Grooving

Summary of External, Internal and Face Grooving G2~G9
@ External Grooving G10~G40

KGBA / KGBAS G13
KGB / KGBS — Will be switched to KGBA / KGBAS G15
KTGF-F / KTGF G16
S..KTGF Sleeve holder G16
KTG — Will be switched to KGBA G18
KN91 G19
KGH / KGHS G20
KGA G21
KGD (Integral Type) G26
KGD-S (0° Separate Type) G27
KGDS-S (90° Separate Type) G27
KGM (For automatic lathe) G36
KGM / KGM-T G36
KGMM / KGMS G38
KGMU G39
KGMW (For Aluminum Wheel) G40
&
VNG System Tip-bars G43

HPG 2-Edge Tip-Bar G44
PSFG-S — Will be switched to HPG Tip-Bars G44
SIGE-EH / SIGE-WH / SIGE-WH-90 G438
GIV / GIV-E / GIV-W G52
KIGBA G55
KITG — Will be switched to KIGBA G56
KIGH G57
KIGM-V G58
KIGM-8 / KIGMU-8 G59
KGIA G60

Face Grooving G61~G88

VNFG System Tip-bars G64
HPFG 2-Edge Tip-Bar G65
PSFG-S — Will be switched to HPFG Tip-Bars G65
TWFG / TWFGT Twin Bars G66
KGDF (Separate Type) G70
GFVS-AA [ GFVT-AA G76
GFV G78
GFVS /GFVT G380
KFMS G84

KFMS-8 G86
KFTB-S G87
GIFV (Boring Bar Type) G388

Ve m Technical Information G89~G96
: | Recommended Cutting Conditions 689

Guide for Grooving
Alternative Toolholder Reference Table for Grooving Toolholder G96



| Grooving %

Summary of KGD Type Grooving @’/

M External Grooving (G22-G31)

* Integral Type

Type KGD

Width (mm) 2.0~8.0
Grooving Depth (mm) 6~30
Ref. Page G26

+ Separate Type

Type * KGDS-S
Width (mm) 3.0
Grooving Depth (mm) 10
Ref. Page G27

* The separate type toolholders can accept all
the inserts if their hand is matching.

* Separate Type

Type * KGD-S
Width (mm) 2.0~5.0
Grooving Depth (mm) 10~25
Ref. Page G27

* The separate type toolholders can accept all
the inserts if their hand is matching.

Low Cutting Low Feed For general High feed rate  General cut-off Copying
Force purpose
GL GM PH PM CM
M Face Grooving @25~ (Ges-G75) (

Deep grooving and

Grooving and Traversing Traversing

Type * KGDF
Min. Face Groove Dia. 225
Width (mm) 3.0~6.0
Grooving Depth (mm) 13~32
Ref. Page G70

* The separate type toolholders can accept all
the inserts if their hand is matching.



Summary of External Grooving s

B External Grooving (G10-G21)

|| Grooving % n

Type KGBAS KGBA KGBS KGB KTG
Width (mm) 0.33~4.8 0.33~4.8 0.5~4.8 0.5~4.8 0.75~4.5
Grooving Depth (mm) 0.8~5.0 0.8~5.0 1.0~5.0 1.0~5.0 2.0~5.0
Ref. Page G13 G13 G15 G15 G18
e P A
P
0, O
——
Ground Chipbreaker  Ground Chipbreaker MY Chipbreaker Ground Chipbreaker Ground Chipbreaker Ground Chipbreaker
S Ful-R ) Full-R
U J

General (Square) | Full-R (Round) | MY Chipbreaker 2
£ e, ‘ * These shallow groove types of the previous system will be switched to the
system on the left.

KGBS —— KGBAS
KS3 “}-keea

Edge Shape

@ Deep Grooving (Grooving Depth: ~25mm)

=g

Type KGHS KGH KN91 KGA
Width (mm) 4.0~8.0 4.0~12.0 4.0~8.0 3.0~5.0
Grooving Depth (mm) 13 13~17 15~17 20~25
Ref. Page G20 G20 G19 G21

Ground Chipbreaker Molded Chipbreaker Ceramic Molded Chipbreaker

G3



Summary of External Grooving s

B External Grooving & Traversing (G32-G39)
CERACUT Plunge & Turn

Type KGMM KGMS =T )
Width (mm) 3.0~5.0 3.0~50 - y
Grooving Depth (mm) 48 4.8 @5
Ref. Page G38 G38 ¥
Molded Chipbreaker Molded Chipbreaker Ground Chipbreaker

Full-R

Type KGM KGM KGM-T KGMU

Width (mm) 1.5~4.0 3.0~8.0 2.0~6.0 3.0~5.0

Grooving Depth (mm) 5~16 9~25 17~30 3.5~4.5
Ref. Page G36 G36 G37 G39

7 7

Molded Chipbreaker Molded Chipbreaker Ground Chipbreaker ~Deep Grooving/ Molded Chipbreaker
Full-R Cut-Off Full-R




B External Grooving of Precision Parts (c16-G17, G36)

Small Shank
Type KGM
Width (mm) 1.5~4.0
Grooving Depth (mm) 5~16
Ref. Page G36

Molded Chipbreaker Deep Grooving/ Ground Chipbreaker
Cut-Off

Type KTGFF | KTGF S-KTGF

Width (mm) 0.33~2.5 0.33~2.5

Grooving Depth (mm) 0.8~2.5 0.8~2.5
Ref. Page G16 G16

Ground Chipbreaker

B For Aluminum Wheel External Grooving (external / Facing / Copying) (G40)

Type KGMW
Width (mm) 6.0~8.0
Grooving Depth (mm) 25
Ref. Page G40

1-Edge
PCD

|| Grooving % n

G5



G6

Summary of Internal Grooving

/

I Small Dia. Internal Grooving 4~ (G43~G45)

2-Edge Tip-Bar & System Tip-Bar

lﬂi

M Internal Grooving @8~ (G46~G56)

@ Shallow Grooving

Type HPG
Min.Bore Dia. od~a7
: e
Width (mm) 1.0~2.0 -
Grooving Depth (mm) 1.0~2.0 )
Ref. Page G4 2-Edge Tip-Bar
Type VNG
Min.Bore Dia. o4~a7
Width (mm) 1.0~2.0 J
Grooving Depth (mm) 0.8~2.0 .
Ref. Page G43 System Tip-bars
2-Edge 2-Edge
Type SIGE 2
Min.Bore Dia. 28~212 . °
Width (mm) 1.0~3.0
Grooving Depth (mm) 1.5~2.2
Ref. Page G48 Ground Ground Chipbreaker
\_Chipbreaker Full-R
1-Edge 2-Edge 2- Edge
Type GIV %° _ 9
Min.Bore Dia.| 12~@40
Width (mm) | 1.0~5.0 \/
Grooving Depth (mm) 1.7~6.3
Ref. Page G52 Ground Ground Ground Chipbreaker
Chipbreaker Chipbreaker Ful-R
\_ _/
Type SIGE
Min.Bore Dia. 214~240
Width (mm) 1.0~5.0
Grooving Depth (mm) 2.5~6.5
Ref. Page G48 Molded Ground Ground Chipbreaker
Chipbreaker Chipbreaker Full-R
\_ _/
( r )
Type KIGBA _ -
Min.Bore Dia. 235~240 . n
Width (mm) 0.33~4.8 4 W A
Grooving Depth (nm)| ~ 0.8~2.8 hd'l S
Ref. Page G55 Ground Ground Chipbreaker MY Chipbreaker
\_ Chipbreaker Full-R )
Type KITG *KITG will be
Min.Bore Dia. 235~p45 switched to KIGBA.
Width (mm) 0.75~4.5
Grooving Depth (mm) 2.0~25
Ref. Page G56 Ground Chipbreaker




® Deep Grooving (G57, G60)

'
Type KGIA
Min.Bore Dia. 232~266
Width (mm) 3.0~5.0
Grooving Depth (mm) 10~15
Ref. Page G60 Molded Chipbreaker
~—
'
Type KIGH
Min.Bore Dia. 245~065
Width (mm) 40~8.0
Grooving Depth (mm) 12
Ref. Page G57 Ground Chipbreaker
o
Molded Chipbreaker
~—
M Internal Grooving & Traversing 820~ (G5, G59)
CERACUT Plunge & Turn
)
| | Type KIGM-V
Min.Bore Dia. 220~240
Width (mm) 3.0~5.0
Grooving Depth (mm) 55~11.0 Molded Chipbreaker
Ref. Page G58
Molded Chipbreaker
Full-R
Type KIGM-8 ( h
Min.Bore Dia. 265
| Width (mm) 8.0
Grooving Depth (mm) 20
Ref. Page G59
Molded Chipbreaker
Ground Chipbreaker
Type KIGMU-8 y
Min.Bore Dia. 265 ’
Width (mm) 8.0 )
Grooving Depth (mm) 2.2 GroundF(iTll_pl)_‘E)reaker
Ref. Page G59

|| Grooving % n

G7



Grooving @

—

G8

Summary of Face Grooving

/

B Micro Dia. Face Grooving @6~

B Small Dia. Face Grooving 28~

]

I Small Dia. Face Grooving 28~

Type STW
Min. Face Groove Dia. 26
Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. Page G66
Type S..-STW
Min. Face Groove Dia. 26
Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. Page G66
Type STWS
Min. Face Groove Dia. 26
Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. Page G67
Type GFVS-AA
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.2
Ref. Page G76
Type GFVT-AA
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.2
Ref. Page G76
Type VNFG
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.0~3.0
Ref. Page G64
Type HPFG
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.0~3.0
Ref. Page G65

