7 MPa

Toolblock Complete
oolbloc . .
KPKTB-JCT installation

Blade

KPKB-JCT VDI- tool holder

(Internal coolant type)

Applicable pressure: 1 MPa

C : Coolant pipe assembly

See page H66 Coolant plug to be removed

Blade
KPKB-JCT
Coolant supply pipe
CON-5 \-;

Coolant supply pipe mounting method
Attach to the blade with the supplied screw
Form pipe to the required shape and connect it to the piping of the machine.

Complete
installation

<

Toolblock
KPKTB-JCT / KTKTB

Cautions

When mounting KPKB-JCT blade When using a toolblock

When using internal coolant, keep the arrow (¥) on the blade within When using the discharge port B1 (B2), use a sealant for the filler cap
the range marked on the toolblock. (HSG 1/8 X 8.0) of the accessory part of the coolant supply port A1 (A2).

F—}

Internal coolant range ®

When the cap and coolant supply pipe are mounted

Internal coolant range

: LL . - i
1) ., ~ CoolantholeB2/  CoolantholeB1
- g =4
ﬁ / Coolant hole A2 ; 3L Coolant hole A1
| s -

Coolant cannot be supplied correctly if it is mounted in the wrong position. o= S— S
Cap CCP-4 Coolant supply pipe CCN-5 FiII(g:)/ré)AZ H .'.E Fill(g;)/r;)m
SB-4065TR (3.0N-m) SB-4085TR (1.5N-m) — :
: - - -
Filllport B2 Fill port B1

Toolblock
KPKTB-JCT

Toolblock
KPKTB-JCT / KTKTB

H65
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Cut-off KPK type

LT EN S T 1] ]38 Connection method and piping parts

Easy connection with high pressure hose and joint

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

Banjo bolt available for angled hose connection

<Piping installation guide>

= | 2 Washer X 2 ‘1'UNF3/8 ST 3 ST N .1, ,.2.\_
m U G UNF3/8 UNF3/8 ~ G1/8
: 'll 1. Joint m10 L
1 12
— Ch () = I \
, ,

s G1/8
N
JCT toolholder

Depending on machine specifications and piping methods, 1.Joint / Banjo bolt x 2 2.Washer x 2-4 3.Hose x 1

1.Joint/ Banjo bolt (Sold separately) Pressure Resistance : ~30MPa 2.Washer (Sold separately) Pressure Resistance : ~30MPa

5 - - Thread standard
ape escription [0Ck it
i’ P Thread connection to the machine Shape Description ok
UNF3/8 G1/8 (M10)
J-G1/8-UNF3/8 [ ] G1/8 = @
M~ S O o s s WS-10 °
1 r 5N y 010 ‘ ‘
J-M10X1.5-UNF3/8 [ ] M10X1.5 w 015
25 (29)
Banjo bolt G1/8 (M10) *Use 2 washers for a banjo bolt
(for angled hose) :} BB-G1/8 L4 61/8
OF=_—
:} BB-M10X1.5 [} M10X1.5
24.3
3.Hose (Sold separately) Pressure Resistance : ~30MPa
Dimension (mm)
Shape Description Stock Thread standard .
Straight/Straight HS-ST-ST-200 [ ] 200
UNF3/8 UNF3/8
LB HS-ST-ST-250 ° 250
Straight/Angled HS-ST-AN-200 [ ] - 200
UNF3/8 ‘
::w HS-ST-AN-250 ° (Banjo bolt) 250
Angled/Angled HS-AN-AN-200 [ ] - - 200
O =0 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.
C: Coolant pipe assembly Piping parts
Coolant supply pipe (Sold separately) Pressure resistance : ~1MPa
Dimension Parts (Screw)
Shape Description | Stock 0 B ¢ b @D
I A Il
mi ? [} l
@ © (CN-5 ® | 19 | 16 5 6 SB-4085TR
1 |
1 = |
ol T of

Use wrench (FT -15) supplied with the blade when connecting.
@ : Standard item
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Cut-off KPK type

KPKH-JCT (Coolant-through holders)

