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Cut-off

Product Lineup

\

M Product Lineup

Cut-off Dia. : ~060

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

Edge Width : 2.0 ~ 6.0 mm

KTKF (@ H8) | KTKF-JCT (® H12) o KTKF-S (® H10) | KTKFS (@ H16)
=
Small Diameter @ S
Cut-off @
. 2 -
(for Automatic 5
Lathe) o 1
. . 7 t
Cut-off Dia. : ~016 - N
Cut-off Dia. : ~ 05, 08, 012, 016 Cut-off Dia. : ~ 05, 08, 812, 016 u? Cut-off Dia. : ~ 05, 08, 812, 016 Cut-off Dia. : ~ 06, 09, 012, 014, 016
Edge Width : 0.5 ~ 2.0 mm Edge Width : 0.5 ~ 2.0 mm Edge Width : 0.5 ~ 2.0 mm Edge Width : 1.0 ~ 2.0 mm
KGD (® H20, H22) | KGD-JCT (® H23) | KGD-S (@ H25) > KGDS (@ H21)
T S
=]
KGD B 3
(Bolt Clamp) %
Cut-off Dia. : 051 © 2
i 3
us_ Cut-off Dia. : ~ 024
Edge Width : 1.3 ~ 4.0 mm Edge Width : 3.0 ~ 4.0 mm Edge Width : 2.0 ~ 4.0 mm Edge Width : 1.3 ~ 3.0 mm
KGM (® H30) | KGM-T (® H31)
KGM
(Bolt Clamp)

H2

KTKH-S (® H3e6) KTKB-S(S) (® H34)
KTKB (
KTKH Toolholder Type Blade type ) ]
(ted Cut-off Dia. @ t [ Cut-off Dia. !
-edge —
: ge) 230 ~ 679 032 ~ 9120 O‘ |
Cut-off Dia. : ~¢120 ol
Edge Width : 2.2 ~ 5.1 mm Edge Width : 1.6 ~ 9.6 mm
M Cut-off Tools
Series Name Shape Advantage Applications
1) Insert clamp is side screw type from lateral 1) Cut-off and grooving of small workpieces
side 2) Automatic lathe, small machine
Small Diameter 2) 2-edge insert
Cut-off , 3) Max. Cut-off Dia. : 216
1) Insert is clamped from top side 1) PM Chipbreaker - Cut-off
2) 1-edge and 2-edge inserts available 2) PH Chipbreaker - Cut-off (High Feed Rate)
Grooving
3) Integral type and separate type are . .
KGD available 3) PG Chipbreaker -- Cut-off (for automatic lathe),
. Sharp-Cutting Oriented
4) Max. Cut-off Dia. : 250 4) PF Chipbreaker - Cut-off (for automatic lathe), Low feed
5) PQ Chipbreaker - Cut-off (for automatic lathe), Medium feed
1) Insert is clamped from top side 1) For cut-off and grooving of small workpieces
2) 1-edge and 2-edge inserts available 2) For automatic lathe, small machine
3) Max. Cut-off Dia. : 60 3) TMR Chipbreaker provides stable chip control
KGM up to high feed rate ranges
1) Self-Clamping System 1) For cut-off and deep grooving
Tap the insert lightly with a plastic hammer | 2) Standard chipbreaker is general cut-off type
L =Y
to set it in the pocket Feed rate : 0.1mm/rev or over
2) 1-edge insert )
KTKB 3) Blade t d Int | Shank t
) Blade type and Integral Shank type P Chipbreaker is for cut-off at low feed rates
KTKH 4) Max. Cut-off Dia. : 8120
) Max. Cut-off Dia. : 0 Feed rate : 0.03~0.08mm/rev




Guide for Cut-off Ve

B Tool Selection

For Small Diameter Cut-of KGD KGM KTKB / KTKH %_
1. Insert's Edge Number ) ) ) v o A
1-edge Insert---For Larger Dia. Workpiece (Max. 2120) g
2-edge Insert--- For Smaller Dia. Workpiece 5
Cost per corner is reduced v v v § =
TKF...S GDM =& B
2. Use a neutral angle insert if there is no limit to the finished shape. TKF...NB GMM TKN &
iz TKFS.s | GPMS o
. . — GDM-7. | GMM-7, TR =
3. Use an angled insert to reduce the size of the remaining boss. TKF...DR (@Fig.2) (@Fig. 2) (@Fig. 1) g (o
4. Use a sharp-cornered lead-angled insert to make the remaining boss GMM-#A. g
o ; TKF...DR - ) -
much smaller when machining small parts and thin parts. (@ Fig. 2) m
5. Use the minimum width insert suitable for the machining. v v v v 5 D
1. Use a suitable toolholder (blade) for the workpiece dia. v v v v 93_,
2. Use a more rigid toolholder (blade). v v v v
Toolholder - - - »
3. Use a back clamp toolholder if there is no space for clamping tools v } } ) £3
from top side (automatic lathe). g2 E
=
58
ez
B How to select cut-off inserts with / without lead angle (including sharp comer) -
1. Use a neutral angle insert if there is no limit to the finished shape. %- F
2. Use an angled insert to reduce the size of the remaining boss. @
3. Use a sharp-cornered lead-angled insert to make the remaining boss much smaller when machining small parts and thin parts.
)
¢ G
N R L Right-hand N a
© (Neutral) (Right-hand) | (Left-hand) Lead angle
D @
< PSIRR/ \PSIRL 3 o
3 k= S
LA THE = Vit
"g “ cz ﬁ 0 Bigger boss 5'
5 — £ g J
T |- Angled insert can reduce the burr size when cutting off. fin] =]
- When using a larger lead angle, cutting force becomes smaller, = a
but the feed rate should be reduced. =
g = K
§ Q@
3 L
2 ; 5
@ a L
g =
S 8
a @
Sharp Corner Lead angle
Fig. 1 Fig. 2
=
L
Il Caution
_|
-— c
1. For TKN and TK"., set the cutting edge height 0.1~0.2mm above the center height (Fig. 3) =) g g N
For other toolholders, set the cutting edge to the center height. £ Q g.
2. Be sure to perform wet processing. Supply ample coolant to the cutting edge. N E“
3. Keep a constant rate during processing so that optimum product life will be achieved. 0 »
4. Cut off as close to the chuck as possible. 2 g
5. Lower the feed rate to 1/2~1/3 at the near center to prevent impact caused by machining. § ‘ Workpiece i P
QO
o Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage. i o &
® Do not rework the insert and toolholder (blade) to prevent damage. L
o Clean the insert pocket well with compressed air when replacing insert. :
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Fig. 3 (TKN,TK%.)
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Cut-off

Summary of Cut-off

/

B Small Dia. Cut-off ~ 51

Small Shank

AN

kkrs B kam B kaD | kke B Kobs  WKTKRS/KTKeS

Cut-off Dia. : ~ 945 Cut-off Dia. : ~ 932

Cut-off Dia. : ~ 051

Cut-off Dia. : ~ 916 Cut-off Dia. : ~ 024 Cut-off Dia. : ~ 916

Shank : (110 ~ 25 Shank : (110 ~ 16 Shank : (110 ~ 20 Shank : (110~ 20 Shank : (116 Shank : (110 ~ 12
Edge Width: 2.2 ~ 4.1 Edge Width: 1.5~ 4.0 Edge Width: 1.3~ 4.0 Edge Width: 0.5 ~ 2.0 Edge Width: 1.3 ~ 3.0 Edge Width : 0.5 ~ 2.0 (KTKF-S)
Self Clamp Top Clamp Top Clamp Lateral Side Clamp Top Clamp 1.0~ 20 (KTKFS)
®  @H. @H30 ® ©@H20 ® oHs ® @Hzp LateralSice Clamp
® ° ° © @ H10, H16
° ° 'ooooooo:ooooo...o"
[ J [ J
® For KTKF / KTKF-S
[ J [ J o000 or
00000 0000000, 00
e e KTKFS
[ J [ J
° ° 2-edge
° ° ,
[ [
® ® Low cutting
o [ force
[ J [ J
/a p) 2-edge
Chipbreaker for Chipbreaker for
General Cut-off Low Feed Cut-off
s
' Sharp Cutting Low Feed Medium Feed
PG Chipbreaker PF Chipbreaker PQ Chipbreaker

Cut-off (Self Clamp) @ H33

General Cut-off Low Feed Cut-off

Chamfered + R-honed Sharp Edge R-honed

\

Chipbreaker edge shape

(15° Lead Angle)

(15° Lead Angle) (15° Lead Angle)

KTKH-S @ H36
(Self Clamp)

H4

=

KTKF @ H8
(Lateral Side Clamp)

KGD @ H20
(Top Clamp)



B General Cut-off ~ 120
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Integral Type / Integral Type with coolant holes Separate Type Integral Type o
KGD/KGD-JCTRM  KGD-S | KGM-T G
<
Cut-off Dia.: ~ g50 Cut-off Dia. : ~ 050 Cut-off Dia. : ~ 060 3
Shank : [116/20 ~ 25 Shank : [120 ~ 32 Shank: [116 ~ 32
Edge Width:2.0/3.0 ~4.0 Edge Width: 2.0 ~ 4.0 Edge Width: 2.0 ~ 6.0 o
Top Clamp Top Clamp Top Clamp é;
Blad @ H22/ H%3 ® H25 ® H31
ie .0.0000000000 ......0 3
Toolblock Integral Type 2-edge g__ J
KTKB KTKH-S Good chip control a
Cut-off Dia. : ~ 0120 Cut-off Dia. : ~ 079 o
Shank : (116 ~ 32 Shank : [120 ~ 25 . E¢
Edge Width: 1.6 - 9.6 Edge Width : 3.1 - 5. PM Chipbreaker Chipbreaker for 3
Self Clamp Self Clamp 1-edge Sharp Cutting
Good chip control o
@ H34 @ H36 o = L
XX eoocccsee b 2-edge / g
PM Chipbreaker ' ¢
\ | ¢ i
High feed rate Chipbreaker for =M
‘ Stability @
Chipbreaker for Chipbreaker for PH Chipbreaker % ‘g‘ 5
General Cut-off Low Feed Cut-off L‘_eggfe . 1-edge : 35 N
PH Chipbreaker Chipbreaker .E,U:
for Stability s P
g
23
EEE Separate T Integral T HL
Toolblock eparate lype ntegral lype 5 )
é i
KTKB KGD-S KTKH-S KGD / KGD-JCT KGM-T
® H34 @ H25 @ H36 ® H22 /H23 @ H30, H31

H5



Cut-off Inserts (for small diameter)

/

M TKF
Classification of usage P | Carbonsteel/Aloysteel | @ @) @) (@) §
@ : Continuous~Light Interruption / 1st Choice | M | Stainless Steel (@) [ ] @) @) %
() : Continuous~Light Interruption / 2nd Choice ﬁ
. @ : Continuous / 1st Choice | GgilE = =
@ Applicable Inserts (TKF12) O Continuous / 2nd Choice N | Nonerrous Metals o ® :é
<
. . MEGACOAT PVD | DLC f k=]
IreEr Desorintion Dimension (mm) Angle| UNANG | MECKCOT| e | CDICe 2
P cw leuonl Relwi | s | D1 |PSER PR1425 | PR1535 | PR1225 | PR1025 |PDL025| KW10 | 25
Handed Insert shows Right-hand RILIRIL|IRJL|[RJL|R[L[R]L]| &
TKF12%. 050-S-16DR 05| 5 0000000 e 0
070-S-16DR 07| 8 00000060 ([ )
100-S-16DR 1.0 003 3 87| 5 160..0..0...00.
125-S-16DR  |1.25 10 ' ' 0000 ( JLJ
150-S-16DR 1.5 (00 20 20 2K JC 0 20 20 JK JK )
Right lead angle 200'3'16DR 2.0 . . . . . . . . . . . .
TKF12%. 050-S 05| 5 L0 I 00 2 0 2K 20 20 JK )
070-S 07| 8 C 0 20 0 0 20 0 0 20 0 20 K )
100-S 1.0 0000000600000
Y. 0.03| 3 |87| 5 | 0°
125-S 1.25 12 o000 oo ( JL
150-S 1.5 000000600000
200-S 2.0 L0 JC 00 2 0 2K 0 20 JK )
TKF12% 100-T-16DR 1.0 000 oo
150-T-16DR 15| 12 (008 3 |8.7| 5 |16° @ ©® ©® ©® ® ©®
Right lead angle / Tough Edge 200-T-16DR 2.0 00000 H8
TKF12%. 100-T 1.0 000 oo
/ 150-T 15| 12 008 3 87| 5 |0° @ @@ @@
= <
g g Ecae 200-T 2.0 eo0o000
o TKF12%. 050-NB-20DR | 0.5 | 5 ®00e o ( J[
070-NB-20DR | 0.7 | 8 0 0o [ ) (L)
A 100-NB-20DR | 1.0 0| 3|87 5|20 |0@[@0] | @0 @@
e 150-NB-20DR | 1.5 | 12 0 0o (L) (L)
ead angle
Without Chipbreaker 200-NB-20DR | 2.0 00 e ( (] (L J
TKF12%. 050-NB 05| 5 o000 o ( J[
) 4 070-NB 07| 8 0 0o L JLJ (L)
100-NB 1.0 0/31(87/5 |0 |00O®O (L) (I
. 150-NB 15| 12 0 0o o0 ()]
Without Chipbreaker 200-NB 2.0 00 e ( 2 J (][ )
- Lead angle (PSIRR) shows the angle when installed in toolholder.
- As Fig. 1 of H8 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center.
@ Inserts Identification System (Ref. to Table 1) Table 1
TKF 12 R 050_ S _ 1 6D R Toolholder | Right-hand | Tooholder | Left-hand
- Insert | Right-hand Insert | Left-hand
| | | —l_— LeadAngle | Right-hand | LeadAngle | Right-hand
I#;;;t Iré?:;t Edge Width PSIRR PSIRR
Insert Hand Name of Chipbreaker Lead Angle Hand of Lead Angle >>
R : Right-hand S: S Chipbreaker (BSIRR) R : Right-hand
L : Left-hand T : T Chipbreaker
(Tough Edge)
NB : Without Chipbreaker
__________________________ ) @ : Std. ltem