Twin Bar for Lay-down type

Twin Bar for Stand up type

Ground Chipbreaker

Ty

System Tip-bars

&
-
o ——
2-Edge Tip-Bar
_




M General Purpose Face Grooving 220~

Type GFVS
Min. Face Groove Dia. 235~2150
Width (mm) 25~6.0
Grooving Depth (mm) 4.6~8.1
Ref. Page G80

Molded Chipbreaker

Type KFTB
Min. Face Groove Dia. 265~3250
Width (mm) 4.0~5.0
Grooving Depth (mm) 25~38 1
Ref. Page G87

Ground Chipbreaker

Ground Chipbreaker ~ Ground Chipbreaker

Full-R
Ground Chipbreaker
Type GFV Full-R
Min. Face Groove Dia. 220~g150
Width (mm) 2.0~6.0
Grooving Depth (mm) 2.2~8.1
Min. Face Groove Dia. 235~@150
Width (mm) 2.5~6.0
Grooving Depth (mm) 4.6~8.1
Ref. Page G80

M Face Grooving & Traversing 225~

B Face Grooving 235~
(CERACUT Plunge & Turn)

Type KFMS
Min. Face Groove Dia. 925~@235
Width (mm) 3.0~6.0
Grooving Depth (mm) 13~32
Ref. Page G84

.)o. 4

Molded Chipbreaker

Type KFMS-8 Type GIFV
Min. Face Groove Dia. 854~@155 Min. Face Groove Dia. 235~@50
Width (mm) 8.0 Width (mm) 2.0~6.0
Grooving Depth (mm) 25 Grooving Depth (mm) 2.2~81
Ref. Page G86 Ref. Page G88

Molded Chipbreaker Ground Chipbreaker Ground Chipbreaker Ground Chipbreaker ~ Ground Chipbreaker
Full-R Full-R

|| Grooving % n



Grooving Inserts

D
.Applicable Inserts P |Carbon steel / Alloy steel o (@) (@) Classificati
assification of usage
M |stainless Steel ol ol O @: Continuous-Light
(mm) K [Cast Iron o @) Interruption / 1st Choice g
Descriptio d N |Non-ferrous Metals @ |(°: Continuous-Light E
GBA32_ 9.525 3.18 4.4 S |Titanium Alloy (") Interruption / 2nd Choice (_Cg’
GBA43_ 12.70 4.76 55 Hard materials (~40HRC) [ ) @) @) ®: Continuous / 1st Choice | =
GBA437.480 12.70 5.00 55 | " [Fara materars @orRe) O: Gontinuous /20 Choie | 2
Dimension (mm) | Cermet |MEGA pyp Coated Caride| &
COAT ] . o
Shape Description (O.Id. 5 ) v vl ol : Applicable IS
Description) \, | g = g 8 § S £ 888 s Toolholders 14
@ x| X £
Handed Insert shows R-hand. = E Fla o|o|o|a| X
GBA32%. 033-005 c 033 08 Y
050-005* |GBA32%. 050* | 0.50 | 1.0 [ e]le
050-005 * : 050 | 1.2 ([ ) ( JK )
075005 |GBA32% 075 | 0.75 0.05 (3 L JC K JImiK )
095-005 095 | 0.95 ’ e e L JC K JImiK )
100-005 100 | 1.00 [ 2 ) LI 2L JImiE )
110-005 10 | 1.10| 20 o e
120-005 120 | 1.20 o [ JK
125-020 125 | 1.25 (2 J L JC K JImiK )
130-020 130 | 1.30 o L J)
140-020 140 | 140 | 25 [ J L JK ) KGBA....16
145-020 145 | 145 20 [ ]| @ | KGBAS"....16
@ 145-020 : 145 | 25 M) o0
o 150-020 |GBA327. 150 | 1.50 | 2.0 OJ
£ 150-020 : 1.50 o [ 2K )
>
8 160-020 |GBA32%. 160 | 1.60 | 25 | 0.2 Y Y0
15} 170-020 170 | 1.70 ) Y
175020 |GBA32%. 175 | 1.75 | 2.0 ]
175-020 : 1.75 Y o e
200020 |GBA32%. 200 | 2.00 [ ) ( I L]
225-020 225 | 225]| 25 ™Y o e
250-020 250 | 250 o ( J ) ]
300-020 300 | 3.00 o ( J )
GBA43%. 125010 : 125 | | 01 o [ J
125-020 |GBA43%. 125 |1.25 | ° ([ J [ JK ) [] G13
140-020 140 | 140 | 35 | 02 o @0 G15
145-020 145 145 | 2.0 ] G55
145020 1.45 0.2 [ () (Intemal)
150-010 : 1.50 0.1 o o
150-020 |GBA43% 150 | 1.50 ® 00 0[]0 (. 215
170-020 170 | 1.70 o L ) KGBASY....22-15
175-020 175 | 1.75 02 | @ () [ JC K JImiK )
185-020 185 | 1.85| 35 [ J [ 2L ) LI 2L JImiE )
195-020 195 | 1.95 o0
200-010 : 2.00 0.1 ™Y Y
200-020 |GBA43%. 200 | 2.00 o L JL ) ]
225-020 225 | 225 0.2 Y o0
230-020 230 | 230 ([ ] L K ) L]
250-010 250 | 50 | 0.1 e o &SBBQQ/?/L'.'..Zzzz'-zzssTT%
KGBAT....22-25
250030 |GBAYTL 250 | 250 | 40 o o ® (] @ KSBAST. 2225
KGBAS"....22-25T5
250-030 250 | 50 Ny e o0 &ggﬁg/ﬁ/ff..zzzz'-zz?%
KGBAT....22-25
265030 |GBA43Y. 265 | 2.65 | 4.0 e o @ |[1|@ KSBAST. 2225
KGBAS....22-25T5
265030 265 | 50 o oo A A

\ « Dimension B shows available grooving depth. \

* The edge width tolerance of GBA32R/L050 (with mark) is different (0.502%° )

* See G55 for KIGBA

! Inserts are sold in
10 piece boxes.

Recommended Cutting Conditions @ G89

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




| Grooving %

. Applicable |nsertS P |Carbon steel / Alloy steel [ ) (@) O e
- Classification of usage
M |stainless Steel ol ol O @: Continuous-Light .
(mm)| K [Cast Iron [ J O Interruption / 1st Choice g
Descriptio od N [Non-ferrous Metals @ |(°: Continuous-Light E
GBA32_ 9.525 3.18 4.4 S [Titanium Alloy o Interruption / 2nd Choice _8
GBA43_ 12.70 4.76 55 H Hard materials (~40HRC) [ ) O O @ Continuous / 1st Choice 'g
GBA43%.480 12.70 5.00 55 Hard materials (40HRC~) O: Continuous 2nd Choice. | - =
) (o))
Dimension (mm) | Cermet '\Cﬂgﬁ-'?‘ PVD Coated Carbide | ‘£ &
Shape Description (it ] 0 v v lolg : Fippgliielols s
Description) S8 8|x T(s/8|8|=| Toolholders o
W B e (3] g Z | 5 X ¥ x| =
Handed Insert shows R-hand. FIg|F|a ojafa|a|X
KGBA¥....22-25
3 3 KGBAS"....22-25
GBA43': 280030 |GBA43Y. 280 | 280 | 40 | . |@| |@ ® (1| ® | CEn 322575
KGBAS"....22-25T5
280-030 280 | 5.0 [} ( JK ) KGBA....22-25T5
300-010 3.00 | 50 | 01 [ ) [ ) KGBAS"....22-25T5
KGBAR/LR./..ZZ'Z5
KGBAS"....22-25
300-030 [GBA43% 300 | 3.00 | 4.0 () { ® [ ® ceav 522575
2005 KGBAS¥....22-25T5
T KGBAY....22-25T5
m 300-030 3.00 | 50 . e oo KGBAS'....22-25T5 |G13
) | BE 325030 |GBAY 325 | 325 | 50 | R|R KGBAY...22:25 |G15
C KGBAS"....22-25 |G55
\_..-"“"- T
A 330-030 330 | 330 40 e o ® |[]| @ KGBAT..22-25T5 o)
KGBAS....22-25T5
KGBAY....22-25T5
330030 330 | 50 e o0 KGBAS'....22-25T5
350-010 - 350 | 5.0 | 01 [ ) [ )
350-030 |GBA437. 350 | 3.50 03 | @ ( JK LI 2L JImiE )
400-010 - 4.00 0.1 o o .
400040 |GBASTL 400 | 400 | o 00 (@00 0[]0 K SBN 235
430-040 430 430 | 7 ) ® R @ LIC I JImiE )
450-040 450 | 4.50 ) R @ LI 2L JImiE )
480-040 480 | 4.80 o R @ LI 2L JImiE )
GBA43%. 175-020MY |GBA43%. 175MY | 1.75 [ } [ ) [ ) o
185-020MY 185MY | 1.85 35 | o2 [ J [ ) [ o KGBA¥....22-15
200-020MY 200MY | 2.00 ' ’ [ ) [ ) [ ) [ ) KGBAS"....22-15
230-020MY 230MY | 2.30 [ J o o o
KGBA”/LR./..22-25
KGBAS"....22-25
250-030MY |GBAA43. 250MY | 2.50 | 4.0 °® o KGBA....22.25T5
KGBAS"....22-25T5
KGBAY....22-25T5
250-030MY 250 | 5.0 e o KGBASY.....22-25T5
s, /__\ KGBAF....22-25
KGBAS"....22-25
‘@) 265030MY | GBAG3. 265MY | 2.65 | 4.0 ° ° KGBAT.. 322515 |~ 1n
— e (o7 329575 |G15
olde M\l;) reaker 265-030MY 265 | 5.0 KGBASY....22-25T5| G55
Chipbreaker 0.3 KGBAH/LR}..22-25 (lmeman
i B KGBAS"....22-25
ﬁ i: 300-030MY GBA43/L 300MY | 3.00 4.0 . . KGBAR/L22-25T5
ol KGBAS....22-25T5
- KGBAF¥....22-25T5
) 300-030MY 3.00 | 50 e o KGBASY....22-25T5
KGBAR...22-25
KGBASL...22-25
330-030MY | GBA43. 330MY | 3.30 | 4.0 R R KGBAR.. 32.25T5
KGBASL...22-25T5
KGBAY....22-25T5
330-030MY 330 | 50 e o KGBASY.....22-25T5
350-030MY |GBA437. 350MY | 3.50 5.0 [ ) [ ) o [ J KGBA¥....22-35
400-040MY 400MY| 400 ] 77 | 04 e o o |o KGBAS¥L....22-35

| « Dimension B shows available grooving depth. |

* See G55 for KIGBA

@®: Std. ltem
R : R-hand Only

[] : Deleted from the next catalogue

Recommended Cutting Conditions @ G89

Inserts are sold in
10 piece boxes.