5 o G1/8 G/8 / [‘6\ - 4 3\ =<
o - e ‘z@f @“‘E ! Gi/8 —
':I"-:.ﬁ e :I [--ooz--=—H /:I II jj:i ,;I Ili
. wo & HBL | \w MHD los [ \curom
= KPKH /. 2020K-2JCT =
Fig. 1 Fig. 2 Fig.3
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- . . .
) Dimension (mm) @ Releasing
ity 2 Ay wrench Applicable insert
- = pplicable inserts
Description | &
p E @ H58
A
%‘: [=] — [ =
RIL[S|H|B|LH|Z|H|[=]R|LF|WF W
L=
KPKH". ~ 2020K-2JCT ® | ® 382020 (3518920 5 [35.1/125]|19.15 2 Yes| 2 |HSG1/8X8.0| LPW-5 PKM20...
24 PKM24.. I
KPKH®.  2020K-3JCT ®|(® 52020 88120 5 |37 18.75 1 =
36 125—— 3 | Yes —— HSG1/8X8.0| LPW-5 PKM30... o|
2525K-3)CT ®(®|5|25]25 89 25| - | - 23.75 3 5
KPKH®.  2020K-4JCT ®(® 622020 83120 5 |42 18.35 1 |
42.5 15— 4 |Yes —{HSG1/8X8.0 | LPW-5 PKM40...
2525K-4)CT ® | ®|68|25]|25 82(25| - | - 23.35 3
See page H64 for insert mounting and removal instructions Recommended cutting conditions @ H69

See page H66 for coolant piping parts.

@ : Standard item
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Cut-off KPK type

KPKH

1] s T 1] I &

: . e - e
: = [ 6
- 1] NIV . : 5
ﬁ ‘ " CUTDIA g HBL LF ] CUTDIA
KPKH %.2020K-2
Fig. 1 Fig. 2 Fig. 3

Right-hand shown

Toolholder dimensions

Spare parts
Availabi- A—
) Dimension (mm) o .
lity = Releasing wrench o
Description ; = Applicable inserts
p == ® H58
S
= | =
R|L|[E|[H|B[LH|HF[&|2|LF|WF W
o
.% n . 2 PKM20...
KPKH". ~ 2020K-2 ® | ®|38(20|20(33.1120| 5 |33.1(125{19.15 24 No | 2 PKM24...
£ KPKH. ~ 2020K-3 ®|® |5 (202 20 125(18.75
o ’ 34 213 [No PKMS30...
] 2525M-3 ®|®|5(25]25 25 150]23.75 LPWSS
v KPKH™.  2020K-4 ®|®|62(20(20 20 125[18.35
40.5— - | - 4 |Noj 3 PKM40...
2525M-4 ®|® 682525 25 150{23.35
48 PKM48...
G .
KPKHL ~ 2525M-5 ® | ®|7925|25|459| 25 150{22.95 5 No PKMSO...
KPKH".  2020K-3D35 ®|®|35(2020 20 125(18.75
32.5 3 | No PKM30...
2525M-3D45 ®|®|45(25|25 25 150{23.75 1 LPW-S
KPKH®.  2020K-4D45 ®|®|45(20(20 20 125(18.35
35— 4 | No PKM40...
2525M-4D45 ®|®|45(25(25 25 150{23.35
See page H64 for insert mounting and removal instructions Recommended cutting conditions @ H69

@ : Standard item
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Cut-off KPK type

Recommended cutting conditions
PM Chipberaker

Recommended insert grades ( Vc: m/min) f(mm/rev)
Workpiece material MEGACOAT NANO Carbide Edge width CW (mm) Remarks
PR1625 PR1535 QW15 1.6 2~4 48~6
Carbon steel 80'_‘;20 80?\;20 -
0.03-0.12 0.08-0.18 0.10-022
Alloy steel * w -
70 - 200 70 - 200
: PAg
Stainless steel 602150 60‘550 - 0.03-0.08 0.06-0.12 0.08-0.15
* Coolant
Castiron - - 0.03-0.08 0.08-0.18 0.10-0.22
50 - 100
Aluminum alloys - - 200450
* 0.03-0.08 0.08-0.18 0.10-0.22
Brass N - 100 - 200
Reduce feed to 1/2 ~ 1/3 at the center of the workpiece. ¥ 1st Recommendation : 2nd Recommendation
PH Chipberaker
Recommended insert grades ( Vc: m/min) f (mm/rev)
Workpiece material MEGACOAT NANO Carbide Edge width CW (mm) Remarks
PR1625 PR1535 GW15 2 3~4 5~6
Carbon steel 80:‘;20 307}7220 -
* * 0.10-022 0.15-028 0.15-035 o
Alloy steel 70900 70200 - Coolant =
‘ % * . _ ; . Q
Stainless steel 60150 60150 0.05-0.12 0.08-0.15 0.08-0.18 %
Reduce feed to 1/2 ~ 1/3 at the center of the workpiece. : 1st Recommendation <: 2nd Recommendation v
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Cut-off KTK type