]
Classification of usage P | Carbonsteel/Aloystesl | @ (@) (@) (@) § g’ A
@ : Continuous-~Light Interruption / 1st Choice | M | Stainless Steel @) [ ] ® (@) % §
(2 : Continuous-~Light Interruption / 2nd Choice % =
. @ : Continuous / 1st Choice ¢ || CESHIET hd = § .
® Applicable Inserts (TKF16) O Continuous / 2nd Choice N | Non-ferrous Metals @ | o | = &5 B
=2 53
: : MEGACOAT PVD | DLC = -]
Insert Desorini Dimension (mm) Agle| “UNANG | VEBKOON| s cesinae | CA0CE| S | @
SR ow leron RE [w1l s | o1 |psea PR1425PRIS3S [ PR1225  PRic2s [POLO2S KWio | < | &
Handed Insert shows Right-hand 1 RILIRILIRILIRIL|IRILIRIL] A = C
(o]
o
D1 3
; TKF16%. 150-S-16DR | 1.5 o000 00000000 &
X PSRRI,
» g 16 |0.05 4 |9.5| 5 |16° o
@
: 200-5-16DR | 2.0 000000000000 1B
Right lead angle -
PSR A z%”
é;TKF1s/L1so-s 15 o000 00000000 58 g
< P =
y, g 16 [0.05| 4 |9.5| 5 | 0° LS
i 2]
200-S 2.0 00000000000
W
9)
D1 é F
gs % < |[TKF16%. 150-T-16DR 1.5 000 0o
';’v‘
) B 16 |0.08/ 4 (95| 5 |16° o
200-T-16DR | 2.0 o000 000 S G
Right lead angle / Tough Edge Hs 8
~PSIRR DL R
S {To i [ TKF167L 150-T 15 ee0000 o
% c
y, g 16 [0.08| 4 95| 5 | 0° 3
NO/ 200-T 2.0 000000
Tough Edge ) ] 5'
2 J
TKF16%. 150-NB-20DR | 1.5 0 0o o0 L) g
16 | 0 | 4 |95] 5 |20°
_ 200-NB-20DR | 2.0 o000 (I0) () 2 K
Right lead angle =
Without Chipbreaker 3
TKF16". 150-NB 15 o0 0o (X J (X J 9
16| 0|4 |95 5]0° L
200-NB 20 o000 o0 o0 &
Without Chipbreaker
- Lead angle (PSIRR) shows the angle when installed in toolholder. =
- As Fig. 1 of H8 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center. E M

@ Descriptions of Chipbreaker Edge Shape

W Buiuing
10} sj00|
=

Chipbreaker . T Chipbreaker . .

S Chipbreaker (Tough Edge) NB (Without Chipbreaker) | £

Edge Shape GAN Description GAN Description GAN Description g

S
150 |[TKF12...-S z P

GAN soe | TKF16...-S 1o |TKF..T . |TKF...-NB -
0° |TKF16...-S-16DR TKF...-T-16DR 0" ITKF...-NB-20DR 22 R

o050 |TKF12...-S-16DR 23

g8
& T

x

@ : Std. ltem R }



Cut-off

H8

Cut-off Toolholders (for small diameter) Ve

. KTKF (For small diameter cut-off)

=CD)= =CD *
u_“ u_‘ A
D = = @
B Y l A — 1 Y
E 1° k 2 1° El A * Clamp Screw can be operated from both front and back side.
R N\
KTKFY1616JX-.. 0«0
KTKF%.2020JX-.. @)
t shows above figure /,/"‘ .
\
~ | W JJ A
N\ é wl o< .
\
7 A Y
KTKF?.2020.. LH N‘ LF
shows above figure = ™ Fig. 1
. KTKF%.1010JX-.. . )
e Right-hand shown shows above figure Right-hand Insert for Right-hand Toolholder.
<Goose-neck Holder>
A A A
a7 cox <}
—— @ @ B X =
Y Al
e \4 - LF > a ‘] :
KTKFL1620JX-12
shows above figure
A A
f . 78/
\
Fig. 2
el eft-hand shown Left-hand Insert for Left-hand Toolholder.
® Toolholder Dimensions
. . Spare Parts
Stock Dimension (mm) o S S Wrench .
D ioti § T Applicable Inserts
escription & ",
R|L|H|HF| B |LF|LH|WF|CDX & E/ K @ H6, H7
KTKF?. 1010JX-12 | @ | @ 10 10 10 15 10
1212JX-12 | @ | @ 12 12 12 12
120 6 SB-4590TRWN LTW-10S | TKF12% ...
1616JX-12 | @ | @ 16 16 16 - 16
2020JX-12 | @ | @ | 20 20 20 20
KTKF?. 1010JX-16 | @ | @ 10 10 10 20 10 Fig. 1
ig.
1212JX-16 | @ | ® | 12 | 12 | 12 12 g
120 8 SB-4590TRWN LTW-10S | TKF16%. ...
1616JX-16 | @ | @ 16 16 16 - 16
2020JX-16 | @ | @ | 20 20 20 20
KTKF.  1212F-12 e o 6 TKF12%, ...
12 12 12 85 - 12 SB-4590TRWN | LTW-10S
1212F-16 e o 8 TKF16%. ...
KTKFL  1216JX-12 (] 12 12 16 16 i
120 - 6 |Fig.2| SB-4590TRWN LTW-10S | TKF12L ...
1620JX-12 o 16 16 20 20

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

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

B How to Use

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

Main Spindle

(When the edge is at the center)

Fig. 1

CUTDIA
|

Recommended Cutting Conditions ®H37

Fig. 2

(When the edge is Tmm beyond the center)

@ : Std. Item



2) When using both Main and Sub spindles

In this case, when the cutting edge runs beyond the center line, the insert will
contact the workpiece, since the workpiece does not fall off. Therefore the
programmed distance beyond the center must be considered.
e.g.) When the cutting edge is programmed to run 1Tmm beyond the center

as shown in Fig.4,

Maximum cutting dimeter CUTDIA2 (Fig.4) is

CUTDIA2=[CUTDIA-1mm x 2](mm).

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

Main Spindle

Sub Spindle

sepelr) uasu|
>

CUTDIA2

S}asu| 8jqexepy|
Buiung.
os)

Fig. 4
(When the edge is 1mm beyond the center)

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

s00L 40 3 NED
(¢

M Tough Edge, T Chipbreaker

® Fracture resistance comparison (Interruption)

[eutaixg
O

Cutting Edge (Front Relief Surface) <Cutting Conditions>

Buiuiyoepy
sled |[ews
m

T Chipbreaker (PR1225) Competitor C Competitor D -Vc=80m/min
3,000 passes 700 passes 3,000 passes £=0.05mm/rev
(At Cut-off: 0.015mm/rev) o
-Wet % F
-Workpiece Material : SK4 .
@
¢ G
a
1,000 passes |2,000 passes | 3,000 passes @
C
Tough Edge, T Chipbreaker S S - S
Workpiece (with flat cuts on two sides)
Competitor C - 3 TKF12R200-T-16DR (PR1225) 3
@
Competitor D | X ;ﬂ’-. J
«Q
Compared to Competitor C and D, Tough Edge “T Chipbreaker” achieves superior fracture resistance in interrupted machining.
o
M How to select edge prep. : K
«
@ Troubleshooting
[2)
Countermeasures %
Lead Angle (PSIRR) Edge Width Name of Chipbreaker g' L
Neutral (0°) Yes Narrower Wider S T NB ¢
=M
Problems Countermeasures a
=
H
g= N
=)
2
Insert Fracture | Insert Fracture Prevention |  Effective Effective Effective Effective 5 P
Long cutting time |Cutting time reduction|  Effective Effective Effective Effective §
(2]
. Prevention of chip . . . —
Entangled chips entanglement Effective Effective Effective 3§
Large boss remain | Small boss remain Effective Effective Effective §,§ R
o9
Ring Remain Prevention of . . . S
(Hollow Workpiece)|  Ring Remain Effective Effective Effective
Deformation of Hollow Preventing . . . 2T
Workpiece (pipe) | i Effective Effective Effective 9]

H9



Cut-off

H10

Cut-off Toolholder (for sub spindle tooling)/

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

KTKF-S

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

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

Selectable from a wide insert lineup

Available Chipbreakers : Right lead angle, S Chipbreaker, T Chipbreaker, Without Chipbreaker

Available Insert Grades : PR1425 for Steel Machining, PR1535 for Stainless Steel Machining, PDL025 for Aluminum Machining

. KTKF-S (for sub spindle tooling)

Right-hand
S
38
S
52w N2 o &
L w
— 2 ad cnl =
& NQ H LN Y
o '
S S5 300 0\?‘
n 99 &
38 LE -
Y _{_ T
} &l [
® Right-hand shown Right-hand Insert for Right-hand Toolholder.
Left-hand ‘@j
N .58 . =
5 83 H <o [
o 30°
I 2 <o LF
L 3 DY (&
o A (/)b
2 L Z KTKFR/L1010JX-12SA
3 S I~ KTKFR/L1010JX-165A
CRS T =/ shows left figure
— I] | ’ @7~ LI'-I LH
t ® L eft-hand shown Left-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

Spare Parts

Stock |Cut-off Dia. Dimension (mm) T acy | o .
Applicable Inserts
Description @)
R| L |CUTDIA| H |HF | B | LF | LH | LN |*LN2| WF |CDX E’ / ®H6, H7
KTKFY. 1010JX-12SA| @ | @ 10 | 10 | 10 |120| 15
22
1212F-12SA | @ | @ | 5~12 85 26 |72 | 6 TKF12%
12 112 | 12 -
KTKFY. 1212JX-12SB| @ | @ 120 26
SB-4570TRN | LTW-10S
KTKF?. 1010JX-16SA| @ | @ 10 | 10 | 10 |120| 20
22
1212F-16SA (@ @ 16 85 30 72| 8 TKF16%L
12 112 | 12 -
KTKF?. 1212JX-16SB| ® | @ 120 26
- CDX shows the distance from the toolholder to the cutting edge.
- Cut-off Dia. (CUTDIA) depends on the insert edge width.
* Only Right-hand is available for LN2 dimension.
@ : Std. Item



M How to Use
1) When using Main Spindle only

Maximum cuttinng diameter is CUTDIA

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

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

2) When Using Both Main and Sub Spindles

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

Main Spindle

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

Main Spindle Sub Spindle

CUTDIA2

r
|
I

Fig. 3 Fig. 4
(When the edge is at the center) (When the edge is 1mm beyond the center)
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Cut-off

H12

Cut-off Toolholders (for High Pressure Coolant)/

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

KTKF-JCT

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

Excellent Chip Control

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

Coolant Discharge Structure Comparison

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

KTKF-JCT Competitor A

Chip Control Comparison (Internal evaluation) Coolant Flow Rate Comparison (Internal evaluation)
SUS304 TAB6400(Ti-6Al-4V) 150

f (mm/rev) 0.01 0.02 0.03 f(mm/rev) 0.01 0.02 0.03

N
o

o
o

Flow Rate

R
a

- - —

) W LR

Flow Rate Ratio(%)
~
o

50
bt SE— e o~ —_— mjrﬂ’&gm
Competitor A 7 e * st o5
I 4 & & . E . 4 . N
0
Cutting Conditions : Vc = 80 m/min, Wet (Oil-based) Lubricating Pressure : 1.5 MPa (Internal) KTKF  Competitor A
Workpiece : 912 Lubricating Pressure : 1.5 MPa (Internal)
Superior cooling action improves tool life
Coolant is directed from the flank face of the insert as well Wear Resistance Comparison (Interal evaluation)

An ample supply of coolant to the tool edge area helps to further suppress insert wear 014

0.12
0.10

B KTKF-JCT
B 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) 012




B KTKF-JCT &

>

Right-hand

sepelr) uasu|

LN

S}asu| 8jqexepy|
Buiung

2
S
£
=1
[2)
£
(]
=

$100L @0d 8 N8O

LH
cox

MHD

[euseixg

77\
©®

HF
OAH

© |
|
o

1 3-Rc1/8

]
@

HBL

Buiuiyoepy
sled |[ews

KTKFR1220H..
shows above figure

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

Bunog

Left-hand

Buinooin

WF

ol

#0-InD

Main Spindle
Sub Spindle

LH

Buipeaiy

I 7\
< ©

HE |

-
&

Bunua

S|00L PlIoS

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

® Toolholder Dimensions

Spare Parts

Stock

Dimension (mm)

Clamp Screw

Wrench

Plug

Description

HF

OAH

LF

HBL

LH

LN

WF

CDX

MHD

MHD2

é

s

Applicable Inserts
® H6,H7

KTKFR 1220H-12JCT

12

12

19

20

20

20

28

12

35

KTKF?. 1625H-12JCT

16

16

23

25

100

KTKF%. 2025H-12JCT

20

20

27

25

23

40

16

20

75

25

21

SB-4590
TRWN

FT-10

GP-1

TKF12R ...

TKF12% ...

KTKF?. 1625H-16JCT

16

16

23

25

100

KTKF%. 2025H-16JCT

20

20

27

25

23

40

16

41

20

9.6

25

21

SB-4590
TRWN

FT-10

GP-1

TKF16%L ...