Grooving Inserts

. Applicable |nsel'tS P |Carbon steel / Alloy steel @) @) o
- Classification of usage
M |Stainless Steel o ) @: Continuous-Light
(mm)| K [Cast Iron [ J [ J Interruption / 1st Choice g
Descriptio d N |Non-ferrous Metals @ |(°: Continuous-Light E
GBA32_ 9.525 3.18 4.4 S [Titanium Alloy o Interruption / 2nd Choice T%
GBA43_ 12.70 4.76 55 H Hard materials (~40HRC) [} O O ®: Continuous / 1st Choice | =
GBA437.480 12.70 5.00 5.5 Hard materials (40HRC~) O: Continuous/ 2nd Choiee | 2
(0]
Dimensi Cermet |MEGA pyD Coated Catice | £ g
©ld imension (mm) ermet | COAT oated Carbide | ‘& Aoolicab &
_ = pplicable o=
SIEED DESE e Description)| v | g | ¢ |3|S|8 3 2183|8 g Toolholders |
x ¥ | K| | @
Handed Insert shows R-hand. = E = E g aja|a|X
GBA327. 200-100R ) 2.00 25 1.00 R R KGBAR...16
2 300-150R 3.00| 7 150 R R KGBASL...16
GBA43%. 100-050R |GBA43% 050R | 1.00 | 2.0 | 0.50 (I LI 2L JImiE ) GBAY
@ o 150075R R [ 150 ., [075 oo ee o]0 % &3
~—d : 200100R 100R |2.00| °° [1.00 oo eoeo e G15
FulR 250-125R 125R | 2.50 1.25 ® 0 OO0 O [ @ KeBAL.225 G55
Full-R (Round) 4.0 &EEQHS/RAZZZZZ;S_S (ntemel)
Laas -
300-150R 150R | 3.00 1.50 ( A ® ©® O [ | ® KGBASY....22-25T5
KGBA....22-35
_ 400-200R 200R |4.00| 5.0 |2.00 R @ ® 0 0[]0 o
- Dimension B sh ilabl ing depth. . o
% ‘.S;rzegssl(;nfori,zm;\avala Bgrongdent Recommended Cutting Conditions @ G89
8’ . A Iicable |nserts P |Carbon steel / Alloy steel
S p p . Classification of usage
<) M | Stainless Steel @: Continuous-Light
8 (mm)| K'|Cast Iron Interruption / 1st Choice g
Descriptio A d N [Non-ferrous Metals [ ] (5 Continuous-Light E
— |GBA32_ 9.525 3.18 4.4 S [Titanium Alloy () Interruption / 2nd Choice _8
GBA43_ 12.70 4.76 55 H Hard materials (~40HRC) @ : Continuous / 1st Choice t
GBA437.480 12.70 5.00 5.5 Hard materials (40HRC-) | O | @ ©: Continuous /2nd Cholee | -2
Dimension (mm) | CBN | PCD 8
o (Old s Tw =To Applicable o9
Shape Description Description)| v | B | [ % % S % Toolholders |
Handed Insert shows R-hand. X | X § X
GBA327%. 125-010 |GBA327%. 125 | 1.25 20 | 0.1 R | KGBAR...16
150-010 150 [1.50| ' R | R | KGBASL...16
GBA437. 125-010 |GBA43%. 125 125| 20 0.1 o
125-020 125 ) ’ 02 @ ®
150-010 15| 0.1 ® @ KGBAY..2215 |G13
150-020 150 T, l02/0@ KGBAS™..22115  |G15
200-010 200 200 ’ 0.1 ( ) G55
-Edge GBA32 5=17 200-020 200 ' 02 | @@ (Intema)
= GBA43 §=1.9
250-010 250 250 0.1 ( JEJ KGBAW.....22-25
250-020 250 40 02 @@ KGBASH...22-25
300-010 300 3.00 : 0.1 ) KGBAR/LR...ZZ'ZSTS
300020 300 . 2@ e KGBAS...22-25T5
| zlzegiznffrﬁzv;ava”able arooving deth. | Recommended Cutting Conditions @ G89
MEGACOAT
&Y PR1215
B Advantages M Material Application Map
@ High reliability and long tool life @ Steel @ Stainless Steel @ Cast Iron
grooving by micro-grain carbide High High High
substrate and MEGACOAT speed PR1215 speed PR1215 speed
technology
. . . . Medium Medium Medium
® Machining cost reduction at high speed PR1115 speed ( PF1115] speed PR905
speed cutting by MEGACOAT
with high hardness and oxidation L°Wd - LOWd L J LOWd
resistance Spee ‘930 — ' °pee ‘ — : e — —
® Suitable for shallow grooving of ot Continuous | Light interruption | Interruption i Continuous |Light interruption| Interruption i Continuous | Light interruption | Interruption
steel and stainless steel [ ®O COO @ [ COO @O Qe e ®O CO@ SN
[ insertsaresoldin | CBN & PCD Inserts are sold in | ° g‘_‘:{;;e;‘omy
G112 10 piece boxes. 1 | |

[]: Deleted from the next catalogue




. Lever Lock
External Shallow Grooving Toolholders

Il KGBA GBA applicable for KGBA / KGBAS toolholders is also usable for KGB / KGBS toolholders.

T o The following is a table for application compatibility.
I . KGBA <= (KGB)
e " KGBA.... -16 KGB?...16
20‘ 1 ;20
< L2 L1 o KGBAY....22-15 KGB%....22-15
a @ KGBAY....22-25 KGB....22-25
= f T KGBAV....22-35 KGB....22-35
‘ KGB"...22-25
R-hand Insert for R-hand Toolholder, KGBAW....22-25T5 |(Available grooving depth
®R-hand Shown L-hand Insert for L-hand Toolholder. has a limit)
B KGBAS
s o The following is a table for application compatibility.
- o KGBAS «m  (KGBS)
w
4 KGBASH...-16 KGBS"...-16
L2 32}
- L T KGBAS#....22-15 KGBS*....22-15
L% “ - KGBAS'L...22-25 KGBS'....22-25
I
= KGBAS"....22-35 KGBSH....22-35
KGBS#....22-25
L-hand Insert for R-hand Toolholder, KGBAS"....22-25T5 |(Available grooving depth
®R-hand Shown R-hand Insert for L-hand Toolholder. has a limit)
@ Toolholder Dimensions >
Spare Parts }%
i i [e)
Std. Dimension (mm) Clamp Set | Wrench 5
o Applicable Inserts
Description 3 G10-G12 =——
R|L|Ht=h|H3| B |L1|L2|F1|[A | T
KGBAF/. 1616H-16 ®/®| 16 16 | 100 20
2020K-16 @ @ 20 (40|20 |125|24 | 25| - |25 LGBA-16%.S GBA32% type
2525M-16 e e 25 25 | 150 30
2020K22-15 @ @ 20 20 | 125 25
2525M22-15 @ e 25 40| 25150255 30 | 10|40
2020K22-25 e @ 20 20 |125 25
2525M22-25 ® @ 25 | 40|25 |150/255| 30 [ 20|45
2020K22-25T5 ®® 20|, .20 125,25/, FT-15
2525M22-25T5 ®/® 25 "7 25150771 30 | 7| o ¢ LGBA-22%.S GBA43 type
2020K22-35 ®® 20|, .20 125,525,
2525M22-35 ®|® 25 " | 25 (1507 30 [
2020H22-15* ® 1.0 [4.0
2020H22-25" @®| |20 [4.0/|20|100(25.5| 25 [2.0]4.5
2020H22-35* ® 3.0[55
KGBAS7.  2020K-16 ®|®| 20 (4020 [125 25 L .
2525M-16 ® @25 45|25 15025 | 50 | - |25 LGBA-16%S GBA32'ktype
2020K22-15 ® @20 [45[20 [125] ,x [ 27 [ 5[40
2525M22-15 @ ®| 255025150 32 YT
2020K22-25 @@ 20 (45[20 [125 27
2525M22-25 ®|®| 25 |50 25 |150| 25 | 32 |20 45 caazus| GBA43Kiype
2020K22-25T5 ® @20 [45[20 [125] o [27 [, .
2525M22-25T5 @ ®| 25|50 25150 32 |7 | g
2020K22-35 ® @ 20 [45[20 [125] ,p [27 [54]
2525M22-35 ® ® 25 50 25 150 32 |

‘ » Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. * mark indicates short shank type.
* Clamp Set : KGBA"....LGBA-ORS for R-hand Toolholder, and LGBA-OLS for L-hand Toolholder.