Stiesssteel ________[ol@[o [ [ [ m |
LI An?Ie Tolerance (mm)|  Carbide &
(mm) ©) met
4} =
Insert i =l S (- - Applicable toolholder
k]
S| W RE |PSIRL c‘.N 4 | = Q2% V)
min. | max. (8| R K2V
g|zig|EEE
TKN 1.6 11 1.6 | 015 o000 O KTKB..-1SS
TKN 2 11 22| 02 o000 000
KTKB19-2S, KTKB26-2S, KTKB32-2S, KTKHL...-2S
TKN 24 11 24 | 02 o000 00
TKN 3 11 31025 ©|® ©® (@ |® @ KTKB26-3S, KTKB32-3S KTKHYL..-3S, KTKH...-3T..S
LY
& 5 [ TKN 4 1] 41 0.3 ©|® ® ®|®: ® KTKB26-4S, KTKB32-4S,KTKH....-4S, KTKH™....-4T22S
e g - -0.05(+0.05
& S | TKN 48 1] 48 | 03 o0
KTKB26-5S, KTKB32-5S, KTKH/.2525M-55
TKN 5 1] 51 03 o000
TKN 6 1] 64 | 035 o0 (O KTKB32-65
TKN 8 1 8 0.4 o0 KTKB*.32-8S
TKN 9 1] 96 | 045 (I ] KTKB*.32-9S
- TKN 1.6-P 1] 16 | 02 o0 (O KTKB..-1SS
o &,
5 y EZ];@ TKN 2-P 11 22| 02 - [-005(+005|@ @@ @ ® @ KTKB19-2S, KTKB26-2S, KTKB32-2S, KTKHL...-2S
o ® "
5 Low feed TKN 3-P 11 31 025 00000 KTKB26-3S, KTKB32-3S KTKHYL....-3S, KTKH%..-3T..
TKR 1.6 o000
TH 16 1] 16 | 015 8 |[-0.05(+0.05 o |o KTKB..-1SS
mf ; 11 22| 02 8 |-0.05(+0.05 : : ¢ : oo
KTKB19-2S, KTKB26-2S, KTKB32-2S, KTKH....-2S
PoIRR L 24 1] 24 | 02 8 |[-0.05(+0.05 o000
’9 N LY oo |o
< 3 g 3 1] 31 {025 | 8 |-005|+005|®|® ®|®|® ®| KrKB26-35, KTKB32 35 KTKHF....35, KTKHFL.. 31.
& © [ TKL 3 000
TKR 4 oo 0060 A A
TH 4 1| 41 0.3 8 |-0.05(+0.05 ole |o KTKB26-4S, KTKB32-4S,KTKH"...-4S, KTKH....-4T22S
m g 151 | 03| 8 |-o0s|+o0s|®(q |® KTKB26-55, KTKB32-55, KTKHY.2525M-55
PSIRR TKR 1.6-P 1] 16 | 02 8 |[-0.05(+0.05 |® KTKB..-1SS
) _ S | TKR 2-P o000
[ — S - - . - R -
\é —= - I% T 2P 11 22| 02 8 0.05 [+0.05 ° KTKB19-2S, KTKB26-2S, KTKB32-2S, KTKH....-2S
vt |1 :E 1] 31 03| 8 |-00s|+oos|®|g ®|®|® ®| kreeas s, kreesa-sskriy.. 3, Kk s
Handed insert shows Right-hand
TKN - cut-off tools
Cutting range Chipbreaker Advantage
P | cuteoff Standard . General cut-off type for feed rates over 0.1mm/rev
enerai a0 (No indication) L&) Superior chip evacuation
Low-eed cut-off p ? Chipbreaker specially designed for low feed machining on automatic lathes, etc.
Chips are controlled at feed rate 0.03~0.08mm/rev
Inserts edge preparation
Chamfer + R honed Sharp edge R honed
Edge preparation I|
Standard chipbreaker TN90/PR1535/ CR9025 PR930/KW10 -
PR TN620/TN90 / CR9025
y PRIS35/ PRO30 /K10

Sharp edge specification can reduce cutting force by 40% less than that of chamfer edge.