Bunn

uolnew.ou| IIMA Butuang
jeoluyosy  SHEd areds 10} S|001

xepu|

-

Recommended Cutting Conditions ®H37

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

M Coolant Piping Parts

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

Without Coupling (Pump Pressure: Up to 20 MPa)

2
™

Combination Part Description (Example)

With Coupling (Pump Pressure: Up to 7.5 MPa)

———

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

-8 (6) Coupling
* [(7) Joint ]

Combination Part Description (Example)

Spare Parts Description Spare Parts Description
(1) Joint J-ST-R1/8-G1/8 [(1) Joint ] S

- (4) Hose HS-G1/8-G1/8-500 (2) Coupling CP-ST-R1/8, P-ST-RC1/8
e (3) Joint J-ST-R1/8-G1/8
=] (5) Joint J-ST-R1/8-G1/8
o (4) Hose HS-G1/8-G1/8-500

Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to the thread N

standard on the hose side (G1/8) for use. (5) Joint J-ST-R1/8-G1/8

Use sealing agents such as seal tapes when installing piping parts. (6) Coupling P-ST-RC1/8, CP-ST-R1/8

[(7) Joint ] -

Without Coupling (Pump Pressure: Up to 20 MPa)

G1/8
Rc1/4

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

Rc1/8
NPT1/8

With Coupling (Pump Pressure: Up to 7.5 MPa)

NPT1/8

(2) Coupling

H14

Rc1/8
R1/8
B 1L e .
Rc1/4 Connector Plug

G1/8

(3) Joint

(4) Hose




M Piping Installation Parts Description

sepelr) uasu|
>

Joint [(1)(3)(5)(7 Coupling [(2)(6
[( )( )( )( )] Pressure Resistance : ~ 20.0MPa piing [( )( )] Pressure Resistance : ~ 7.5MPa
Exterior Description Thread Standard | Stock Exterior Description Thread Standard | Stock | =
JST-RI4-GIB | RI4&GIU8 | @ w4 85 B
% &EM‘ CP-ST-R1/8 R1/8 o | 2°
J-STNPT1/8-G1/8 | NPT1/8<G1/8 | @ e L z
‘ 2
Eod
J-ST-R1/8-G1/8 ° o= g c
== P-ST-RC1/8 Re1/8 ° g
R1/8 & G1/8 Y
¢ D
J-AN-R1/8-G1/8 ° 2
=0
g8
J-ST-R1/4-RC1/8 R1/4 & Rc1/8 ° == E
5o
=k
J-ST-NPT1/8-RC1/8 | NPT1/8 & Rc1/8 °
Rc1/8 & R1/8 g
J-STRIB-RCIB | . iension Joint) | @ é F
(]
Hose (4 8
( ) Pressure Resistance : ~ 20.0MPa g G
«
Exterior Description Thread Standard | Overall length (mm) | Stock
HS-G1/8-G1/8-200 200 [ ) o
)
HS-G1/8-G1/8-300 300 ) =
HS-G1/8-G1/8-400 400 [} B
G1/8 3 J
HS-G1/8-G1/8-500 500 ° 8
3
«Q
HS-G1/8-G1/8-600 600 [ ]
HS-G1/8-G1/8-800 800 ° K
=
«
)
o
g
5L
o
1]
ES
E M
«

1N Buluang
10} S|00|
=

sped aledg
)

G1/8 % R1/8

Rc1/8

|i%’ =

uolnew.ou|
[eoluyos)
=)

KTKF-JCT Toolholder

R1/8 =3
g 2 T
x

Plug Connector

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

@ : Std. Item
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Cut-off

—_— 1212K-12B

Cut-off Toolholders (for sub spindle tooling)/

. KTKFS (for sub spindle tooling)

Right-hand

- <@\

30° LN

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

(@]

o

X
WF

LF

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

Left-hand

_
) = 2\,/

30° LN

LF

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

- I ) /LI[ ' KTKFS™.1010K-12A

' = / KTKFS#%.1010K-16A
N

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

® Toolholder Dimensions

Spare Parts
Clamp Screw Wrench

Stock | Cut-off Dia. Dimension (mm)

D L Applicable Inserts
escription . @H17
CUTDIA| H |[HF| B | LF | LH | LN |[LN2| WF |CDX E

10 | 10 | 10 |120]| 15 29
6~12 85 26 | 5 | 6 |SB-4050TRN| LTW-10S | TKFS12%
12 112 | 12 -
120 26
10 | 10 | 10 |120]| 20 22
1212F-16A 14 ~16 12 112 | 12 85| 30| 5 | 8 |SB-4050TRN | LTW-10S | TKFS16%.
1212K-16B 120 26
- CDX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the actual cut-off diameter. ‘ Recommended Cut[ing Conditions@® H17
- Cut-off diameter (CUTDIA) depends on the insert edge width.
* Only Right-hand is available for LN2 dimension.

5Y)
—

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

KTKFS"L 1010K-16A

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

Lo Description Dgn\j; SI?U(%TK

TKFS12% 100-S| 1.0 6
150-S| 1.5 9
200-S| 2.0 | 12

'/>‘.\,
' TKFS16% 150-S| 1.
m —)0% S16% 150-S| 1.5 | 14
= 200-S| 2.0 | 16

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

Main Spindle

Handed insert shows Left-hand

Sub Spindle

Sub Spindle

D1

0,03

=

&
%
cW

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

@ : Std. Item

H16



@ Applicable Inserts Classification of usage | P |Cabonsteel/Aloysteel| @ ©) © ©) Bl
@ : Continuous~Light Interruption / 1st Choice | M | Stainless Steel © ") ® @ g A
() : Continuous~Light Interruption / 2nd Choice K |Castl Py g’
@ : Continuous / 1st Choice gstiron g
O Continuous / 2nd Choice N [Non-ferrous Metals o _
. . MEGACOAT PVD . g?
Dimension (mm) NANO MEGACOAT| . -.+..,| Carbide =3 B
Insert Description &
se P PR1425|PR1535|PR1225 PR1025| KW10| =
CW [CUTDIA| RE |W1| S | D1 2
Handed insert shows Left-hand RILIR/IL|R|L|R|L|R|L =
TKFS12%. 100-S| 1.0 6 ® 00060 o0 o060 o - c
150-S| 1.5 9 005/22/87|44 © © © © © © © 0 0 O &
\ 200-S| 2.0 12 (K 2K 2K 2K 2K K 2K 2K 2K 2
x
TKFS16%. 150-S| 1.5 14 0.05 22|95 440000000000 g D
200-S | 2.0 16 ' ' ' 0000000 0 0o =°
- As Fig. 2 (H16) of shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cutting edge progresses 1mm from the center. o
=
3
ep
© Recommended Cutting Conditions §§ E
==
a=
Recommended Insert Grades (Cutting Speed Vc: m/min) TKFS12 TKFS16 ®
(7]
PVD . Edge Width (mm) Edge Width (mm) | = | &
Workniece Material | MEGACOAT NANO | MEGACOAT ] Carbide ® = F
orkpiece Materia B 2Je3 0D 10 | 156 | 20 | 15 | 20 |§| @
o
PR1425 | PR1535 | PR1225 | PR1025 KW10 f (mm/rev) f (mm/rev) o
3
* ¥ ¥ e ] ¢ G
Carbon Steel 70 ~170 | 70 ~ 150 | 70 ~ 150 | 60 ~ 130 0.01 ~0.03/0.01 ~0.03{0.01 ~ 0.03{0.01 ~0.03/0.01 ~ 0.03 3
* DAY PAS PAS i
Alloy Steel 70 ~170 | 70 ~ 150 | 70 ~ 150 | 60 ~ 130 0.01 ~0.03/0.01 ~0.03{0.01 ~ 0.03{0.01 ~0.03]0.01 ~ 0.03 g
. % * % % ] =] &
Stainless Steel 60 ~ 140 | 60 ~ 120 | 60 ~ 120 | 50 ~ 100 0.01 ~0.02/0.01 ~0.02{0.01 ~ 0.03{0.01 ~0.02|0.01 ~ 0.03 E
* 3| ¢
Cast Iron - - - - 0.01 ~0.03/0.01 ~0.03/0.01 ~ 0.03{0.01 ~0.03/0.01 ~0.03| O g
50 ~ 100 g J
Aluminum Alloys - - - - * 0.01 ~0.03/0.01 ~0.03{0.01 ~ 0.03{0.01 ~0.03]0.01 ~ 0.03 3
200 ~ 450 |% . . . . . . . . .
B * 0.01 ~0.04/0.01 ~0.04{0.01 ~ 0.04{0.01 ~0.04|0.01 ~ 0.04 s
rass - - - " 1100 ~ 200|770 RO~ ORROT AR BT ~084 BOT -0 K
% : 1st Recommendation ¥ : 2nd Recommendation
B KTKF / KTKFS Selection Reference &
o
© KTKF © KTKFS S L
o
- Both Right-hand and Left-hand types are applicable to gang tool post. - When machining workpiece with small diameter, use KTKFS to ¢
- Basically Left-hand type is used for cut-off operation using a sub spindle. reduce overhang distance from the main spindle. z
=M
KTKFR (Right-hand toolholder) | KTKFL (Left-hand toolholder) KTKFSR (Right-hand toolholder) | KTKFSL (Left-hand toolholder) ,
<How to select> <How to select> 3 N
° o o o o Hand of Toolholder o k) Hand of Toolholder = §
] = 2 .E .g_ - Long workpiece and E E - Short workpiece and less =
a & & & %) more rigidity & G| rigidity »
£ 5 5 % g - Cut-off operation near -% =] - Cut-off operation near E
= = 2 = main spindle side = @ | | subspindle side ® P
<1st. Recommendation> <tst. Recommendaton> %
Use insert with lead angle to Use insert without
Temove boss. lead angle. <How to select> <How to select> 5
. Using sub spindle LN dimension LN dimension g9
- Not using sub spindle . Cut-off operation - Sub Spindle Dia. - Sub Spindle Dia. 33 R
- Cut-off operation near near sub spindle side 240-22(A type) 040-22(A type) 25
main spindle side 050~26(B type) 050-26(B type) ge
& T
x
@ : Std. ltem S
| Inserts are sold in 10 piece boxes
' H17



Cut-off

Cut-off Inserts

/

M GDM / GDG _
Classification of usage | P | Carbon Steel/Alloy Steel | © | @ | © <
K]
@ : Continuous-Light Interruption/ 1st Choice : I PN =
() Continuous-Light nteruption/ 2nd Choice M | Stainless Steel ® 00 §
@ Continuous / 1st Choice @
O Continous / 2nd Choice N | Non-ferrous Metals ® O @
Dimension (mm) Angle |50 EGACOR | cate| 2
i 5
Insert Description Edge Width (CW) &g & = § o &
RE |INSL| S PSIRR/LE g g 322
Handed Insert shows Right-hand Tolerance (= W I« W B « B - © $
GDM  1316N-003PF i3 0.03 [ BN AN )
1316N-015PF ' 0.15 R ( AN BN ) H20
1516N-003PF 5 0.03 ' [ 2N AN} H21
24 & 1516N-015PF ' 0.15 o0 o0
I
%%F%% 2020N003F | | 1008 e e|e H20
2020N-015PF 0.15 e 0o o H21
® 2520N-003PF 0.03 H22
- G B 0|4 |[®®]®
$ 2520N-015PF 0.15 CI 0 H25
= 3020N-003PF 50 0.03 ® o e Hgo
S 3020N-015PF ' 0.15 o0 o0 H25
4= GDM  1316%.-003PF-15D | 1.3 ( AN BN )
5 g 0.03 H20
5 1516%.-003PF-15D 16 | 37 ® o e
o ——————1{15 H21
1516R -015PF-15D 0.15 R|R|R
2020%.-003PF-15D 20 0.03 ( BN AN ) H20
2020R-015PF-15D |~ | +0.04 | 0.15 15° |R| R | R H21
25207.-003PF-15D 0.03 H22
et Y 20 | 4.3 00
2520R -015PF-15D 0.15 R|R|R H25
3020%.-003PF-15D 30 0.03 ([ BN BN J Hgo
15° Lead Angle 3020R-015PF-15D | 0.15 R|R|R H25
© GDM  2020N-010PQ 2.0 ( AN BN ) H20
8oy < H21
- i B T H22
@ B INSL X 2520N-010PQ 25/+003| 01| 20 | 43| - @ @@ H25
|
g P g4 H20
5 3020N-010PQ 3.0 ® o e 2
g H25
=
= pspn  |GDM  2020R-010PQ-15D | 2.0 R|R|R H20
= 3% > H21
5 E
5 % 2520R-010PQ-15D | 2.5 | +0.03 | 0.1 | 20 | 43 | 15° |R| R | R 22
(@) : : 2| E ’ ’ H25
H20
3020R-010PQ-15D | 3.0 R|R|R 2
15° Lead Angle H25
. GDG  2020N-005PG 2.0 ( AN ) e oHX
o 8, <& H21
o i H22
L 5w INSL N 2520N-005PG 25|+002|005| 20 | 43 | - @ | @ ® 0
[o)}F
£ » H20
£ @ m 3020N-005PG 3.0 (AN ) ® 0|
3 H25
2 H20
S PSIRR GDG  2020R-005PG-15D | 2.0 R|R R|R
= Al H21
% Re R H22
b INSL 2520R-005PG-15D | 2.5 | +0.02 | 0.05 | 20 | 4.3 | 15° | R | R R|R |Hos
O
i H20
‘_’ ”’E 3020R-005PG-15D | 3.0 R|R R|R| 1
15° Lead Angle H25