KGBAS"L...LGBA-OLS for R-hand Toolholder, and LGBA-ORS for L-hand Toolholder.
@ Rake Angle (a) after Installment of GBA

@ Rake Angle (a) after
Installment of GBA-MY

GBA32%.000-000 GBA43%.000-000 GBA43%.000-000 R(Full-R) L
a Description
a Insert Grades a Insert Grades a Insert Grades Full-R Description
TN90,PR630,PR930 0° KBN510, KBN525 10° TN90,PR630,PR930 050R~150R GBA43%.175MY
10° PR1115,PR1215,PR905 15° !
PR1115,PR1215,PR905 TC40N, TN90,PR630,PR930

KPD001,KPDO10 10°|  PR1115,PR1215PR905 PET?;)S,PPRFEE%F;%&S 200R GBA43%.350MY

20° KW10 KPD001, KPD010 14° * , 14° GBA43%.400MY
° KW10 050R~200R a indicates the rake angle at the center
20 KW10 of the edge width, after installing insert.

M External Grooving Toolholders KGBA Short Shank types are available

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

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G13



Grooving Inserts o f.i'?éf?é?i??es to

. Apphcable Inserts P |carbon Steel /Alloy Steel
M |Stainless Steel Classification of usage
(mm) K |Castlron @ : Continuous-Light Interruption / 1st Choice
Description A T N  |Non-ferrous Metals ©: Continuous-Light Interruption / 2nd Choice
GB32_ 9.525 3.18 S |Titanium Alloy @ : Continuous / 1st Choice
GB43_ 12.70 4.76 H Hard materials (under 40HRC) O : Continuous / 2nd Choice
GB43%.480 12.70 5.00 Hard materials (over 40HRC)
Dimension (mm) | cenet | EVD 15 Ref
Insert Description C |lolol2lg2lo|5|2 Applicable Pagz 'for
W | B | o 38885 8|g Tooholder | 1ooholder
Right-hand Shown re |[FlFloa|¥ & &
GB32%. 050 * 0.50 | 1.0 C0.05 L]
075 0.75 LJIC]
£003 095 0.95 L]
A [¢] c . L]
\‘\HFZV 1]
[— :gg 122 2.0 == KGB™. +++16
: L L R .
l 145 1 0010 | —5i5 KGBS'. 16
150 1.50 ]
ner: ¢ T =
) — 200 200, jm
(Corner is C shape) 250 2.50 ) L]
GB43%. 125 0.1 ]
125 1251201 oo Do
A 145 145 | 2.0 0.2 |||
GB32t —
e 150 150 o1 || | |0
150 ) 0.2 LI L] KGB". +++22-15
) 175 1.75 0.2 ||| KGBS%. ---22-15
o 185 1.85 | 3.5 0.2 |||
c
£ 200 0.1 []
>
g A 200 2.00 02 OO0
5 230 2.30 02 000
250 250 0.1 []
—_— 250 ' 03 000
General (Square) T 265 2.65 0.3 L)L Yy
(Comer s R shape) 280 280 | 4.0 03 00 Eggzﬁ/ B ;z-ig
300 3.00 o1 | | [ O '
300 ) 0.3 |LILI|L]
330 | 330 03 (000
GB43 type 350 0.1 D
350 380 03 OO0 G15
400 0.1 ] A .
GB insert changes to GBA in 400 400 50 04 D |:| D EggS/LH/L .. ':i g:
order. il B
When replacing with GBA 430 4.30 04 =
Insert, be careful for the 450 4.50 0.4 L]
Corner-R(re) specification. 480 4.80 04 : : :
GB43%. 125 1.25 | 2.0 ]
KGB™. +++22-15
150 1.50 35 [ KGBS%. ---22-15
200 2.00 0.1 ]
250 2.50 40 [ kGBY.  ---22-25
300 3.00 ' []|KGBS". ---22-25
GB43%. 050R 1.00 | 2.0 0.50 ]
KGB"Y. +++22-15
075R 1.50 075 (][ KGBS;/L ..22.15
3.5
100R 2.00 1.00 ]
125R 2.50 1.25 O KGBL ...22.25
4.0 A
150R | 3.00 15 | |00 KGBSA  --+22-25
KGB™. +++22-35
200R 4.00 | 5.0 2.00 L] KGBSY. ---22-35

« Dimension B shows available grooving depth. ‘
The edge width tolerance of GB32%.050 is different.0.50% " (*)

* Material selection standard when changing to GBA.

For recommended cutting conditions, see page @ G89

GB Insert =W GBA Insert
TC40 TC40
TC60 TN9O
PR630 PR1215/PR1115
PR930 PR1215/PR1115
KPD010 KPDO001 (KPD010)

* Check the cornner-R(re) of the insert when changing.

____________________ e
)

:’ _Inserts are sold | CBN & PCD Inserts are sold | [ : Deleted from the next catalogue
G14 in 10 piece boxes. h in 1 piece boxes. |



Top Clamp

External Shallow Grooving Toolholders [for GB / GBA Insey

B KGB (Changes to KGBA @ G13)

L1

b
| H1 |H3

e Right-hand shown R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

B KGBS (Changes to KGBAS @ G13)

o

h a L2 — L1

[s2]
_ T
A ' ~—
1z *’
o Right-hand shown ‘ L-hand insert for R-hand toolholder, R-hand insert for L-hand toolholder. g
o]
@ Toolholder Dimensions o
Spare Parts ©
Std. Dimension (mm) Clamp | Clamp Bolt | Spring wrench | Applicable | ——
D _ Inserts
escription O G10~G12
RIL/H=h|H3 | B |L1 | L2 |F1| A | T \@’
e @G14
KGB"L 2020K-16 Ol0] 20 11 20 | 125 o4 25 25 GB32%
2525M-16 O|0| 25 25 | 150 30 B . GBA32}{
2020K22-15 |(O|O| 20 20 | 125 25
11.5 255 1.0 4.0
2525M22-15 |0 O 25 25 | 150 30 . . .
2020K22-25 (OO 20 15 20 | 125 255 25 20|45 CGBL BHEX25 SP-6 LW-4 GB43%
2525M22-25 (O|O] 25 125 1150 1 30 ) ) GBA43%
2020K22-35 O|O| 20 20 | 125 25
2525M22-35 |O|0| 25 | 15| 25 | 150 25| 30 | 30| 5D
KGBS7.  2020K-16  [O|O[ 20 [, [ 20 [125[ . [ 25| |, GB32%
2525M-16 O|0| 25 25 | 150 30 : GBA32'%
2020K22-15 (O|O| 20 15 20 | 125 25 27 10| 40
2525M22-15 |O|O| 25 | ' | 25 | 150 32 | U™ . i _
2020K22-25 (O[O 20 |15 20 125| o | 27 | oo lag| o0 | BH6X25 | SP-6 W41 GBaay
2525M22-25 |(O|O| 25 125 1150 32 ’ ) GBA43'%
2020K22-35 (O|O| 20 20 | 125 27
2525M22-35 |O|0| 25 |M1%) 25 [ 150 25 | 32 | 30|55

\ « Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. \
Clamp: KGB". ... CGBR for Right-hand Toolholder, and CGBL for Left-hand Toolholder.
KGBS*. ... CGBR for Right-hand Toolholder, and CGBL for Left-hand Toolholder.

® Rake Angle (a) after Installment of GBA

GB32%. OO0 GB43". OO0 GBA43%. OOO R (Full-R)
a Insert Grades a Insert Grades a Insert Grades
. TC60 .| Tcao TC60 . | TC60 _
5 PR630 5 PR630 PR930 | ° |PR630 } 050R~150R
10° KPD010 TC60
20° KW10 20° W10 14°| PR630 }20°R
KW10...050R~200R

KGB Toolholder KGBA Toolholder

* KGB / KGBS toolholder changes to KGBA / KGBAS.
Better Chip flow.

* For applicable insert, GB insert changes to GBA.
GBA insert has various types of material available for user's cutting
condition requirements.

@ : Std. Item O : Check Availability

G15



| Grooving %

G16

External Shallow Grooving Toolholders [for TGF Insert]/

B KTGF-F (without Offset)

Screw Clamp

o Usage difference
between KTGF-F and

KTGEF toolholders.