@ : Standard item
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Cut-off KTK type

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
(Neutral) (Right-hand) (Left-hand) Lead angle

Bigger boss

[ ]
illgiliEa

Hand of lead angle

Angled insert can reduce the burr size when cutting off.
When using a larger lead angle, cutting force becomes smaller,
but the feed rate should be reduced.

Example: Solid workpiece
2
|
—

Example: Hollow workpiece (Pipe)

Sharp corner Lead angle
Fig.2
Fig.1
Caution

1. For PKM, PKM-%, TKN and TK%., set the cutting edge height 0.1~0.2 mm above the center height (Fig. 3) %

For other toolholders, set the cutting edge to the center height. 2
2. Be sure to perform wet processing. Apply enough coolant to the cutting edge. S
3. Keep a constant rate during processing so that optimum product life will be achieved. T
4. Cut off as close to the chuck as possible. 2
5. Lower the feed rate to 1/2 to 1/3 at the near center to prevent impact caused by machining. § , Workpiece
Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage. i e
Do not rework the insert and toolholder (blade) to prevent damage. [
Clean the insert pocket well with compressed air when replacing insert. E

Set up (TKN / TK%.)

1. Tap the insert lightly with a plastic hammer to push it into \ Releasing wrench
the extent that it cannot 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)

Insert’s back end does not

Plastic hammer contact the toolholder.
Fig.1: How to attach inserts Fig.2: How to detach inserts
Application example of cut-off
1. Cut-off after chamfering 2. Wide grooving
(1) Grooving (2)(3) Chamfering (4) Cut-off (1)~(5) Groove widening

(6) Finishing
(Value of “ap” shall be under the value of Corner-R)

2 T @

ol

(In order to prevent both corners’ unequal wear)

M@ e ) (5)
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Cut-off KTK type

s —
. & e KTKB KTKBR - N
h @// cw
7 W —]
m
== e — e A
U - J/ £ ég ‘ ST % s
[ | A& ALl hrs LF ’
< A 150°
% & 1 Fig. 1 Fig.2
) —
O (‘%4,/ TN C
‘\\\ \ T A
WNT iE: .
LF
150°
Fig. 3
i i
Toolholder dimensions
=
Q Spare parts
A
=}
v Dimension (mm) .
£ Releasing wrench Applicable insert Applicable tool block
- 3 = pplicable inserts pplicable tool blod
Description £ = @ H70 @ He62, H63
<
=<
o
5 A|B|H|HF|LF|CW 6
KTKB 19-1S8S ® |32 19 [15.7] 86 KTKTB16-19, KTKTB20-19
26-1SS L i2laa 26 (21.4/110 6l s TKN1.6, TKNT.6-P KTKTB16-26, KTKTB20-26, KPKTB20-26JCT
35|12 |2 : TH1.6,TKRT.6-P KTKTB20-32, KTKTB25-32, KTKTB32-32
32-1SS [ ] 32| 25 {150 KTKTBF25-32, KTKTBF32-32, KPKTB20-32J(T|
KPKTB25-32JCT, KPKTB32-32JCT
KIKB  19-25 ®|40[18] - |19]157] 8 ;i 1 TKN2, TKN2-P KTKTB16-19, KTKTB20-19
: TK%.2, TKF.2-P
KTKB  26-25 ® (5|18 ;i TKN2.4, TK¥.2.4
2635 o 7526 3] TKN3, TKN3-P, TK.3, TK.3-P KTKTB16-26
S 26140 1| ks T KTKTB20-26
26-4 o 34 141 4, TKL4 KPKTB20-26)CT
80 48
26-5S5 [ ] 4.2 51 TKNS5, TKFAS
2.2 TKN2, TKN2-P, TK%.2, TK%.2-P
KTKB 32-2S ®|5018](26 24 2 TKN2.4, TK.2.4 —
32-3S [ J 2.6 3.1 TKN3, TKN3-P, TK%.3, TK%.3-P i
1@ o024 51 KTKTB25-32
3245 ®| "[34] [3225|150[41] TKN4, T4 KTKTB32-32
- 48| 1 . KTKTBF25-32
32-55 [ J 120 42 51 TKN5, TKFAS KTKTBE32-32
32:65 ° 54 6.4 TKNG KPKTBZO'HJET
KPKTB25-32)CT
KTKBR ~ 32-8S R
120168 - | 32|25 (150( 8 | 1 TKN8 KPKTB32-32J(T
KTKBL ~ 32-8S5 L LTK-5
KTKBR  32-9S R 120 8 | - |32|25(150{9.6| 1 TKN9
Suffix"-55” means silver coating. Recommended cutting conditions @ H74

Releasing wrench is “LTK-5".
How to attach inserts, See Page H71.
Dimension H shows virtual apex distance.