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

Il

Groove bottom created
by PF / PM chipbreaker

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



B GDM / GDMS — — 3
Classification of usage P | Carbon Steel/Alloy Steel | () o @) % 5 A
@ : Continuous-Light Interruption / 1st Choice : o~ AN = 2
(5 Confinuous-Light Interuption  2nd Chaice M | Stainless Steel ° ~ ~ § 3
@ : Continuous /15t Choice < =3
O Continous / 2nd Chaice N} Nonsferrous Metals § % o
— JESOT g 2B
Dimension (mm) Angle o MEGACOAT| £ | 2
5| =#
Insert Description Edge Width (CW) N O 0 =) 8
RE |[INSL| S PSRR| 2 | & | & | £ | =
r : Tolerance r c x|/8| 3C
anded Insert shows Right-hand o o o wn o
GDM  2020N-020PM 2.0 e o | o :;g
m
0.2 =
H22 e
2520N-020PM 2.5 ® o o H25 3 =
+0. 2 4,
+0.03 0 3 H20 ”
3020N-025PM 3.0 0.25 ® o o ! 53
H25| 85
H20 | 53
4020N-030PM 4.0 0.3 ® o o "2 3
H25
o GDM  2020R-020PM-6D | 2.0 R R R H20 g
8 H21| 5 F
g 02 H22| ©
03_ 2520R-020PM-6D | 2.5 | +0.03 20 4.3 6° R R R H25
= o
9] H20| ¢
2 —ee 3020R-025PM-6D | 3.0 0.25 R|R|R| 2 e G
o) 6" Lead Angle H25 =
© ml
. GDMS 2020N-020PM 2.0 0.2 e O 0 5
IO H25 Q
=] H20| 3
(@] 3020N-025PM 3.0 | +£0.03| 0.25 | 20 4.3 - ® o o HéS =
H20 4
4020N-030PM | 4.0 0.3 o o o " ¢
H25 g J
H20 ;-J-.
GDMS  2020R-020PM-6D | 2.0 0.2 R|R|R|HL| @
H25
H20| o
3020R-025PM-6D | 3.0 | +0.03| 0.25 | 20 4.3 6° R R R 1 = K
H25| =
H20 | <
6" Lead Angle 4020R-030PM-6D | 4.0 0.3 R|R| R |H2
1-edge H25 g’
L H20 | =
© GDM  2020N-020PH | 20 0.2 o o o |i21| - L
be) H25 %
o . H20
= ) 3020N-030PH 3.0 |+£0.03| 0.3 20 4.3 ® o o 1
S | H25| =
k= 0| = M
= 4020N-030PH 4.0 03 ® o | o "2 a
aC=> H25
é H20 =
o GDMS  2020N-020PH 2.0 0.2 ® o o 2| S%
ge] H25 | 35 N
% H20 =3
2| o d 3020N-030PH 3.0 [+£0.03| 0.3 20 4.3 ® o o HéS =3
3 - H20 | ©
S L — 4020N-030PH 40 0.3 e o o " s p
(G} 1-edge H25 ;_,"?
Note) 1. Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). Recommended Cutting Conditions @ H26, H27 ®
H Groove bottom created 35 R
. . by PF / PM chipbreak =9
@ Inserts Identification System Y chipbreater se
(4) Edge Width (6) Hand of Tool (8) Chipbreaker Symbol 5
(2) Tolerance Symbol 13:1.3mm 25:25mm R : Right-hand PF : Cut-off (Low Feed) PU: Gt Gererl P § T
G : Ground Insert 15:15mm 30:3mm L : Left-hand PQ : Cut-off (Medium Feed) PH :Groovin and Cut-oﬂp(Hi h eed )
M : M Class 20:2mm 40 :4 mm N : Neutral PG : Cut-off (Low cutting force) ' 0 g
I I I I
G D M S 30 20 R|-025 [PM -6D
[ | | | |
(1) Series (3) No. of edge (5) Insert Length (7) Corner-R(RE) (9) Lead Angle
Grooving / Cut-off No Indication : 2-edge 16 :16 mm 003 :0.083 mm 020:0.2 mm No Indication : 0°
GD Series S: 1-edge 20:20 mm 005 : 0.05 mm 025:0.25 mm 6D :6°
010:0.1 mm 030:0.3 mm 15D : 15°
015:0.15 mm
@ : Std. ltem R ]
R : Std. ltem (Right-hand Only) i Inserts are sold in 10 piece boxes )
I



Cut-off

H20

Cut-off Toolholders

. KGD (for Automatic Lathe)

Edge Width : 1.3~4.0mm

, El
~ 1l _1
Insert Setting Angle
é% A
|
| -
KGD%2012K-OD34 } IJ
KGD%.2020K-OD34 _ 1
KGD%2525K-ODOO
shows above figure
e Right-hand shown LF
@ Toolholder Dimensions
. Spare Parts
Stock | Cut-off Dia. Dimension (mm) Angle Eg\%a (erlncit)h
Clamp Screw Wrench
Descrioti
escription
R | L |[CUTDIA| H HF | HBH B LF LH WF |GAMP| MIN. | MAX. %’ /
KGD%. 1010JX-1.3D16 @ | @ 16 9.9
1 10 10 | 120 | 18
1010JX-1.3 ® O 20 0 9.5
1212F-1.3D16 @ | @ 16 85 19 B 18| ITW-1ss
2 . 13 | 13 -40120 -15
1212JX-1.3D16 120
® o 12 12 12 19.5
1212F-1.3
bl 24 85 11.5
1212JX-1.3 o o 120 50
KGD%. 1010JX-1.5D16 @ | @ 16 9.7
1 1 1 12 1
1010JX-1.5 ® O 20 0 0 0 0 8 9.4
1212715016 | @ | @ 16 85 1.7 1 1 SB-40120TR| LTW-15S
2 . 5 5 - -15
1212JX-1.5D16 | @ | @ 120
12 12 12 5 19.5
1212F-1.5 5
e o 24 114
1212JX-1.5 [ BN ) 120
KGD%. 1010JX-2 ® O 20 10 10 10 (120 | 18 | 9.2
1212F-2 2
bl Bod 24 12 12 12 85 195 1.2 | 1° SB-40120TR| LTW-15S
1212JX-2 [ AN ] 120
1616JX-2 ® O 32 16 16 16 245|15.2 20 | 3.0
2012K-2D34 [ BN ) 20 | 20 12 11.2
20202034 | @ | @ | 34 T 120 | 125 |325/19.2] ©° HH5X16 LW-4
2525K-2D34 [ AN ) 25 | 25 25 24.2
KGD%. 1010JX-2.4 ® O 20 10 10 10 | 120 | 18 9
1212F-2.4 2 85
e|® 24 12 12 12 195 11 1° SB-40120TR | LTW-15S
1212JX-2.4 [ AN ] 120
1616JX-2.4 ® O 32 16 16 16 245 | 15 24 | 3.0
2012K-2.4D34 [ AN ] 20 20 12 11
2020K-2.4D34 | @ | @ | 34 "1 20 |125|325| 19 | 0° HH5X16 LW-4
2525K-2.4D34 [ BN ) 25 25 25 24
L 1212JX- 19. 10. .
KGD. 3 ® 0 24 12 12 2 12 9.5]10.8 3.0 SB-40120TR | LTW-15S
1616JX-3 ® O 32 16 16 16 120 | 24.5 148
1616JX-3D38 @ | @ a8 29 '
1913K-3D38 [ BN ) 19 19 13 | 125 11.8 1o
2012JX-3D42 ® O 42 31 3.0
- 12 10.8 - -
20120X-3D51 ® o 5t 36 4.0 |SE-50125TR| LTW-20
2020JX-3D42 ® O 42 20 20 120 31
20 18.8
2020JX-3D51 [ AN ) 51 36
2525K-3D51 [ BN ) 25 | 25 25 | 125 1 41.5|23.8| 0° HH5X16 LW-4

Note) 1. 4mm width insert cannot be installed in KGD.1212JX-3.

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

please use 1-edge inserts.
Maximum cuttinng diameter for 2-edge inserts is @36mm.

Recommended Cutting Conditions @ H26, H27

@ : Std. Item



. KGDS (for sub spindle tooling)

Right-hand

>

sepelr) uasu|

LN

LH
™
-

W
S}asu| 8jqexepy|
Buiung

250

Sub Spindle Dia.
I

HF
/

$100L @0d 8 N8O

LF

e Right-hand shown

Left-hand

[euseixg

250
&
S
N
|
/

Sub Spindle Dia.
Buiuiyoepy
sled |[ews

N
[ |
\ 'G/AMP
3 L
T NJ N T i

LF

Bunog

)

@ Toolholder Dimensions

e eft-hand shown

Spare Parts
Clamp Screw Wrench

@ | =

E
LTW-158

SB-40120TR

Edge Width
CW (mm)

Stock  |Cutoff Dia. Dimension (mm) Angle

Buinooin

Description

R | L |CUTDIA| H HF B LF LH LN | WF |GAMP| MIN. | MAX.

#0-InD

9.5
9.4
9.2

1.3
15 | 15
1° 2.0 | 3.0
Recommended Cutting Conditions @ H26, H27

KGDS". 1616JX-1.3B 1.3
1616JX-1.5B

1616JX-2B

50

24 | 16 16 16 | 120 | 19.5| 27

Buipeaiy

B KGD / KGDS Selection Reference

@®KGD ® KGDS

Bunua

Standard type Sub spindle type

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

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

S|00L PlIoS

KGDR (Right-hand toolholder) | KGDL (Left-hand toolholder) KGDSR (Right-hand toolholder) | KGDSL (Left-hand toolholder)

Bunn

Sub Spindle
Sub Spindle
Main Spindle
Sub Spindle

Main Spindle

Main Spindle

Main Spindle
W Buiuing
10} sj00|

<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

- Short workpiece and less rigidity

- Cut-off operation near main spindle side

- Cut-off operation near sub spindle side

@ Toolholder Identification System (for Automatic Lathe)

KGD R

1616 | JX

KGDS

Applicable Inserts

Others

GDM/GDMS
Edge Width : 3~4mm
I

D38 : CUTDIA 38mm

3

D38

1.3

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

@ : Std. Item
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Cut-off

H22

Grooving / Cut-off Toolholders

. KGD (Integral Type)

-

|

I~

KGD7.1216JX-3T06
KGD7.1216JX-4T06

shows above figure

e Right-hand shown

foi

HF

® Toolholder Dimensions

E . . Edae Width Spare Parts
g % Stock Dimension (mm) C\%V(mm) Clamp Bott —
E :_g Description
2| & R|L| H | HF |HBH| B | LF | LH | HBL | WF |CDX |MIN.|MAX.| = //
g =
KGD%.  1616H-2T06 ® @® 16 16 | 40| 16 | 100 |27.7|28.0|15.2 HH5X16
2020K-2T06 ® ® 20 | 20 i 20 [ 125 280 - 19.2| 6
2525M-2T06 @ @ | 25 | 25 25 | 150 24.2 HH5X25
KGD%. 1616H-2T10 @ |@| 16 | 16 | 4.0 | 16 | 100 |30.2|30.5|15.2 HH5X16
10 2020K-2T10 ® ® 20 | 20 20 | 125 19.2| 10
2 2525M2T10 @ @ 25 | 25 | | 25 150 07| T 242 20130 Fipexes | VA
KGD%. 1616H-2T17 | @ |@| 16 | 16 | 4.0 | 16 | 100 |31.2|31.5|15.2
17 2012K-2T17 | @ | @ 20 | 20 12 | 125 11.2 17 HH5X16
2020K-2T17 @ @ - 20 | 125|32.5| - |19.2
2525M-2T17 |@ | @| 25 | 25 25 | 150 242 HH5X25
KGD%. 2012K-2.4T17 @ | @ 12 | 125 11.0
2417 2020k24T17 | @ | @ 20 | 20 - 20 | 125 325| - 19.0 17 | 2.4 | 3.0 | HH5X16 LW-4
KGD%. 1216JX-3T06 @ @ | 12 | 12 | 2.0 | 16 | 120 |19.5| 19 |14.8 SE-50125TR | LTW-20
6 1616H-3T06 ® @® 16 | 16 | 40| 16 | 100 |27.7|28.0|14.8 6 HH5X16
2020K-3T06 @ @ | 20 | 20 i 20 | 125 080! - 18.8
2525M-3T06 @ @ | 25 | 25 25 | 150 23.8 HH5X25
KGD%. 1616H-3T10 @ |@| 16 | 16 | 4.0 | 16 | 100 |30.2|30.5|14.8 HH5X16
3 |10 2020K-3T10 @ | @| 20 | 20 i 20 | 125 305 - 18.8| 10 | 3.0 | 4.0 LW-4
2525M-3T10 @ @ | 25 | 25 25 | 150 23.8 HH5X25
KGD%.  1616H-3T20 ® @® 16 | 16 | 40| 16 | 100 |34.2|34.5/14.8
2012K-3T20 (@ | @ 12 | 125 10.8 HH5X16
20 2020K-3T20 @ | @ 20120 ) 20 | 125 35 18.8 20
2525M-3T20 @ (@ | 25 | 25 25 | 150|355 23.8 HH5X25
6 |KGD7. 1216JX-4T06 @ @ 12 | 12 | 2.0 | 16 | 120 |19.5| 19 |14.3| 6 SE-50125TR | LTW-20
10 KGD%. 2020K-4T10 (@ @ | 20 | 20 20 | 125 305 18.3 10 HH5X16
4 2525M-4T10 @ | @| 25 | 25 25 | 150 23.3 40| 5.0 HH5X25
20 KGD%. 2020K-4T20 (@ @ | 20 | 20 - 20 | 125|34.5| - |18.3 20 HH5X16 LW-4
2525M-4T20 @ @ | 25 | 25 25 | 150 | 35.5 23.3 HH5X25
25 |KGD%. 2525M-4T25 (@ |@ | 25 | 25 25 | 150 | 40.5 23.3| 25
Note) 1. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.) Recommended Cutti ng Conditions ® H 26’ H27
2. Recommended tightening torque of clamp bolt : 6.5N-m (HH5XCO ), 2.5N-m (SE-50125TR)
3. Above toolholders are applicable to external grooving, too.
® Toolholder Identification System (Integral Type)
KGD R 1616 | H - 2 T | 06
Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Max. depth of cut (mm)
FL‘ ;f;%r_‘;'ah:gd 16 x 16mm 100 mm G'Z'i"éGmDn':"S 06:6 mm