Y

(2.5) * * Clamp Screw can also be operated from this side.

o Right-hand shown

A A

e oM
S A= i ,El v

: o - E :
Ja 5| Y

ﬁ@ﬂ —

< T

Y A v
7\ / —
A

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

Itis necessary to use

“Without Offset Type” in
operating the automatic lathe.
Dimension F1

]

B KTGF (with Offset)

No gap Dimension B

Without Offset Type (KTGF-F)

Dimension F1

A
fas) [}
Y
[s2)
I
Y
A
I
Y
Large
) gap ‘ Dimension B
e Right-hand shown R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder. I |
With Offset Type (KTGF)
@ Toolholder Dimensions
o Std. Dimension (mm) Spare Parts
Description R[L|H=|H2]H3] B [ L1 L2 |F1 e Wrench REEILS
KTGF". 1010JX-16F @ @ 10 | 2 10 10
1212JX-16F @ @ 12 ) 25| 12 |120|18.5| 12 SB-4070TRW FT-8
1616JX-16F @ @ 16 16 16 ‘Z@r | |2 Insert Grades
KTGF".  1212F-16F @ ® 12 | - |25 12 | 85 |18.5 12 SB400TRW| \—) | FT8 20° PR11?;9F(’)R;)F3C(:)60KW10
KTGF%. 1010F-16 | @@ 10 | 4 10 | 80 12 é 171°] KPD010, KPDOOA
1212H-16 (@@ 12| 2 12 1100 [18.5| 16 6° TC40
1616H-16 @0 16 25| 16 | 100 20 SB-4070TRS FT-10
2020K-16 @ @® 20 | - 20 | 125 20 25
2525M-16 (@@ 25 25 | 150 32
. S-KTGF (Sleeve Holder)
12
I_I:\
b a Insert Grades
L1 o TN90, TC60
o S I 20°] pR1115, PR930, KW10
oo g 8 1 11°] KPD010, KPDOOT
- I BN J; j 6° TC40
%Z} o Mty
e Left-hand shown JLS ‘ R-hand Insert for L-hand Toolholder.
. Toolholder Dimensions Note 1. Dimension B shows available grooving depth.
. . Spare Parts
Description Std. Dimension (mm) Clamp Screw | Wrench
oD L1 F1 F2 od1 od2 | H1=H2
S12F-KTGFL16 ® | 120 80 11.0 1
S14H-KTGFL16 [ ) 14.0 100 9.0 13.0 13 ‘,
S15F-KTGFL16 @ | 15.875 85 14.6 15 E
S16F-KTGFL16 ® 160 6 ’ >7
S19G-KTGFL16 o 90 SB-4070TRS| FT-10
S19K-KTGFL16 ° 19.05 120 10.5 17.6 17
S20G-KTGFL16 o 90
S20K-KTGFL16 o 0 1.0 | 186 18
S$25.0H-KTGFL16 ® | 250 100
S25K-KTGFL16 ® 254 120 | 0 MO 26 32
@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)



Screw Clamp

M Applicable Inserts

Description
TGF32_

A T
9.525 3.18

Carbon Steel / Alloy Steel

Stainless Steel

GG
(4 =

Cast Iron

Non-ferrous Metals

TGF327.325

9.5625 3.40

Titanium Alloy

4.5

TGF32%.315-SRC

9.525 3.40

I »wzxZ0

4.5

Hard materials (under 40HRC)

Hard materials (over 40HRC)

Classification of usage
@ : Continuous-Light
Interruption / 1st Choice
© : Continuous-Light
Interruption / 2nd Choice
@ : Continuous / 1st Choice
O : Continuous / 2nd Choice

Insert

R-hand shown

Description

Dimension (mm)

Cer

met

PVD

Coated Carbide ety

bl
O

Cl

C

or
re

W | B

TN60

TN90

TC40

TC60

PR630
PR930
PR1115
KwW10
KPD001
KPD010

Ref.
Page for
Toolholder

Applicable
Toolholder

General (Square)
(Corner is C shape)

TGF321. 000

General (Square)
(Corner is R shape)

TGF32'
000 -000

TGF32%.SOOO-S type
Edge Width Tolerance
Wis#

TGF32%. SOOO-SRG
type

Edge Width Tolerance
Wios

For Circlip Grooves
(DIN 471/ 472)

TGF327%.033

0.33] 0.8

050

0.50 C0.05

060

0.60 1.2

075

0.75

080

0.80

090

0.90

095

0.95

100

1.00

120

1.20

125

1.25] 2.0

130

1.30

140

1.40

145

1.45 co

150

1.50

170

1.70

175

1.75

185

1.85

190

1.90

200

2.00 | 2.5

225

2.25

250

2.50

275

2.75

300

3.00| 3.0 | 02

325

3.25

TGF32%.033-005
050-005
075-010
095-010
100-010
120-010
125-010
140-010
145-010
150-010
175-010
200-010
250-010

D
<@

0.33] 0.8

0.05

050 1.2

0.75

0.95

1.00

1.20

1.25] 2.0

1.40 0.1

1.45

1.50

1.75

PP Pl

A0 | 0|00

p)

2.00

250 25

A ||| 1D

o0000 O 0000
000000000000
Pl

PP PP p)

TGF32%.S090-S

0.90

110-S

1.10

130-S

2.0

1.30 C0.05

160-S

1.60

185-S

1.85]| 25

TGF32% S080-SRG

0.87

090-SRG

0.97

100-SRG

1.07

110-SRG

1.04] 20

130-SRG

re

1.44

160-SRG

1.74 max

185-SRG

1.99 0.03

215-SRG

2.29] 2°

265-SRG

2.79

315-SRG

329 30

1-Edge

(re) w+0.03
C

C(re)
[aY)
oz

ASY

T
|
B

TGF32%.125
150
200

1.25

2.0

1.50 C0.1

2.00] 2.5

TGF32%/.125-010
150-010
200-010

1.25

2.0

1.50 0.1

R

R

2.00] 2.5

R

KTGF....16F
KTGF%....16
S...KTGFL16

G16

e e

Inserts are sold
in 10 piece boxes.

1
I
I
)

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

For recommended cutting conditions, see page & G90

@ : Std. Item

R : Std. Item (R-hand Only)

O : Check Availability
L : Std. Item (L-hand Only)

[] : Deleted from the next catalogue

| Grooving %

G17



Grooving @

External Shallow Grooving Toolholders [TG Insert]/

Screw Clamp

B KTG (Changes to KGBA @ G13)

1
T :
*7 ; |
<T ETW L2 Ry .
& I
¥ -
< I
e Right-hand shown R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.
® Toolholder Dimensions
. . Spare Parts
Std. Dlliaer () Clamp Screw Wrench
Description @) @) A
R{L{H=h|H3| B |[L1|L2 | F1| A | T N —1 ] Fi /
KTGL 2020K-16 o0 20 20 (125 25
2525M-16  |@®| 25 | 30| 25 150/ 20 |30 | - |2 SBATR | - FT-15 -
2020K22-15 @ @ 20 20 |125 25
2525M22-15 |@ @| 25 | 30| 25 150 25 | 30 | 10|40
2020K22-25 @ @® 20 20 |125 25
2525M22-25 |@ @| 25 | 30| 25 150 2° | 30 |20|45 - | 6880 - LW-3
2020K22-35 @ @ 20 20 |125 25
2525M22-35 |@ @ 25 | 30| 25 150 2% | 30 30|55

‘ « Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth.

* GBA Insert cannot be installed to this toolholder.

— . Appllcable Inserts P_|Carbon Steel /Alloy Steel Classification of usage
(TG insert changes to GBA @ G10~® G12) M _ Stainiess Steel
(mm) E E::'_:::)us Votals @ Continuous-Light Interruption / 1st Choice
Description A T ad S [Titanium Alloy (: Continuous-Light Interruption / 2nd Choice
TG32_ 9.525 3.18 4.5 Hard materials (under 40HRC) o Cont?nuous [1st ChOi,Ce
TG43_ 12.70 4.76 5.5 il e (over 40HRC) © : Continuous / 2nd Choice
Dimension (mm) | Cermet ot
Insert Description C |o|o|a|a| Applicable Toolholder | Page for
W B or g % 3 8 Toolholder
R-hand shown re \F\FFF
A Wig.oa TG32%. 075 0.75 [ J
Genera_l (Square) 095 0 . 95 .
(Comer is C shape) p jt 125 1 25 .
©] = 145 |1.45 2.0 C0.1|@ KTGY...16 G18
< 150 1.50 °
S T 175 1.75 (
TG32 type (Corner is C shape) 200 2.00 [ )
TG43%. 150 1.50 [ )
}& 175 1.75 ° .
200 200 35|02 ° KTG%....22-15
w003 230 2.30 [ )
A re e 250 2.50 [
P 265  12.65 °
7 R,
©] [H= 280 (280 40|, |® KTGY..2225 | G18
(gorner ils(;qshap;) 300 3 - 00 0 3 .
T 330 3.30 [
350 3.50 [ J
400 4.00 [ J R
. 430 230 5.0 04 @ KTG"....22-35
450 4.50 [ )

G18

» Dimension B shows available grooving depth. \

* KTG will be switched to KGBA.
Machining against the wall is available.

* For applicable insert, TG insert changes to GBA.
Change Insert Grade TN60 for TN90.

GBA insert has various types of material available for user's cutting condition

requirements.

* Check the cornner-R(re) of the insert when changing.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

For recommended cutting conditions, see page @ G90

KTG

Inserts are sold
in 10 piece boxes.