@ : Standard item R:Right-hand only L: Left-hand only

H72



Cut-off KTK type

KTKH

o | = ml p

= 2
v B L & tF %,
| Fig. 1 Fig. 2
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ) .
) Dimension (mm)
lity Releasing wrench M
- = pplicable inserts
Description = @ H70
<_: I
R|L[E|H|B|LH[HF|&]|LF|CW f
L=
KTKHRL  1010F-25 ®|®|28[10[10/186 10| 5 |80 o
1212H-2 ole| |n|, 124 TKN2-P [
1612H-25 NOE 198 100{ 22 K2 €
16— |16 1 . o
1616H-25 oo 16 |2 TK%.2-P Z
2012625 © 101 lo0 2 g0 |12 vy g
2020625 oo 0| TKh2.4
KTKHY.  1612H-3S oo 12
35|16 217 16 | 4 [100 3
1616H-35 oo 16 1 1S s
2012K-35 oo 12253 3.1 R3’
20 0| |125]7 K3
2020K-35 o|@|5 20|31 -1, TKY3-P
2525M-35 ®|® 52525315 2 150
KTKHRL ~ 2012K-4S o083 12 263 1
g 20 0| 125 TKN4
2020K-4S N 20 | 35 - a1l T
S L
2525M-4S ®|®|66|25(25(38]2 150
48 TKNS
R _ -
KTKHRL  2525M-55 ®|®|77]25|25 83525 15[ | 2 T
KTKHY. ~ 2020K-3T175 ®|e3300msn| |15 TKN3, TKN3-P
2525M-31225 ® | ®|43|25(25268]25 150| : ks TK%.3, TKY.3-P
KTKH%.  2020K-4T225 N 20|20 0 125 TKN4
4 268— - 4.1 .
2525M-4T225 oo 25|25 25 150 TK,4
How to attach inserts, See Page H7 1. Recommended cutting conditions @ H74

@ : Standard item
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Cut-off KTK type
Recommended cutting conditions (TKN, TK?.)
Recommended insert grades (Vc: m/min) Edge width CW (mm)
Workpiece material Cermet (V(':r(;fj‘:d MEﬁ:ﬁg” PV(';‘b‘zzzed Carbide 16 ‘ 22/24 ‘ 3 ‘ 41 ‘ 4-95 | £
TN620 TN9O (R9025 PR1535 PR930 KW10 f (mm/rev) =
* AS * * AS ) - 5 B ~ .
Carbon steel 6000 | 100200 | sooas0 | eoogso | 60130 0.02 ~0.08 | 0.04 ~0.18 | 0.05 ~ 0.25 | 0.08 ~ 0.30 | 0.15 ~ 0.40
A A * A A ) ~ B - - B
Mloy steel 0160 | 1000160 | 700150 | s0ogs0 | 60130 0.02 ~0.08 | 0.04 ~0.18 | 0.05 ~0.25 | 0.08 ~ 0.30 | 0.15 ~ 0.40
. PAS A AS * A R B R B R
Stainless steel o0 | 050 | oo | osoniae | e - [002~006004~012|005~018 008~ 025 010~030
o
Castiron - - - - - 50:"]00 0.02~0.08 | 0.05~0.12| 010~ 0.25 [0.10~ 030 | 0.15 ~ 035 | S
) * ~ B B . 5
Auminum alloys - - - - - 100~ 459 | 002 ~0.10] 0.05~0.10 | 0.05~0.20 | 0.05 ~0.25 | 010~ 0.25
* - - - - -
Brass - - - - - 100 ~ 200 0.02 ~0.10 | 0.05~0.10| 0.05~0.15 | 0.05 ~0.20 | 0.10 ~ 0.25

b=
o
+—

=
v

H74

¥ 1st Recommendation Yy: 2nd Recommendation