@ : Std. ltem



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

sepelr) uasu|
>

= a cDX o =
LH 3
LH -
2-G1/8 z
|| i / g C
@ L = g
M = riﬂ t - (©m—
ﬂ P ] m
MHD i g D
LF KGD%2020K...shows above figure 3
e Right-hand shown
w
@ Toolholder Dimensions Pressure Resistance:~15MPa “oz’i E
— 50
= ) ) Edge Width Spare Parts 58
—| E Stock Dimension (mm @
E 5 imensfon (mm) CW (mm) | Clamp Bolt | Wrench Plug !
=3 Description g
£ s S D s F
S| 5 @D 3
RIL| H HF B LF LH | WF DX | MHD | MIN. | MAX. — N—
dk ; | 7| B
= = o
5 KGD%. 2020K-3T06JCT | @ @| 20 | 20 | 20 315 18.8 6 96.2 HH5X16 g G
2525K-3T06JCT |@ @ 25 | 25 | 25 " |238 96.5 HH5X25 3
2020K-3T10JCT @ @ 20 | 20 | 20 18.8 94.2 HH5X16
3 |10 125 | 34.0 10 3.0 4.0 LW-4 |HSG1/8X8.0] 9
2525K-3T10JCT @ @ 25 | 25 | 25 23.8 94.5 HH5X25 z
— =
50 2020K-3T20JCT @ @ 20 | 20 | 20 38.0/18.8 o0 90.2 HH5X16
2525K-3T20JCT @ @ 25 | 25 | 25 39.0(23.8 89.5 HH5X25 5
[0
o |KGD'. 2020k-4T10.CT @ (@] 20 | 20 | 20 suo 188] | [942 HH5X16 g
2525K-4T10JCT |@ @| 25 | 25 | 25 1233 94.5 HH5X25 “
4 20 KGD%. 2020K-4T20JCT @ @®| 20 | 20 | 20 | 125 |38.0|18.3 20 90.2| 4.0 | 5.0 | HH5X16 LW-4 |HSG1/8X8.0 =] K
2525K-4T20JCT |@ @] 25 | 25 | 25 39.0(23.3 89.5 HHEX25 2
25 |KGD%. 2525K-4T25JCT | @ @ | 25 25 | 25 44.0123.3| 25 (845 o
Please see D11 for piping parts of coolant-through holders. Recommended Cutting Conditions ® H26, H27 % L
g
Coolant is directed from two directions =M
«

Discharges coolant in two directions toward
both the rake surface and the flank face of the insert

W Buiuing
10} sj00|
=

Excellent Chip Control and Long Tool Life

sped aledg ”!
o

uolnew.ou|
[eoluyos)
=)

xepu|
-

@ : Std. Item
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Cut-off

H24

Grooving / Cut-off Toolholders Vs

Great for High Pressure Coolant External Grooving and Cut-off

KGD-JCT ..

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

Excellent Chip Control

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

Coolant hole position and angle improve chip control KGD-JCT showed better chip control performance
even at lower feed rates
f=0.05 mm/rev (1.5MPa)

Competitor F Competitor G

g‘ n

AN \ e i

Cutting Conditions:Vec = 150 m/min, f = 0.05 mm/rev, d = 8mm, Wet
Edge Width4 mm Workpiece Material : SCM415 Grooving

Cooling the Cutting Edge Leads to Longer Tool Life

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

KGD-JCT Competitor E 020

Coolant does not flow directly .
towards the cutting edge

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

o
3

o
o
a

Wear on flank face (mm)
o
S

After Machining 39 min | | |
0 10 20 30 40

Cutting Time (min)

R Cutting Conditions:Vc = 180 m/min, f = 0.15 mm/rev, d = 9 mm, Wet
Fracture Edge Width 4 mm Workpiece Material : SCM415 Grooving

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



. KGD-S (0° Separate Type)

sepelr) uasu|
>

E[ g
] L
—_ J Q
| | 7~ 2
I =
m
?r LF J 5, D
e Right-hand shown (Right-hand Blade and Right-hand Toolholder) 8
@ Toolholder Dimensions (Blade + Toolholder) ,,f,g
© E|E Edge Width = E
| E| S| E Stock Dimension (mm) CW (mm) 3z
< | E pes S Unit Description Blade Description | Toolholder Description
% ES g & |(Standard Stock Description) ®G31 ®G31 @
5 = < S R|L H HF |HBH| B LF | LH | WF |CDX|MIN. [MAX.| = F
£ 5 8
[J20|KGDY. 2020X-2T17S |@ |@ KGD%.2020-C | 20 | 20 | 12 | 20 | 122 23.4 o
2 17 |[]25 2525X-2T17S | @ | @ | KGD.-2T17-C | KGD¥.2525-C | 25 | 25 7 25 | 147 | 40 [284| 17 | 2.0 | 3.0 § G
>
[132 No unit description = KGD%3232-C| 32 | 32 - 32 | 167 35.4 @
[120 |KGD%. 2020X-3T10S @ @ KGD%2020-C| 20 | 20 | 12 | 20 | 115 23.0 o
C
10 |25 2525X-3T10S | @ | @ | KGDY.-3T10-C | KGD%.2525-C | 25 | 25 7 25 | 140 | 33 [28.0| 10 <='>R
[132 3232X-3T10S | @ | KGD%3232-C| 32 | 32 - 32 | 160 35.0
3 3.0 | 4.0 =
[]20 |KGD". 2020X-3T20S @ @ KGD%2020-C| 20 | 20 | 12 | 20 | 125 23.0 g J
Q
20 |[]25 2525X-3T20S |@ @ | KGDY.-3T20-C | KGD%.2525-C | 25 | 25 7 25 | 150 | 43 [28.0| 20 (‘%‘
0° [132 3232X-3T20S | @ @ KGD%.3232-C | 32 | 32 - 32 | 170 35.0
o
[120 |KGD%. 2020X-4T10S @ |[J KGD%2020-C| 20 | 20 | 12 | 20 | 115 22.5 = K
>
10 |[J25 2525X-4T10S |@ || KGD%.-4T10-C | KGD%.2525-C | 25 | 25 7 25 [ 140 | 33 |275] 10 “
[132 3232X-4T10S [ | KGD%3232-C| 32 | 32 - 32 | 160 34.5 8
[]20 |[KGD%. 2020X-4T20S @ |[] KGD%2020-C| 20 | 20 | 12 | 20 | 125 22.5 ; L
<}
4 20 |[J25 2525X-4T20S |@ @ | KGDY.-4T20-C | KGD%.2525-C | 25 | 25 7 25 | 150 | 43 |275| 20 | 40 | 5.0 @
(132 3232X-4T20S | @ @ KGDY3232-C | 32 | 32 | - | 32 | 170 34.5 =z
[]20 |KGD?. 2020X-4T25S @ @ KGD%.2020-C | 20 | 20 12 20 | 130 22.5 E M
25 |[]25 2525X-4T25S | @ | @ | KGD7.-4T25-C | KGD%2525-C| 25 | 25 | 7 | 25 | 155 | 48 |27.5| 25 .
S
(132 3232X-4T25S | @ | @ KGDV.3232-C| 32 | 32 | - | 32 | 175 345 38 N
=) [
Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Recommended Cutting Conditions @ H26. H27 = §
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. g’
The toolholder is applicable for all blade with suitable hand. %
3. In case the unit description is not available (No unit description), please purchase toolholder and blade separately. - P
4. CDX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum depth of groove made by the 2-edge insert will be 18 mm.) %
5. Recommended tightening torque of clamp bolt for insert : 6.5N-m (Groove width 2 ~ 4mm)
6. Above toolholders are applicable to external grooving, too. g a
=0
. . . - . 33
@ Toolholder Identification System (Separate type / Unit Description) @ Spare Parts (Common with separate types) 22 R
* The parts are included in the toolholder and unit. S 2
K G D R 2020 X - 2 T 17 S Clamp Bolt CSI;):: SP:::N =
I I | I | (for Insert Clamp) (for Blade) Jeiench % T
Toolholder Hand Shank Size Toolholder Type | | Applicable Inserts Max. depth of cut Unit Description s
T Eg_x;—::;\d 20 x 20 mm Unit Description Gg’\f/?:rs 17 :17 mm g E/ /
KGD....S BH6X10TR SB-60120TR LTW-25

@ : Std. Item
[]: Deleted from the next catalog st



Cut-off

KGD Recommended Cutting Condition

S -~

@®Application Map

PG

For automatic lathe (Low cutting force)

PF

General purpose

For automatic lathe (Low feed)

PH

High feed rate

Low <@ Cutting force mmp»High

Low < Fccd Ratc ME— High

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

Recommended Insert Grades f (mm/rev)
(Cutting Speed Vc: m/min) PF (RE = 0.03) PF (RE = 0.15) £
Workpiece Material A
2 MG COAT MEGACOAT Edge Width CW (mm) Edge Width CW (mm) =
o
PR1535 PR1225 PR1215 1.3/1.5 2.0 2.5/3.0 1.3/1.5 2.0 2.5/3.0
AS * bAS
Carbon Steel | 74 450 | 70150 | 70~ 180
0.01 ~0.04 | 0.02 ~0.06 | 0.02 ~0.08]0.01 ~0.05 | 0.083~0.08| 0.04 ~0.10
Alloy Steel ol * = £
y 70 ~ 150 70 ~ 150 70 ~ 180 ©
: * e e 3
Stainless Steel 60 ~ 120 60 ~ 120 60 ~ 150 0.01 ~0.03| 0.01 ~0.04 | 0.01 ~0.05]0.01 ~0.04 | 0.03~0.07 | 0.04~0.08| O
Cast Iron - - 80 :k200 0.01 ~0.05 | 0.02 ~0.07 | 0.03 ~0.08 | 0.01 ~0.06 | 0.03 ~0.09 | 0.04 ~0.10
% : 1st Recommendation v% : 2nd Recommendation
Recommended Insert Grades f (mm/rev)
(Cutting Speed Vc: m/min) PQ PG 12
Workpiece Material | MEGACOAT DLC ) ) ) g
NANO MEGACOAT Coated Carbide Carbide Edge Width CW (mm) | Edge Width CW (mm) §
PR1535 PR1225 PR1215 PDL025 GW15 2.0 2.5/3.0 2.0 2.5/3.0
PAS * e
Carbon Steel | 76 “450 | 70-150 | 70~ 180 - :
0.03~0.1 | 0.04 ~0.1210.01 ~0.04 | 0.01 ~0.05
Alloy Steel = * = . :
y 70~150 | 70~150 | 70~ 180
; * PAS PAS =
Stainless Steel 60 ~ 120 60 ~ 120 60 ~ 150 - - 0.02 ~0.07|0.02 ~0.08[0.01 ~0.03|0.01 ~0.04 E
o
* PAe o}
Cast Iron - - 80 ~ 200 - 50 ~ 100 0.04 ~01 | 0.04~0.12[0.01 ~0.04|0.01~0.05|0O
Aluminum Alloys - - ) 20015500 200%450 - - 0.01 ~0.05|0.01 ~0.06
*
Brass - - - - 100 ~ 200 - - 0.01 ~0.07 | 0.01 ~0.08

% : 1st Recommendation Yx : 2nd Recommendation



®Recommended Cutting Conditions (PM / PH Chipbreaker) z
o A
Recommended Insert Grades f(mm/rev) g
(Cutting Speed Vc: m/min) PM PH £ 5
Workpiece Material = g B B
MEGACOAT Edge Width CW Edge Width CW 5 =3
NANO MEGACOAT () (mm) e Z
PR1535 | PR1225 | PR1215 2~4 2 3~4

s00L 40 3 NED
(¢

Y * Y
Carbon Steel | g4 “500 | 80~ 200 | 100 ~ 200

0.08 ~0.18 1 0.10 ~0.25 | 0.15~ 0.28

* * x
Alloy Steel 70 ~180 | 70 ~180 | 80 ~ 180

Coolant
|eusaix3
w)

; * A ¥
Stainless Steel | ¢ "i50 | 60- 150 | 60 - 150 | 0-06 ~0-12(0.05~0.120.08 ~0.15

*
Cast Iron - - 100 ~ 200 0.08 ~0.18 1 0.10 ~0.25 | 0.15~ 0.28

Buiuiyoepy
sled |[ews
m

% : 1st Recommendation vy : 2nd Recommendation

vy}
©Example of feed [M i the graph below indicates the most recommended value of feed ()] %‘ F
«
€  -PM Chipbreaker [Workpiece Material: $50C] o
= g
S 2t [ e : |G
s 3
=
g [ I I
o 0.1 0.2 0.3 %
f (mm/rev) S
= ‘PH Chipbreaker [Workpiece Material: S50C]
E 3
SR Y [ — 2
S 2 foe T ———— :
S o
i I I O = K
>
0.1 0.2 0.3 @
f (mm/rev) %)
=X
. 2L
@ Caution (Cut-off) g
1. Be sure to perform wet processing. Apply enough coolant to the cutting edge. ’
2. Keep a constant rate during processing so that optimum product life will be achieved. £ M
a