External Shallow Grooving Toolholders
[Ceramic TG Insert] s

B KN91

—

©
< L2

{
F1
©
B

L1
1 = s
- T
i I - F E
e Right-hand shown
@ Toolholder Dimensions
Std Di . Spare Parts
’ imension (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
RIL{H1=h|H3| B |L1|L2 | F1 | A | T @) /
KN917L 44-4 o0 40 22.5/3.4| 15 CE-111 /121
44-5 @ ® 25| 16|25 |150| 42 |225/4.4| 17 ~ BH8X30 | W-8 SP-8 | LW-5
44-7 @ 42 12116417 CE-131/141

« Dimension T shows available grooving depth. ‘

Clamp: KN91% 44-4 / 5 ... CE-111 for Right-hand Toolholder, and CE-121 for Left-hand Toolholder.
KN91%. 44-7 ... CE-131 for Right-hand Toolholder, and CE-141 for Left-hand Toolholder.

| Grooving %

. Appllcable Inserts P_ [Carbon Steel / Aloy Steel Classification of usage
M [Stainless Steel
(mm) E ﬁastflmn Vota! LJ @: Continuous-Light Interruption / 1st Choice
Description L H s Tin'e:;oAu:o °as (: Continuous-Light Interruption / 2nd Choice
GS91-4 12 5.0 HI - ) Y @ : Continuous / 1st Choice
lard materials (under 40HRC) . . X
GS91-5~GS91-8 15 7.5 H | rd matrial (over 40HRC) | O © : Continuous / 2nd Choice
Dimension (mm) | Ceraric v et
Insert Description w | Z | Applicable Toolholder | Page for
W re © 8 Toolholder
< g
L GS 91-4 4.0 il
o 05 KN91%... 4
i 915 5.0 o KN91%....5
— @ g;f 91-6 6.0 G19
T
91-7 7.0 0.8 A
e 91-8 8.0 ° KN91%...7
@ Recommended Cutting Conditions
Recommended InsertGrade
. (Cutting Speed m/min) f (mm/rev)
W,\;)rlzpl_ecie Ceramic
ateria GS91-4 | Gs91-7
A65 GS91-5
GS91-6 | GS91-8
CastIron (FC/FCD, etc.) 150300 0.03~0.07 10.04~0.08
Hard Materials 4(;%0 0.02~0.05|0.04~0.07
% : 1st Recommendation
@ :Std. ltem O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only) e ol
1

Inserts are sold |
L in 10 piece boxes. 'G19



External Shallow Grooving Toolholders Top Clamp
[GH / GHU / GA Insert]
M KGH
- | =
D | o] |- ] | f® .
< L2 ‘ < 7 L2
35 L1
" -
[s2) [s2)
a 1 T a T
T
by - i
c|5 I | T <|5° T
5 KGH%Y.2525M
e Right-hand shown KGH1L2020K KGH.3225P
B KGHS
|
| o - m
Lt @ ‘ [T @
= ‘ |—I
L2 L2 L1
-
[s2)
| b U
o = all’ (2 \ T < Al T
= = i
3 ) KGHS®.2020K KGHS®.2525M
e) e Right-hand shown
O
@ Toolholder Dimensions
. . Spare Parts
Std. Dimension (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
RIL[H1=h|H2 | H3| B | L1 | L2 F1 A|T \\Q @/
KGH L 2020K-4 ®® 20| 5 20 |125 24.5-24.8 A
2525M-4 00 25 - 156 25 (150 33.5 24.5-24.8 3.4| 13 | CGH-1,
2020K-5 ®® 20 | 5 20 125 25.0-25.8
2525M-5 ®® 25| - (15.6/ 25 |150133.5/25.0-25.8/4.2| 13 [CGH-1%.
3225P-5 00 32| - 25 170 25.0-25.8 HH6X25 |  W-6 SP-6 LW-5
2020K-7 ®® 20 5 20 |125 24.5-25.0 A
2525M-7 00 25| - 156 25 (150 33.5 24.5-25.0 58| 13 | CGH-2%
2525M-10 00 25 - 25 (150 25.5-26.5 A
3225P-10 @ (32| - %" 25 170 41 |255.06.5 00 17 |CCH3T
KGHS *iL 2020K-4 ®® 20 5 20 (125 35
2525M-4 (@@ 25| - 025|150 2| 40 |34 13| CCHTR
2020K-5 ®® 20 5 20 (125 35 ., | HH6X25 W-6 SP-6 LW-5
2525M-5 (@@ 25| - 'O 25150 2| 40 |2 13 |COHTH
2525M-7 ] 25| - [15.6/ 25 |150| 25 40 5.8| 13 | CGH-2'k
« Dimension T shows available grooving depth.‘
« Dimension F1 of KGH " Toolholder depends on the insert's edge width.
« Clamp: KGH". ... CGH- O R for Right-hand Toolholder, and CGH- O L for Left-hand Toolholder.
KGHS " ... CGH- O L for Right-hand Toolholder, and CGH- O R for Left-hand Toolholder.
@ Rake Angle (a) after Installment of GH / GHU insert
GH OO00O - OO GHU OOO0O
a Insert Grades a Insert Grades
0° AG65, AG6N
10° TC40
TN
TN9O, TC60 10° CR9€0325
20° PR630, PR930
KW10
@ : Std. Item O : Check Availability

G20

R : Std. Item (R-hand Only)
[] : Deleted from the next catalogue

L : Std. Item (L-hand Only)




Top Clamp

T

L1

E
ZSG{T
< ~ T
I
-- e Right-hand shown
@ Toolholder Dimensions
. . Spare Parts
Std. Dimension (mm) Clamp Clamp Bolt Spring Wrench
Description
RIL{Hi=h|H2 |H3| B |L1|L2|F1| A | T /@ =
ZaN |
KGARL 2020K-3 ®® 20 5 20 (125 21.5
2525M-3 @@ 25| - | 6 | 25150 37 26,523 | 20 CGA-3'/
2020K -4 [ } 20| 5 20 (125 21.5
2525M-4 o0 25| - 6 25 1150 37 265 3.3/ 20 CGA-4%. | HH6X20 SP-6 LW-5
2020K -5 ( J 20| 5 20 (125 21.5
2525M-5 |@@ 25| - | © | 25|150 2 26,5 43|25 CGA-ST/
KGARL 2020K -3S 20| 5 20 (125 21.5
2525M-3S 25| - | 0 25150 3 6523/ 16| |COAIU | epe | Lws
2020K -4S 20| 5 6 20 (125 34 21.5 33| 16 CGA-4¥
2525M-4S 25| - 25 (150 26.5 -
‘ « Dimension T shows available grooving depth. ‘ g
« Clamp: CGA- O R for Right-hand Toolholder, and CGA- O L for Left-hand Toolholder. g
: o
M Applicable Inserts (mm) s
pesRien t i ko ol o Classification of usage —
M |Stainless Steel [*]
GH4020- OO ~GH8020- OO 20 K TCastiron e, °
GH10025-05~GH12025-05 25 7.5 N Non-ferrous Metals Y @ : Continuous-Light Interruption / 1st Choice
GHU OO0O0O 20 S [Titanium Alloy P (@F Cominu?us-LightInterruption/ 2r-1d Choice
GA301 GA40 25 5.0 Hard materials (under 40HRC) [ ) g Cont!nuous [st ChOI(..‘,e
GA50 30 ) H Hard materials (over 40HRC) 0@ O': Continuous / 2nd Choice
. . of 3 .
- ) » Dimension (mm)| Cermet ?m@&%& % Ceram: Applicable : Ref.f
nse escription o oleloa B 82wz age for
oo oo |8 o Toolholder
w re EEgggggaggg Toolholder
GH 4020-02 4.0 0.2 [ X J ( ) )
4020-05 ) 0.5 [ X J 00006 KGHY. 4
4520-02 45 0.2 [ ) KGHS"....4
4520-05 ) 0.5 [ )
5020-02 50 0.2 ( J(J [ J(J
5020-05 ) 0.5 [ J( ) 90000
5520-02 55 0.2 [ )
5520-05 ) 0.5 [ J KGH"W....5
o Ground 602002 | . [ 02 | @® 00 KGHS"....5
P 6020-05 : 0.5 0O o000 o G20
6520-02 6.5 0.2 ()
) 6520-05 ) 0.5 [ ]
EE 7020-02 0.2 [ J( ) ()
gj:CL:L 702005 | ‘0 |05 | @@ oo ©
(T 1= [ 7520-02 0.2 ° KGH"....7
d5 G 752005 | ' | 05 ® KGHS7....7
Ceramic insert 8020-02 8.0 0.2 . . . .
Ceramic s above shape 8020-05 ) 0.5 [ J(J ( J( )
10025-05 | 10.0 | 0.5 () )
12025-05 | 12.0 | 0.5 0 KGH'....10
"3 0 0, R
= | iE GHU 4020 40 | 025 @ ° KGH7. .4
= | il . KGHS"....4
Ty o s #ﬂ G20
| 4 PI 5020 50 | 030 |@ ° KGH'. 5
Molded Chipbreaker B <iz0 6020 6.0 | 0.30 @ o KGHS....5
@ GA 30 30 | 020 @ () KGA"....3
#, +I$t -
R 40 40 | 025 @ [ ) KGA"....4 G21
—+0
\Geg> 50 5.0 | 0.30 @ o KGA®....5

For recommended cutting conditions, see page ® G90~G91
@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only) Inserts are sold :
L in 10 piece boxes. 1'G21



Summary of KGD Grooving (& -

B Features

o
f17
>

<

& o

E‘PN\I*
2

Various insert lineup

@ Smooth chip control
B Newly-introduced chipbreakers designed to cover a variety of workpiece materials.
@ High precision edge preparation
B High precision molding technology with tolerance +0.03 mm (Edge width 2, 3, 4 mm types)
@ Highly-reputed MEGACOAT technology
B Long tool life and high efficiency machining achieved by superior oxidation
resistance and wear resistance.

@ Application Map

Grooving and Traversing

High A _
High feed rate
8 PH
s
2 For general
4 purpose
2 __GM
=
5
[§)
Low ‘

Small

Feed Rate

Large

Cut-Off

High

For general g
purpose  JEIS
PM 4

Feed Rate

T
Cutting Resistance &

Low
Small

>
Large

@ Chipbreaker Selection

Application

External Grooving
Non-ferrous Low Feed
Metals

Cut-Off

Carbon Steel
Alloy Steel

High feed rate

Stalnless Steelll Interruption

Low rigid
material
Low cutting force Low Feed General grooving | | High feed rate | | General cut-off Copying
GS GL GM PH PM CcM

P~

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

O@g
© ©)
v

GM Chipbreaker

Smooth chip control

¥

Less chip biting troubles

@ Features of MEGACOAT

40 ‘

\ \
O MEGACOAT

o O

30 O W
TiCN

20 O

TINY  TiAIN

Hardness (GPa)

10

0 200 400 600 800 1000 1200
Oxidation onset temperature ('C)

G22

Competitor A

Competitor B

@ Wear Resistance Comparison

0.20

Cnﬂir’b‘g‘lConditions B Competitor C PR1 225:

ors I 3%%033&."?"3,‘ 1st choice for cut-off, grooving and
E o tmmirev traversing
‘g Com@r.D

0.10
: PR1215:
g 005 Compatir e PR1215 With superior wear reS|s.tance,

recommended for grooving and cut-off
000 under the stable conditions as well as
o 20 40 60 80 100 machining of cast iron.