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

uolnew.ou| 1A Buruang
jeoluyosy  SHEd areds 10} S|001
0 ) =2

xepu|
-
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Cut-off

Cut-off Inserts Ve

R
H GMM I GMN / GM"/. Classiication of usage | P | CatoonSteel/AloySteel| O | © | @ | © | @ °
(VVIII be switched to GDM / GDG PH18, H19) @ Confious-Ligt rtemupton /st Choce | M | Stainless Steel O [ ] O [ ] %
() Continuous-Light Interuption/ 2nd Cho Q
@ criesione || Castlion °|<co
O Continvous /2nd Chaice N | Non-ferrous Metals L << ﬁ
. . g |cwd PVD 2|28
Dimension (mm) | Angle| & ioml Coated Carbide | § | 28
'_
Insert Description ol & v gl ele £
CW/ RE|INSLl S PSR 2 | 8 |2 2 = | 2|3
A £l | £ Ol x| Z 0
Handed Insert shows Right-hand (%) o o o
0 @) @)
- e GMM 1520-MT 15 0.05 o H30
= 3 " 0 O @)
g%%% 2020-MT 2.0 0.05 00 |asl| - o o
2520-MT 259 ' O O] H3o
g5 o 3 ™~ 10.05 O O H31
cuti 0 @) O
Shazrpegge}tng 3020-MT 3.0 0.05 O o)
GMM 1520-NB 15 {55 O O | H30
w9 RE .
g i 0 @) @)
/ 5 EE(LMRE 2020NE 1207005 5 | 45 - =
gy o A 25 508 0 - -
oCuting 0 O ®)
Zedgeswhﬁhoﬁlg‘h\pbreaker 3020-NB 3.0 0.05 O]
GMM 2020-TK 2.0 |0.20 O O O
_ / 2520-TK | 2.5/0.20/ 20 4.3 - Djo]o o
o
5| Swbilty Ortentad 3020-TK | 3.0 |0.25 olo]o o
p=4
g GMM 2020-TMR 2.0 [0.20 O
5 2520-TMR | 2.5 0.20| 20 | 43| - o H30
High Feed Rate 3020-TMR | 3.0 |0.25 o H31
GMN 2-TK 2.0 /0.20 o| o O
(‘: 3-TK 3.010.25| 20 |43 | - O O O O
Stabilty Orited 4-TK 4.0 |0.30 olo|o ®)
Shows GlINz:2 Shows G2 GMN 2.2 2.2 0.17 o| o o O
=
/ w8 3 3.0 |0.20 o| o o O
/ Eﬁ 4 40025/ 20 (43| - |0 | O S o
S|
"’tﬁ 5 5.0 0.80 o o o
Srarp Cuting 6 6.0 |0.80 o o O
R|L|R|L|R|L|R|L|R|L|R|L
0 o0 ol0
N s | GMM 15207-MT-15D | 15 555 . H30
e 2020%.-MT-15D| 2.0 2 010 Clim
/ S | e e 005 20 | 4.3 | 15° o] Il N N i A
o - 25207.-MT-15D | 2.5
== mtﬂ 0.05 O O
cut 0 0|0 olim
Shapp Guting 3020%.-MT-15D | 3.0 0.05 oo
P S o GMM 2020R-TK-8D | 2.0 |0.20 @) @) @)
- 5% 2520R-TK-8D | 2.5 |0.20| 20 | 4.3 | 8&° ol |o] |o O
Stabilty Orited SR 3020R-TK-8D | 3.0 |0.25 o| |o] |o ]
% GMM 2020R-TMR-6D| 2.0 |0.20 @)
3 2520R-TMR-6D| 2.5 |0.20| 20 | 4.3 | 6° 0o H30
Q
High Feed e 3020R-TMR-6D| 3.0 |0.25 o H31
GMR 2-TK-8D 2.0 |0.20 O O
g/ 3TK-8D  |3.0/0.25/ 20 |43 & o| |o o
s oews | 40 4-TK-8D | 4.0 0.30 o| lo o
§;’:/(|>/F\Ii:285?/ Shows GMR2.2-8D / 15D GMH/L 2.2'8D 221017 8° 0) 0) ol|lo 0)
T8 2.2-15D 2.2 10.00 15° [O| |O O o
/ EE}:}E 20 | 4.3
we | e 3-4D 3.0 [0.20 40 |O| |O|O 0|0 o)
Sha{_[;%u:mg 9 "’i:ﬂ 4-4D 4.0 | 0.25 4° olo 0)
e O : Check Availability

[[]: Deleted from the next catalog



B Edge Preparation

sepelr) uasu|
>

Series MT Chipbreaker TK Chipbreaker TMR Chipbreaker | Without Chipbreaker (NB)
Chamfered + R-honed | Chamfered + R-honed | Chamfered + R-honed |  Sharp Edge Chamfered + R-honed R-honed Sharp Edge
Corner-R(RE) =0.05| Sharp Corner |Comer-R(RE) =0.2 ~ 0.3Corner-R(RE) = 02 ~ 0.3 Corner-R(RE) = 0.2 |Comer-R(RE) =0.05| Sharp Corner | Z
Edge Prep. i \ ' z3 B
F" s J ; o { - . s §
CR9025/PR915| PR930/KW10 | CR9025/PR915| PR930/KW10 PR1115 CR9025 PR930/KW10 % C
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge. g
Series Advantage g
Specific chipbreaker for cut-off operations requiring sharp cutting performance. S D
GMM MT L =3
Minimizes the Boss.
GMM NB Cutting edge is flat with non-chipbreaker. §§
It works well for brass, etc. SEE
o
Stable design with chipbreaker for cut-off and large corner-R. 2o
GMM TK ) 3z
2-edge for economical performance.
GMN TK Same chir.)breaker. ge.ometry as GMM TK. S E
1-edge. Wide application range. Es
GMN (Std.) Mainly for deep grooving, but available for groove widening and turning due to projection near side cutting edge. “
(No Indication) | 1-edge and wide application range. Available for cut-off applications. o
2 G
B TMR Chipbreaker &

@ Advantages of Chipbreaker ® GMM Chipbreaker MAP 5

C

c 5

5 =

T

1 =

=
E

Improved chip evacuation by 3 a

squeezing chips i

o o J o
Chip width < Grooving width = K

2 5

w : 3 @

Depression in center of cutting edge

Sharp Cutting <essss=p Stability Oriented g)

s
g L

1]

@ TMR-chipbreaker enables stable chip control also for high feed rates. =
Good chip control even when cutting speed (spindle revolution) is increased.  (Workpiece Material: SCM415, @30, constant spindle revolution) Applicable Range = M

3

. n=1,060min"(Vc=100m/min) n=2,123min"'(Vc=200m/min) @

Description
f=0.12mm/rev f=0.18mm/rev f=0.12mm/rev f=0.18mm/rev 200

W Buiuing
10} sj00|
=

100

2| Qoeo O 00s @0 BOEO TMR
=) OOy @@@@e YV eocoe Chipbreaker

(Neutral)
am | ©eee @09 | @t OO T ]

3020R-TMR-6D

(Lead angle) Yo, ©6© o Q7 €900 010 015 020

f (mm/rev)

Ve (m/min)

sped aledg I
)

uolnew.ou|
[eoluyos)
=)

®Recommended Cutting Conditions ® Workpiece Surface Roughness
9
Workpiece Material Ve (m/min) f (mm/rev) TMR Chipbreaker provides good surface roughness on the workpiece end face at high feed rate ranges.
- GMM2020R-TMR-6D - GMM2020-TMR
(Vc=200m/min) (Ve=200m/min) -
Carbon Steel 60 ~ 200 3 T
-8~ Competitor's chipbreaker A -8~ Competitor's chipbreaker A Q
Alloy Steel 60 ~ 150 0.08~0.18 N N
o 6f o 6
[} [}
[%] 1%
: 2 2
Stainless Steel 50 ~ 140 £y £,
o 4 S 41
3 3
oo oo
2+ 2L
0.‘08 0.‘12 0.‘18 0.‘08 0f12 0f18
f (mm/rev) f (mm/rev)

H29



Cut-off Toolholders

/

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

Edge Width : 1.5 ~ 4.0 mm

]

s

&

= |

8

2

N
D, -\_\Q\S\Q

LH

iy

|

HF,

KGM.1616

e Right-hand shown

HBH

LF

@ Toolholder Dimensions

Cut-off

. . . Edge Width Spare Parts
Stock |Cut-off Dia. Dimension (mm) CW (mm) E— py—
Description )
R | L [CUTDIA| H HF | HBH B LF LH | WF | MIN. | MAX. E’
KGM". 1010JX-1.5 OO0 20 10 10 10 18 9.4 ’
1212JX1.5 oo o5 12 12 2 12 120 19 114 1.5 | 2.0 | SE-40120TR |LTW-15S
KGM%. 1010JX-2 OO0 20 10 10 10 18 | 9.15
1212JX-2 O|O| 25 12 12 % 12 | 120 | 19 1145 | 20 | 3o | SEA0120TR|LTW-15S
1616JX-2 OO 32 16 16 - 16 24.5 | 1515 SE-50125TR | LTW-20
KGM%. 1010JX-2.5 0o d 20 10 10 10 18 9
1212JX-2.5 O] 0O 25 12 12 2 12 120 19 11 24 | 3.0 SE-40120TR |LTW-158
1616JX-2.5 O10 32 16 16 - 16 24.5 15 SE-50125TR | LTW-20
KGM%. 1616JX-3 OO 32 16 16 - 16 120 | 245 | 148 | 3.0 4.0 | SE-50125TR | LTW-20
KGMR 1212F-1.5-85 | O 25 12 12 2 12 85 19 | 114 | 1.5 2.0 | SE-40120TR |LTW-15S
KGM"L. 1212F-2-85 OO0 25 12 12 2 12 85 19 [11.15] 2.0 | 3.0 | SE-40120TR |[LTW-15S
KGM". 1212F-2.5-85 | O | [] 25 12 12 2 12 85 19 11 2.4 | 3.0 | SE-40120TR |LTW-15S
B KGM (will be switched to KGD @ H22) Edge Width : 3.0 ~ 8.0 mm
i
L %}LCDX o
I
5= LH
=
i %T B II
oo = LF R
e Right-hand shown = .
® Toolholder Dimensions
. . Edge Width Spare Parts
Stock Dimension (mm) CW (mm) — —
Description @) S
R|L| H |HF HBH| B | LF | LH | WF |CDX|MIN.MAX,| == K
=
KGM"L 1212H-3 olddp12 | 12 4 12 100 10.8 3.0 | 3.0 | SB-5TR - LTW-20
1616H-3 O] 16 | 16 16 57 14.8 9 HH5X16
2020K-3 O|O| 20 | 20 i 20 125 18.8 3.0 4.0 - LW-4
2525M-3 O|0O] 25| 25 25 | 150 23.8 HH5X25
KGM"™. 2020K-4 O] 20 | 20 20 125 18.3 HH5X16
2525M-4 |0 O 25 25| ~ |25 (150 27 (233 10|40 %01 - Minexos LW-4
KGM"™. 2020K-5 O[] 20 | 20 20 125 17.8 HH5X16
2525M-5 O] 25 | 25 - 25 |150| 27 |22.8| 10 | 5.0 | 6.0 - HHBEX25 LW-4
3232P-5 /) 32 | 32 32 | 170 29.8
KGM"L 2525M-8 O|0O| 25|25 |75 25 150 22.0
3232P-8 | 1|[1 32 | 32 | - | 32 170 0 ogg 2° |80 |80} - HHEXZS - LW

[ - CDX shows available grooving depth. |

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

H30

O : Check Availability
[]: Deleted from the next catalog



B KGM-T (will be switched to KGD @ H22) Edge Width: 2.0 ~ 6.0 mm

sepelr) uasu|
>

S ® " k
r e LH gg B
w STE 2
f g ol ¢ : :
o | L4 sl —1 g C
LF | g‘
e Right-hand shown >
@ Toolholder Dimensions % D
. . Edge Width Spare Parts 5
Stock Dimension (mm) CW (mm) Wrench .
Description nf»g
R|L| H |HF |HBH| B | LF | LH | WF |CDX|MIN.MAX. 5o E
S35
Q5
KGM"1 2012K-2T17 (1| O] 20 | 20 12 125 11.15 LTW-20 - ®
2020K-2T17 ([O|O| 20 | 20 | - | 20 |125| 33 [19.15| 17 | 2.0 | 3.0 i HH5X16 i LW-4 S 'F
2525M-2T17 |O|O| 25 | 25 25 | 150 2415 HH5X25 a
KGM"L 1616H-3T20 (O |[]| 16 | 16 | 4 | 16 | 100 14.8 - HH5X16 - LW-4
2012K-3T20 |[]| O 12 10.8 SB-5TR - LTW-20 - Q
2020k-3120 [0 |0 20 | 20| . 20 '°| %0 78] 20 |30 A0 exie W ¢ G
2525M-3T20 (O |O| 25 | 25 25 | 150 23.8 HH5X25 @
KGM"L 2020K-4T20 (O |[1] 20 | 20 20 | 125 36 18.3 20 HH5X16
2525M-4T20 (O |[] - 4.0 5.0 - - LW-4 g
2525M-4T25 | O | O 25 | 25 25 | 150 e 23.3 o5 HH5X25 3
KGM". 2525M-5T25 (O | O | 25 | 25 25 | 150 22.8
3232P-5T25 |O|(1) 32 | 32 | | 32 170 *? [o9g 2° |0 |00| - jHASXes| - W4
KGM"1. 2525M-6T30 (O |[1] 25 | 25 | - | 25 |150| 45 |22.4| 30 | 6.0 | 6.0 - HH5X25 - LW-4 f‘i J
- CDX shows the distance from the toolholder to the cutting edge. Ref. to the Table H32 for the relationship between the available Grooving Depth and the Cutting Dia. g
- When using GMG / GMM (2-edge) insert, set the groove depth under 15mm.
9
: = K
@ Applicable Inserts a
Applications | Grooving / Turning | Grooving / Turning Grooving Full-R / Copying | Full-R / Copying | Cut Off/ Deep Grooving | Cut Off/ Deep Grooving | Cut Off / Deep Grooving | Cut Off / Deep Grooving| Cut Off/ Deep Grooving
See Page G36 G36 G36 G36 G37 H28 H28 H28 H28 H28 ®
mw s | MS MG e o | MT NB TK - |TK g
=, > °) L
Insert V y \y y ’ / / / / g
Toolholder Description
SMW”"W GMM1520.NB| GMM2020.T. | GMN2..TK = M
2020.. 1520.. 2020..T. 2.. =
KGM?....1.5 ) ) ) ) ) GMM1520%..MT |GMM2020..NB| GMM2020R..T. GMR2..TK a

GMM2020%...MT

GMM2020_MT GMM2020..T. =
KGMFY.....2(T) |GVM2420. MW/ GNG3020. M GG2520. MG GMG3020.. R . a0 T A GMMa020.T | GMNa.TK | GMNa- | 3 SN
Lo GMM3020. MW|GMM3020._MS|GMG3020. MG GMM3020..R amM20207..7 |SMM2920-18 - Guyiz020R T, | GMR2.TK | GMI22 | €%
GMM2520% T -NB| GMM2520R.T. | GMR3.TK | GM3 g9
GMV3020%.MT GMM3020R. T. =
w
GMM2520_MT GMM2520..T. g
KGML...2.5 |GMM2420 MW|GMG3020. MS (GMG2520.MG GMG3020. R GMM3020.MT | GMM2520.NB| GMM3020.T. | GMN3.TK | GMN3 g
L---2.9 | GMM3020. MW|GMM3020. MS GMG3020. MG| GMM3020..R GMM25207..MT |GMM3020_NB| GMM2520R.T. | GMR3.TK | GM3 P
GMM3020%.MT GMM3020R. T. g
GMG3020.MS| 51153020 G| GMG3020. R GMN3.TK | GMN3 @
A GMM3020.MW|GMM3020. MS -MG| GMM3020. R GMM3020.MT GMM3020.T. | GMN4.TK | GMN4 5
KGML...3(T) |Gwm020, MW|GMG4020. MS gmgﬁgggmg GMG4020. R GMM30207. T |GMM3020.NB| - GrivagooR'T. | GMR3.TK | GMY3 g3
GMM4020_MS -MG| GMM4020. R GMR4.TK | GMW4 32 R
GMG4020..MS GMG4020_R R =8
KGMP...4(T) |GMV4020. MW/ GN4020. MS| GNIG4020. MG | GMM4020. R GMN4.TK | S S
Lees GMMS5020. MW|GMG5020. MS| GMG5020. MG | GMG5020. R GMR4.TK | SIS
GMM5020.MS GMM5020. R ; _
GMG5020.MS GMG5020.R 2 T
A GMMS5020. MW|GMM5020,.MS| GMG5020..MG | GMM5020..R GMN5 2
KGM...5T |20, MW|GMG6020. MS| GMG6020-MG | GMGG020. R| GMGAG020. R - - - - GMN6
GMM6020..MS GMM6020. R
KGM....6T |GMMe020.Mw GMGBO020.MS| oy1asnon | GMGE020..R| oyicas000. R ; ; ; ; GMN6
GMM6020..MS GMM6020..R
KGM?....8 GMMB8030..MW - GMG8030..MG - GMGA8030..R

Recommended Cutting Conditions @ H37

O : Check Availability
[]: Deleted from the next catalog H 3 1



Cut-off

H32

Cut-off Toolholders

/

M Possible cutting diameter of KGM / KGM-T

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

©

20(CDX, 240)

A

[re]
3

)

Y

If the workpiece diameter is large, the available grooving depth

becomes smaller due to interference with the toolholder.

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

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

Toolholder Description

DCX (Cutting Dia.)

KGM%. 0810K-1.5-125 - - - - - 10 | 14 | 16 | 32
1010 -1.5... - - - | 20 | 25 | 32 | 40 | 60
1212 J-1.5... 25 | 26 | 28 | 32 | 36 | 40 | 60 |100| | T | | %
0810K-2-125 - - - - - 10 | 14 | 16 | 32
1010 -2... - - - | 20| 25 | 32 | 40 | 60
12120 -2... - - - - | 25 | 26 | 28 | 50
1616[1-2... 32 | 40 | 50 | 60 | 80 [100 | w | w | | T | * | %
1010 )-2.5... - - - | 20| 25| 32| 40 | 60 | o | o | o | o
1212 ]-2.5... . - . - |25 | 26 | 28 | 32 | 36 | 40 | 60 | 100
1616 |-2.5... 32 | 40 | 50 | 60 | 80 | 100
1616(_-3... 32 | 40 |50 | 60 | 80 |[100| | T ||| %
Available Grooving Depth CDX (mm) | 16 | 15 | 14 | 13 |125] 12 | 11 10 9 8 7 6 5 4 3 2
© KGM-T Possible Cutting Dia. Table (GMN, GM". when using 1-edge insert)
Toolholder Description DCX (Cutting Dia.)
KGM*.  2012K-2T17 - - - 66 | 80 | 130 | 260
2020K-2T17 66 | 80 | 130 | 260
2525M-2T17 - - - | 66 | 80 | 130 | 260
1616H-3T20 40 | 54 | 70 | 100 | 180
2012K-3T20 40 | 90 | 130 | 240
2020K-3T20 40 | 90 | 130 | 240
2525M-3T20 40 | 90 | 130 | 240 o
2020K-4T20 40 | 90 | 130 | 240
2525M-4T20 - - - 2090 [130]240| & | |
2525M-4T25 50 | 140 | 240
2525M-5T25 50 | 140 | 240
3232P-5T25 - | - 50 [280|600| = | T | | °
2525M-6T30 100 [ 300 | o | o | oo
Available Grooving Depth CDX (mm) | 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |13 orunder




Cut-off |

nserts

/

B TKN / TK. Classification of usage | P | CatbonSteel/AloySteel | O " O ° z
@ : Continuous-Light Interruption / 1st Choice | M| Stainless Steel @) o O % g’ A
o byt <905 | Gastiron ols,| B
O Continuous / 2nd Choice N | Non-ferrous Metals 0 | & 3| =
Dimension (mm) | Angle | Cermet (Dot NEGRCORTIVD Cuded capyige 'g s | 23 B
>0 =
Insert Description Q| o Q| @ A=) < 8
CW | RE PSR%| €| 2 8| = 2 5|8 : c
Handed Insert shows Right-hand Ll = (&) o o X @ g
TKN 1.6 1.6 | 0.15 o @/ ®0][@® @ H3d| *
2 22 | 0.20 ® 6 o o o o m
2.4 24 | 0.20 e 6 e o o o g D
N . 3 3.1 0.25 ® © & o o o H34 2
) g 8 4 41 | 0.30 ) ® 6 & 6 o o Hp| _,
@) 3 438 48 | 0.30 o o o
s & o 5 51 | 0.30 © o o o 3 E
3 6 6.4 | 0.35 e o () @g
8 8.0 | 0.40 ® O ©
9 9.6 | 045 oo H34 1 2 F
_ >
f‘ & TKN 1.6-P 1.6 | 0.20 ® O [ J @
m; 2-p 22 (020| - @ @ @ @ ® | H3a| o
& © H36 8
Low Feed 3-P 31 | 025 o e o o o e G
R/LIR|L|R|L|R|L|[R|L|R|L @
TK. 1.6 1.6 | 0.15 ® 000 o6 H34
PSIRR 2 22 | 020 o o o000 oo g
g 2.4 24 | 020 | o000 oo S
° =3 I3 3 31 | 025 o 0 ee0000000
g & © 4 41 0.30 o O 0000 [ J[ H34 3
3 5 51 | 0.30 o ee0 ® || &Y
- ,PYS«'HR TK%  1.6-P 16 | 0.20 [ ) @
Hﬁzg 2-P 22 | 0.20 8 o o000 o 9
Low oot & o 3-p 31 | 025 o o o 000 o K
# Cut-off Tools Recommended Cutting Conditions ® H37 "
o
Cutting Range Chipbreaker Advantage <:I| L
General Cut-off Standard - General cut-off type for feed rates 0.1mm/rev or over é
(No Indication) /y Superior chip evacuation
=
Low feed Cut-off P Ch!pbreaker specially designed for low feed machining on automatic lathes, etc. 3a
Y Chips are controlled at feed rate 0.03~0.08mm/rev
_|
58
@ Inserts Edge Prep. ig N
Chamfered + R-honed Sharp Edge ="
Edge Prep. s P
QO
TN90 / PR153 g§ R
. 535 i 33
Std. Chipbreaker CR9025 / PR660 PR930 / KW10 %&
. TN620/TN90 / CR9025 / PR1535
PO - - PR660/ PRI30/ K10 = o
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge. \ 2
. Set Up (TKN'I TKR/L) Releasing Wrench

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

@ : Std. ltem

Plastic Hammer

Fig. 1 How to attach inserts

i

i
Insert’s back end does
not contact the toolholder.

Fig. 2 How to detach inserts

[[]: Deleted from the next catalog I



Cut-off Blades

M KTKB-SS / KTKB-S

& —
0,2)/4// - < N KTKB KTKBR
> 7N cw cw
< AL L
¢ H |t — K I/
|l /\ - = L T L
©‘ ) | Y Figt
150°
b o
cw
T 0
_HLA
£
e Fig. 2 Fig. 3
LF
A 150° 150°
@ Blade Dimensions
CitofDa]  Dimension (mm) (Efgjﬂ‘; o Applicable Inserts & H33
X c N X \ I
Description 5 . % e G e . | Applicable Blocks
@ |CUTDIA H |HF| B |LF| A [cW| 5 | “ ‘ ‘ A ® H35
Low Feed Lead Angle Low Feed / Lead Angle
- . R KTKTB 16-19
KTKB 19-1SS (@| 32 |19 (157/2.4|86 |1.2|1.6 |Fig.3| TKN1.6 TKN1.6-P | TK%1.6 | TK*%.1.6-P 20-19
KTKB 26-1SS |@® 35 |26 21.42.4/110/1.2 1.6 Fig3| TKN1.6 | TKN16-P | TK%1.6 | TK%1.e-p KTKTB 1628
KTKTB ggg%
= KTKB 32-1SS (@| 35 |32 |25|24|150/1.2|1.6 Fig.3| TKN1.6 TKN1.6-P | TK%1.6 | TK*%.1.6-P 32-32
e KTKTBF 25-32
3 32-32
2.2 TKN2 TK%.2 R KTKTB 16-19
KTKB 19-2S ® 40 | 19157 - |86 |1.8 54 TKN2.4 TKN2-P TKR.2.4 TK%.2-P 20-19
2.2 TKN2 TK%.2
KTKB 26-2S ® 50 1.8 24 TKND 4 TKN2-P TKF/.2.4 TK%.2-P
26-3S ® 75 o6 1214 - 110 2.6/3.1|F9. 1 TKN3 TKN3-P TKY%.3 TK%.3-P KTKTB 16-26
26-4S @ 80 ' 34|41 TKN4 - TKY .4 - 20-26
4.8 TKN4.8 R
26-5S @ 80 4.2 5.1 TKN5 - TKY.5 -
22| TKN2 TKY.2
KTKB 32-2S ® 50 2.6 1.8 54 [Fig.2l TKN2.4 TKN2-P TKA.0.4 TK%.2-P
R R
32-3S @ 100 2.6|3.1 TKN3 TKN3-P TK%.3 TK%.3-P KTKTB 20-32
32-4S @ | 100 | 32|25 150(3.4 4.1 TKN4 - TKY .4 - 25-32
i - 4.8 Fig.1| TKN4.8 ] . ] 32-32
e ® 4251 TKN5 K5 KTKTBF 25-32
32-6S @ 120 5.4|6.4 TKN6 - - - 32-32
KTKB".32-8S @ 120 6.8(8.0|_ TKN8 - - -
3295 |R| 120 22| " [107g070.69 1 TkNO i - i
Note) 1. Suffix “-SS” means silver coating.
2. Releasing wrench is “LTK-5"
3. How to attach inserts, See Page H33.
* Dimension H shows virtual apex distance.
¥ How to install toolblock and blade.
@ Correct way @Incorrect setting of clamp set
' ' ' ' m Incorrect setting of clamp set
i
s [ \/
: Datum Plane ®
@ Incorrect way -
: : : : ‘ i%’:,’ : Datum Plane
J‘ ‘ ‘ ‘ ‘ ! & i If the clamp set is mounted backward, a large gap
o ! ! I g \ will occur between the clamp and the toolblock,
A | | [N = | and the blade may come off during machining.
N E Be careful when installing the clamp for safety.
Datum Plane
@ : Std. Item

R : Std. Iltem (Right-hand Only)
H34



Toolblocks (for Holding Blade) Vs

. KTKTB (Separate type)

s A
- ﬁ [ Location of edge EESR S EERSS s S . gg
i Bl i i (] =3 B
x
L g
T B 20
& <_,iWF OAL zC
Y
¢ D
. KTKTBF (Separate / Perpendicular type) 3
© =2
[ %g E
o @} @ ST
2]
LS
OAL @
= F
T Location of edge @
T @
¢ G
5 a
® Toolblock Dimensions )
. . Spare Parts Applicable Blade 3
o Dimension (mm) Clamp Set Screw Wrench Cut-off Face Grooving =
Description fg) WE Separate Type | Integral =
n = 2
H |[HBH| B OAL| LS | &5 / @ H34 @ G105 g
B2 e ﬁ i
«Q
KTKTB 16-19 ® | 16 15.5| 29.5 KTKB19-OS
20-19 ® | 20 4 19 | 34 76 - - BCS-1 | HH5X25 | LW-4 KTKB19-1SS o K
1626 | @ | 16 | 13 | 155315 KTKB26-OS 5
2026 | ® 20| 9 |19 36 86| - | BCS?2 - HHBX30 | LW-5 | oo s @
20-32 ® | 20| 13| 19 | 38 | 100 BCS-3 KTKB32-OS . »
2532 | @25 8 |23 42 | .| - [ oo, | - |HHEX30| LW |KTKBa2-1SS P % L
3232 | @ 32| 5 |29 48 KTKB?:32-08 g
KTKTBF 25-32 ® 25|95 25 102 | 84.5 KTKB32-OS | kr1e%.0000048|
48 - BCS-5 | HH6X30 | LW-5 |KTKB32-1SS
3232 | @ 32 25|32 117 | 99.5 KTKB7.32-Os | KFTBROOOOOSS | M
@ How to mount the Toolblock 3