Cutting Time (min)



A{;zfg Toolholder

@ Integral type and separate type (toolholder + blade) are available.

Integral Type Separate type

@ High rigidity separate type
toolholder

» Adaptable to wide applications by
changing blades

Dealing with various edge width and cutting

depth by changing the blade and toolholder

combination.

Even if the blade is broken, you only need to

replace the broken part.

Blade

Serration

|| Grooving @ n

Toolholder

B Structure of toolholder unit (Toolholder + Blade)
@KGD-S(0° separate type) @KGDS-S(90° separate type)

Insert clamp bolt

Blade Toolholder

. Blade fixing bolt

Blade
Toolholder
* Note for the toolholder and blade combination * Note for the toolholder and blade combination
of 0° separate type of 90° separate type
Toolholder(KGD?. OO-C) Toolholder(KGDSH. OO-C)
+ +
Blade (KGD.-OTOO-C) Blade (KGDY%-OTOO-C)
=R-hand Blade for R-hand Toolholder, =L -hand Blade for R-hand Toolholder,
L-hand Blade for L-hand Toolholder. R-hand Blade for L-hand Toolholder.

G23



Inserts for Grooving and Cut-off

(NEW

\

G24

. GDM / GDMS / GDG Classification of usage I\ljl (S:ar.bon Siesllbylstee) ® 9 O
tainless Steel @ | © o
)
o :. Contilnuous-l.light |ntew9ﬁon/1st Choli E z::t_fl:::)us Metals L o %
® : Conﬂnuqus-hght Interruption / 2nd C!wmoe S | Titanium Alloy P %
@ : Continuous / 1st Choice - b}
O : Continuous / 2nd Choice| H Hard Materials (~ 40HRC) =
) Hard Materials (40HRC ~ ) S
. . Angle . o
Dimension (mm) () |Cemet] MEGACOAT | Catide 2
(a8
Shape Description W ° § E 0 ;q;;
M| L|H|8|2|F| T3
Handed insert shows R-hand. folerance = o o ©
GDM 2420N-020GM | 2.4 0.2 [1.95 ® o o
3020N-020GM 3.0 0.2 53 e o o
3020N-040GM | = £0.03 047 e o o
4020N-020GM 0.2 ® o o
4020N-040GM | 4.0 0.4]3.3 20 | 43 ® o o
4020N-080GM 0.8 ' -1 0 e e
5020N-040GM 5.0 0.4 4.0 ® o o
5020N-080GM | £0.04 08| " ® o o
2 6020N-040GM 6.0 =704 50 ® o o
% | For general purpose 6020N-080GM | ~ 0.8~ CEE RO
pa 2-Edge 8030N-080GM | 8.0 |+0.05/ 0.8 |6.0| 30 | 5.5 e o
= & GDMS 2220N-020GM | 2.2 0.2 175 ® o o
2 %@gﬁ 3020N-040GM | 3.0 (£0.03/ 0.4 | 2.3 ® o o
3 For ————'% 4020N-040GM | 4.0 04/33/20 /43| - ® @ ®
o) o genera) = 5020N-080GM | 5.0 0.8 4.2 ® o o
£ o H 6020N-080GM | 6.0 *** 0.8 (5.2 e o o
§ GDM 2420N-020GL |2.4 0.2 [1.95 e o o
o 3020N-020GL 30 0.2 53 ® o o
3020N-040GL | = |+0.03/ 0.4 |~ e o o
4020N-020GL 4.0 0.2 33 200143 - @ @ | ©
4020N-040GL | 04| ® o o
Low Feed 5020N-040GL | 5.0 £0.04 0442 ® o o G26
2-Edge 6020N-040GL |6.0 04]5.2 ® & o G27
GDG 2520N-020GS | 2.5 2.0 e & o o
| 3020N-020GS | 3.0 02]2.3 @ o o oG8
2 P 3520N-020GS | 3.5 2.8 ® 6 o o
1P 4020N-040GS [4.0 002 1330 43 . e @ @ | @
15 5020N-040GS | 5.0 0.4 4.2 e 6 o o
Low cutting force 6020N-040GS | 6.0 " 5.2 e 6 o o
2-Edge 8030N-040GS | 8.0 6.0 30 |55 o 6 o o
o GDM 3020N-150R-CM | 3.0 003 1523 e o o
£ +0.
s 4020N-200R-CM | 4.0 20|33 e o o
° 20 (4.3 -
x 5020N-250R-CM | 5.0 000 25|42 e o o
= 10.
- 6020N-300R-CM | 6.0 3.0|5.2 ® o o
2 GDM  2020N-020PH | 2.0 02|15 o o
5 g 3020N-030PH | 3.0 :0.03 0.3 | 2.3 | 20 - o o
§ Hig';fggd’a'e 4020N-030PH | 4.0 0.3|3.3 o o
g -£dge 4.3
§’ GDMS 2020N-020PH | 2.0 02|15 e O
5 3020N-030PH | 3.0 +0.03/ 0.3 | 2.3 | 20 - o o
o ot 4020N-030PH | 4.0 0.3/33 e o

Recommended Cutting Conditions @ G29

¥ Note for the holder and insert combination of KGD type (new) and KGM type (conventional)

@Insert setting angle for grooving toolholders

KGD:--0°

Conventional tools KGM---5°

£

New Insert
GDM

S
o¥

New Toolholder
KGD

Conventional Insert
GMM

!

Conventional
Toolholder

KGM

Installing conventional inserts to the new toolholder is not recommended.

@ : Std. Item




I @ | O
. GDM / GDMS Classification of usage P ® _
R ‘ ‘ [ 3
@ : Continuous-Light Interruption / 1st Choice S
© ' Continuous-Light Interruption / 2nd Choice Non-ferrous Metals §
@ : Continuous / 1st Choice Hard Iaerale (2 A0HRG) 8
O : Continuous / 2nd Choice| H s Mater:als (4OHRG ~) ':
{2
: . Angle o E
Dimension (mm) © Cermet| MEGACOAT |Carbide 8
Shape Description W ol 8lvlwl| %
o | N N | T 14
re M| L H|®B|= = | = =
Handed insert shows R-hand. folerance Fla|la|©
GDM  2020N-020PM 2.0 02|15 o ©o
2520N-020PM 25 0.2 |1.95
+0.03 20 - ® o
3020N-025PM 3.0 0.25/ 2.3 o ©
4020N-030PM 4.0 0.3(3.3 ( BN )
GDM  2020R-020PM-6D| 2.0 02|15 o O
2520R-020PM-6D| 2.5 |10.03| 0.2 |1.95| 20 6° o O
G26
§ 2-Edge 3020R-025PM-6D| 3.0 0.25/2.3 43 o ©o G27
© GDMS 2020N-020PM 2.0 02|15 o o G28
3020N-025PM 3.0 |+0.03/0.25/ 2.3 | 20 - o O
Eoge 4020N-030PM | 4.0 0333 o o
GDMS 2020R-020PM-6D| 2.0 02|15 e o
3020R-025PM-6D| 3.0 |+0.03/0.25| 2.3 | 20 6° o O
Eoge 4020R-030PN-6D| 4.0 0333 o o
Note) 1. Using the PM chipbreaker (for cut-off) for grooving cannot create a flat bottom Recommended

(See the right figure).

@ Indication of Description

l

PM chipbreaker

Groove bottom created by

Cutting Conditions @ G29

(@Tolerance Symbol @Width (®Hand of Tool
M : Class M 20 : 2mm R : R-hand
G : Class G 30 : 3mm L : L-hand

40 © 4mm

N : Neutral

I | | |
(G DJ[M][S][30][20][N] - [025] [GM] - [6D]

(®Chipbreaker symbol

GM : Grooving and Traversing
GL ! Low Feed
CM ! Copying

| (DSeries | (®No. of corners ®Insert Length
Without Indication : 2-Edge 20 : 20mm
S ! 1-Edge 30 : 30mm

B Setting the inserts

1. Make air blow or other measures to completely eliminate chips from the insert mounting part (see Fig. 1).

2. Set the insert to the holder and push until it contacts with the holder’s surface for fixing the insert’s back end (see Fig. 2 and 3).

@Corner-R(re) (@Lead Angle
0.20 : 0.2mm 6D : 6°
0.40 : 0.4mm

150R : 1.5mm(Full-R)

3. Keeping the insert fit to the surface, tighten the insert clamp bolt at an appropriate torque.

4. Make sure that there is no gap between the insert and the holder’s surface for fixing the insert’s back end and that the insert is set straight (see Fig. 2 and 3).

Insert clamp bolt

@ : Std. Item

Recommended tightening torque : 6.5N*m(Width 2~6mm)
8.0N-m(Width 8mm)

Insert mounting part

Fig. 1

Holder’s surface for fixing
the inserts back end

Fig.