W Buiuing
10} sj00|
=

Tighten clamp set \
sl | [e_o @ %ﬁ:

|
|
|
i
i
i
|
L

\
sped aledg ”'
o

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

uolnew.ou|
[eoluyos)
=)

xepu|
-

N

| 1 | Mount the toolblock body to toolpost |

I

| 2 | Install the blade in the toolblock | /

@ : Std. Item

H35



Cut-off

H36

Cut-off Toolholders (Integral Type) Ve

M KTKH-S

For General Cut-off (Self Clamp)

- s
cw cw
s [\ U
T T
: 18)
& LH %
LF % % Fig. 1
m
LH
N \ cwW CwW
— T
T E
&
LF /b,/y
e Right-hand shown Fig.2
@ Toolholder Dimensions
Cut-off Dia. ' g Edge Wich Spare Parts
STk (mm) DIEHEE () (mm) Releasing Wrench |  Ggp Page for
Description Drawing Recommended
R|L|CUTDIA| H | HF |HBH| B | LF | LH | CW Cutting Conditions
KTKHY.  1010F-2S ®® 30 10 | 10 | 5 | 10 | 80 |18.6
1212H-2S [ K ) 33 12 | 12 4 12 | 100 [ 19.8
1612H-2S ® e 83 16 | 16 - 12 | 100 [19.8| 2.2 Fig. 1
1616H-2S o e 33 16 | 16 - 16 | 100 [19.8| 2.4 9
2012K-2S ® e 38 20 | 20 - 12 | 125 |22.8
2020K-2S [ 2K J 38 20 | 20 - 20 | 125 |22.8
1612H-3S ® e 36 16 | 16 4 12 | 100 [21.7
1616H-3S [ 2N J 36 16 | 16 4 16 | 100 |21.7 Fig. 1 LTK-5 H37
2012K-3S ® e 41 20 | 20 - 12 | 125 |25.3| 3.1
2020K-3S [ 2K J 52 20 | 20 - 20 | 125 |31.0 Fig. 2
2525M-3S @ @® 53 (25 25| - |25 |150(315 '9-
2012K-4S [ 3K ) 44 20 | 20 - 12 | 125 | 26.3 Fig. 1
2020K-4S [ 3K ) 62 20 | 20 - 20 | 125 |35.0| 4.1 Fig. 2
2525M-4S @ @® 68 |25|25| - | 25 | 150|38.0 '9.
2525M-5S [ 3K J 79 25 | 25 - 25 | 150 | 43.5(48,5.1|Fig. 2
KTKH*.  2020K-3T17S ® e 35 20 | 20 - 20 | 125 |21.8 31
2525M-3T22S ® e 45 25 | 25 - 25 | 150 |26.8| .
Fig. 1 LTK-5 H37
2020K-4T22S ® e 45 20 | 20 - 20 | 125 |26.8 4.1
2525M-4T22S [ 3K J 45 25 | 25 - 25 | 150 |26.8|
- How to attach inserts, See Page H33.
® Applicable Inserts @ Application Example of Cut-off
See Page ®H33 1. Cut-off after Chamfering
a . 1HG i 2)(3) Chamferi 4) Cut-off
et f ) (1) roovmg (2)(B) Chamfering (4) Cut-o
2 ! “« U
Toolholder -
Description Low Feed Lead Angle Low Feed / Lead Angle ‘\(2) T @
R TKN2 TKR/L2 R,
KTKHY. ...-2... TKN2 4 TKN2-P TKY.2 4 TK¥.2-P ‘ .
2. Wide Grooving
KTKH%. ...-3... TKN3 TKN3-P TK%.3 TK%.3-P (1)~(5) Groove Widening
(6) Finishing
KTKH. ...-4... TKN4 - TK.4 - (Value of “ap” shall be under the value of Corner R)
. TKN4.8 . i
KTKHIL 5. | TKNB | qes | W w

f

(4)(5)
(In order to prevent both corners’ unequal wear)
@ : Std. Item



Recommended Cutting Conditions Ve

M TKF12/16 g
o A
Recommended Insert Grades (Cutting Speed Vc: m/min) TKH 2 TKH S o e
Edge Width CW (mm) Edge Width CW (mm) | < [ _
© =3
Workpiece Material | MEGACOAT PVD Coated| DLC Coated ; £| 82
NANO MEGACOAT Cambide | Carbide Carbide | 0.5 0.7 1.0 1.25 15 2.0 1.5 2.0 g gg B
PR1425|PR1535 PR1225 PR1025|PDL025 KW10 f (mm/rev) f (mm/rev) 3
* Y pig 8
phe 0.01~0.04 0.01~0.041 0.01~004]0.02~0.07]0.02~0.07 =
Carbon Steel 70 ~ 170 |70 ~ 150 | 70 ~ 150 - - 0.01~0.02 | 0.01~0.03 0.01~0.04 ot
(50 ~ 140)(50 ~ 120)(50 ~ 120) 60 ~ 130 (0.01 ~0.05) (0.02-04) | (002~0.) [ (002~0.1) | (0.02~0.1) g C
Alloy Steel 70 ~*170 70 ” 150|70 x 150| ¥ - - oot-002 | oor-003| 001 -084) gy g | 001 - 0041001 - 004 {0.02- 007 0.02- 0.7 i
(50 ~ 140)(50 ~ 120)(50 ~ 120) 60 ~ 130 (0.01 ~0.05) (0.02-04) | (002~0.) | (002~0.1) | (0.02~0.1) o
Stainless Steel |60 140 |60 12060 - 20| . . - ooos-outs| 00t -002| 001 ~002) oy ggp| 001-0027 001002 001004 1001004 ‘—Z; : ?
(40 ~ 120)(40 ~ 100){(40 ~ 100) 50 ~ 100 (0.01~0.03) (0.01 ~0.05) | (0.01 ~0.05) | (0.01 ~0.05) | (0.01~005) 8 .
=
Cast Iron 50 *100 0.01~0.03 | 0.01~0.04 | 0.01~005] 0.01~005{ 0.01~0.05| 0.01~0.05] 0.02~0.08 | 0.02 ~0.08 8 i
~ g T E
Aluminum Alloys - - . ) 200f500200i:(450 0.01~0.03 | 0.01~0.04 | 0.01~0.05] 0.01~0.05{ 0.01~0.05| 0.01~0.05] 0.02~0.08 | 0.02 ~0.08 a %’
*
Brass 100 ~ 200 0.01~0.03 | 0.01~0.04 | 0.01~006| 0.01~006| 0.01~0.06| 0.01~006] 0.02~0.1 | 0.02~0.1 ‘E F
‘ *() : Tough edge type (TKF..T..) ‘ % : 1st Recommendation v : 2nd Recommendation a
- - o)
M In case of using GMM-MT, GMM-TK, GMM-NB inserts @
z
Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width CW (mm) g 3
Workpiece Material Cermet [0V Coated Cartide)| PVD Coated Carbide | Carbide 15 ‘ 2.0/2.5 ‘ 3.0 ‘ 4.0 g
- CR9025 | PR915 | PR930 | KW10 f (mm/rev) s 2
S * * =
Carbon Steel - 80-180 | 60 - 150 | 60 - 130 0.01~0.040.02~0.15/0.03~0.20 | 0.08 ~ 0.30
PAG * PAS =
Alloy Steel - 70~ 150 | 60 ~ 150 | 60 ~ 130 0.01~0.04|0.02~0.15|0.03~0.20 | 0.08 ~0.30 3_'? J
- Y * Yo - 2
Stainless Steel - 60 - 140 | 50 - 140 | 50 - 120 0.01~0.03/0.02~0.10|/0.03~0.15| 0.08 ~ 0.25 § 3
Cast Iron - - - - 50 ~*100 0.01~0.05/0.05~0.12/0.10~0.25| 0.10~0.30 8 o
= K
Aluminum Alloys - - - - 200f450 0.01~0.05/0.05~0.10|0.05~0.20| 0.05~0.25 a
Brass - - - - 10(:200 0.01~0.05/0.05~0.10|0.05~0.15| 0.05~0.20 g
- When machining Steel and Stainless Steel by Insert of PR930, decrease the Feed Rate by 20%. % : 1st Recommendation ¥ : 2nd Recommendation ; L
S
M In case of using TKN, TK". inserts -
Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width CW (mm) - E M
Workpiece Material Cermet (CVD Coated Carbide MEﬁﬁl\?gAT PVD Coated Carbide | Carbide 1.6 ‘ 22124 ‘ 3.1 ‘ 41 ‘ 48~96 E
e 2
TN620 | TN90 | CR9025 [PR1535| PR660 | PR930 | KW10 f (mm/rev) = 3_§'
Carbon Steel & w * * * * = [oce-alos-os8]ots-05 o0z uss -] | S
60 ~ 200 [120 ~ 200/80 ~ 18060 ~ 15060 ~ 13060 ~ 130 R A e R e £=
PAg w * w PAY w »
Alloy Steel 60 ~ 160 1100 ~ 160! 70 ~ 150|160 ~ 15060 ~ 13060 ~ 130 - 0.02~0.08|0.04~0.180.05~0.250.08 ~ 0.30 | 0.15 ~ 0.40 g o
: * * PAg * * * = o
Stainless Steel 60 ~ 15080 ~ 15060 ~ 14050 ~ 12050 ~ 12060 ~ 140 - 0.02~0.06]0.04~0.12|0.05~0.18]0.08 ~ 0.25 | 0.10 ~ 0.30 c_E %
* ol —
Cast Iron - - - - - - 50 ~ 100 0.02~0.08|0.05~0.12/10.10~0.25]0.10~0.30{0.15~0.35 | 3@
} * 35 R
Aluminum Alloys - - - - - - 100 ~ 450 0.02~0.10{0.05~0.10/0.05~0.20 {0.05 ~ 0.25]0.10 ~ 0.25 %é
*
Brass - - - - - - 100 ~ 200 0.02~0.10{0.05~0.10{0.05~0.15]0.05 ~ 0.20 | 0.10 ~ 0.25 _
% : 1st Recommendation v : 2nd Recommendation % T
M In case of using GMM-TMR inserts
Workpiece Material Vc (m/min) f (mm/rev) Remarks
Carbon Steel 60 ~ 200
Alloy Steel 60 ~ 150 0.08 ~0.18 | Coolant
Stainless Steel 50 ~ 140
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Alternative Toolholder Reference Table for Cut-off TooIhoIder/

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

Conventional Toolholder Alternative Toolholder
Spare Parts

Overall| Clamp Screw Wrench Overall 9

©

Description length Description length | Remarks | &-

3

(mm) E / (mm) &
KTKFY. 1010K-12 125 KTKFY. 1010JX-12 120
KTKF*.  1212M-12 150 KTKFL  1212JX-12 120
KTKF%. 1616M-12 150 KTKF.  1616JX-12 120

KTKF?. 1010K-16 105 | SBASSOTRWN | LTW-10S KTKF. 1010JX-16 120 Ha
KTKF%. 1212M-16 150 KTKFY. 1212JX-16 120
KTKFY%. 1616M-16 150 KTKF%. 1616JX-16 120

KGM®.  0810K-1.5-125 125 - - No Alternative
KGM" 1010K-1.5-125 125 | SE-40120TR LTW-15S KGM". 1010JX-1.5 120
KGM". 1212M-1.5-150 150 KGM". 1212JX-1.5 120
KGM*.  0810K-2-125 125 - - No Alternative

KGM®L 1010K-2-125 125 | SE-40120TR LTW-15S KGM®L 1010JX-2 120

KGMF®L 1212M-2-150 150 KGM". 1212JX-2 120 H30
KGM". 1616M-2-150 150 | SE-50125TR LTW-20 KGM". 1616JX-2 120
KGM"L 1010K-2.5-125 125 KGM"L 1010JX-2.5 120
KGM®L 1212M-2.5-150 150 SE-40120TR LTW-158 KGM"L 1212JX-2.5 120
KGM". 1616M-2.5-150 150 | SE-50125TR LTW-20 KGM". 1616JX-2.5 120
KGM". 1616M-3-150 150 | SE-50125TR LTW-20 KGM". 1616JX-3 120

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

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

Cut-off

Conventional Toolholder Alternative Toolholder
Spare Parts
Rel i
ieasing Clamp Screw Wrench o
—_— . Cut-off | Wrench o Cut-off kS
Description ) Description , Remarks =
Dia. 1; Dia. C%
KTKH". 0808K-1.6-125B 210 - - |No Alternative
KTKH". 1010K-1.6-125B 220 KGM". 1010JX-1.5 220
KTKH7. 1212M-1.6-150B | 025 ’ SE-40120TR FT-15 KGM%.  1212JX-1.5 225
KTKH?Y. 1414M-1.6-150B 226 - - | No Alternative
KTKH?Y. 1010K-2-125B 220 KGM". 1010JX-2 220
KTKH7. 1212M-2-150B 225 ’ SE-401207R FT-15 KGM%.  1212JX-2 @25 H30
KTKH%. 1616M-2-150B 232 KGM"L 1616JX-2 232
KTKH%. 1616M-3-150B 232 i SE-50125TR LTW-20 KGMP®L 1616JX-3 232
KTKHR 1010K-2-125S 230 KGMR 1010JX-2 20  |Processing dia.is small
KTKHY. 1212M-2-150S 230 LTK-5 KGM". 1212JX-2 @25 |Processing dia. is small.
KTKHY. 1616M-2-150S 236 KGM%.  1616JX-2 @32 |Processing dia. is small
KTKH%. 1616M-3-150S 245 KGM%Y.  1616JX-3 @32 |Processing dia.is small

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