2

Fig. 3

|| Grooving % n

G25



| Grooving %
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Toolholders for Grooving and Cut-off @

B KGD (Integral Type)

-t

*R-hand Shown

Fi

L1

H1

@ Toolholder Dimensions

= . Spare Parts
~ LE/ Std. Dimension (mm) WV\(/'dth)
E 3 uiln Clamp Bolt Wrench
= | 2 Description
T| g
= © R | L (Hi=h| H2 | H3 B L1 L2 | L3 | F1 A T | MIN | MAX
g
KGD. 1616H-2T06 @ @ | 16 | 4.0 16 | 100|277 |28.0|15.2 HH5X16
6 2020K-2T06 @ @ 20 20 [ 125|28.0 19.2 6
2525M-2T06 @ @ 25 25 |150|28.0 24.2 HH5X25
KGD%. 1616H-2T10 @ @ | 16 | 4.0 16 | 100 {30.2|30.5|15.2 HH5X16
10 2020K-2T10 | @ @ | 20 20 |125|30.5 19.2 10
2 - - 17 2.0 3.0 LW-4
2525M-2T10 | @ @ | 25 25 | 150|30.5 24.2 HH5X25
KGD?. 1616H-2T17 @ @ | 16 | 4.0 16 | 100 |31.2|31.5|15.2
2012K-2T17 | @ @ 12 [ 125 1.2 HH5X16
17 20 17
2020K-2T17 @ @ - 20 |125|32.5| - |19.2
2525M-2T17 | @ @ | 25 25 | 150 24.2 HH5X25
KGD%. 1616H-3T06 @ @ 16 | 4.0 16 | 100|277 128.0|/14.8 HH5X16
6 2020K-3T06 @ @ 20 20 |125|28.0 18.8 6
2525M-3T06 @ @ 25 25 |150|28.0 23.8 HH5X25
KGD?. 1616H-3T10 @ @ | 16 | 4.0 16 | 100 |30.2/30.5|14.8 HH5X16
10 2020K-3T10 | @ @® | 20 20 | 125 18.8 10
3 - 30.5| - 2.4 3.0 4.0 LW-4
2525M-3T10 | @ @ | 25 25 | 150 23.8 HH5X25
KGD?. 1616H-3T20 @ @ | 16 | 4.0 95 16 | 100 (34.2|34.5/14.8
2012K-3T20 [ @ | @ 112|125 10.8 HH5X16
20 20 34.5 20
2020K-3T20 @ @ - 20 | 125 - 118.8
2525M-3T20 | @ @ | 25 25 | 150 (35.5 23.8 HH5X25
10 KGD%. 2020K-4T10 | @ @ | 20 20 | 125 305 18.3 10 HH5X16
2525M-4T10 | @ @ | 25 25 | 150 | 23.3 HH5X25
4 20 KGD?. 2020K-4T20 | @ @ | 20 | - 20 |125|34.5| - |18.3| 3.4 20 4.0 | 5.0 | HH5X16 LW-4
2525M-4T20 | @ @ | 25 25 |150|35.5 23.3
HH5X25
25 | KGD. 2525M-4T25 @ @ | 25 25 |150|40.5 23.3 25
KGD%. 2020K-5T10 @ @ 20 20 | 125 17.8 HH5X16
10 30.5 10
2525M-5T10 | @ @ | 25 25 | 150 22.8
5 KGD%. 2020K-5T17 @ @ 20 - 20 | 125 - 1178 4.4 5.0 6.0 LW-4
17 375 17 HH5X25
2525M-5T17 | @ @ | 25 25 | 150 22.8
25 | KGD. 2525M-5T25 @ @ | 25 25 |150|40.5 22.8 25
15 | KGD. 2525M-6T15 @ | @ | 25 25 |150|32.5 22.4 15
6 - - 5.3 6.0 | 6.0 | HH5X25 LW-4
30 | KGDY. 2525M-6T30 @ @ | 25 25 |150|45.5 22.4 30
KGD%. 2525M-8T25 @ @ 25 | 70 25 150 44.2|122.0
8 | 25 43.3 6.0 25 | 8.0 | 8.0 | HH6X25 LW-5
3232P-8T25 @ @ | 32 - 32 170 - 129.0

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

@ : Std. Item
O : Check Availability




. KGD-S (0° separate type)

[ ]

*R-hand Shown

. KGDS-S (90° separate type)

1
= j =
i DS
3
*R-hand Shown g
O
@ Toolholder Dimensions (Toolholder+ Blade) B
9 | ~ |3 . . i
g E S _ | Unit Description Std. Toolholder Blade Dimension (mm) WV\(hrgm)
< %’ gg (Sgnda.rdt.StOCk Description | Description
223 escripion) | p| | ©G28 ®628 yihiH2 [H3| B |L1|L2|L3 | F1| A | T |MIN|MAX
=
KGD". 2020X-2T17S | @ | @ | KGD%.2020-C 20 | 12 20 | 122 234
2w 2525X-2T17S | @ | @ | KaDYi2525-c | Kop - A1TC 05 7 25 | 147 |29 284 M| 172080
KGD%. 2020X-3T10S | @ | @ | KGD%.2020-C 20 | 12 20 | 115 23.0
10 2525X-3T10S | @ | @ | KGD%.2525-C | KGD".-3T10-C | 25 7 25 | 140 | 32.9 28.0 10
3 3232X-3T10S | @ | @ | KGD¥.3232-C 32 - 32 | 160 33.0 94 30 | 40
KGD%. 2020X-3T20S | @ | @ | KGD%.2020-C 20 | 12 20 | 125 23.0
20 2525X-3T20S | @ | @ | KGD"/.2525-C | KGD%.-3T20-C| 25 7 25 | 150 | 42.9 28.0 20
3232X-3T20S | @ | @ | KGD¥.3232-C 32 - 32 | 170 33.0
KGD". 2020X-4T10S | @ @ | KGD%.2020-C 20 | 12 20 | 115 225
10 2525X-4T10S | @ | @ | KGD%.2525-C | KGD".-4T10-C | 25 7 25 | 140 | 32.9 275 10
3232X-4T10S | @ | @ | KGD".3232-C 32 - 32 | 160 325
0° KGD?. 2020X-4T20S | @ | @ | KGD%.2020-C 20 | 12 20 | 125 - | 225
4 20 2525X-4T20S | @ | @ | KGD%.2525-C | KGD".-4T20-C | 25 7 | 116 ] 25 | 150 | 42.9 275|134 | 20 | 40 | 5.0
3232X-4T20S | @ | @ | KGD".3232-C 32 - 32 | 170 325
KGD?. 2020X-4T25S | @ | @ | KGD%.2020-C 20 | 12 20 | 130 22.5
25 2525X-4T25S | @ | @ | KGD%.2525-C | KGD".-4T25-C | 25 7 25 | 155 | 47.9 275 25
3232X-4T25S | @ | @ | KGD".3232-C 32 - 32 | 175 325
KGD%. 2020X-5T10S | @ | @ | KGD%.2020-C 20 | 12 20 | 115 22.0
10 2525X-5T10S | @ | @ | KGD¥.2525-C | KGD".-5T10-C | 25 7 25 | 140 | 32.9 270 10
5 3232X-5T10S | @ | @ | KGD".3232-C 32 - 32 | 160 32.0 44 50 | 60
KGD%. 2020X-5T25S | @ | @ | KGD%.2020-C 20 | 12 20 | 130 22.0
25 2525X-5T25S | @ | @ | KGD"/.2525-C | KGD%.-5T25-C| 25 7 25 | 155 | 479 270 25
3232X-5T25S | @ | @ | KGDY.3232-C 32 - 32 | 175 32.0
R 2020X-3T10S | @ | @ | KGDS%.2020-C 20 | 12 20 | 125
90 3 10 |KGDS". 2525X-3T10S | @ | @ | KGDSY.2525-C KGD'#-3T10-C 25 7 25 | 150 251 149.7 | - 24 | 10 | 3.0 | 40

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter.
2. The toolholder and blade Description are printed on the toolholder body. (Unit description is not printed.)
KGD-S: R-hand Blade for R-hand Toolholder, L-hand Blade for L-hand Toolholder.
KGDS-S: L-hand Blade for R-hand Toolholder, R-hand Blade for L-hand Toolholder.
Combination of the optional toolholder (KGD..-C) and blade (KGD..T..-C) (both separately sold) can make up the corresponding assembly part.
Make sure of the “hand of toolholder” and “hand of blade”.
3. Dimension T: Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum depth of groove made by the 2-corner insert will be 18 mm.)

@ : Std. Item
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Toolholders for Grooving and Cut-off @}

® Toolholder @ Spare Parts (Common with separate types)
KG D_S (0° separate type) * The parts are included in the toolholder.
Spare Parts
. . Clamp Bolt Fixing bolt
Std. |Dimension Wrench
Shape of 0° type Description Ui (for Insert Clamp) (for blade)
e hand Shown RILILIBIHI Description
N—
KGD? 2020-C (@ | @ |104/20|20 é
[22]
KGD"/++++ S BH6X10TR SB-60120TR LTW-25

2525-C (@ | @ (129)25|25

M

I Setting the blade (Separate type toolholder)
3232-C (@ | @ (149/32|32 1. Make air blow or other measures to completely eliminate

chips and dusts from the serration part (see Fig. 4).
2. Mate and fit the serrations of the blade and toolholder,

l, s
L

KGDS-S (90° separate type) and also fit the blade end to the toolholder.
3. Tighten the blade fixing screws at an appropriate torque
Std. |Dimension (Recommended tightening torque: 8N'm).You can
Shape of 90° type Description tighten them in any order.
R ohand Shown RIL|IL|BIH1 4. Set the insert after setting the blade.

I |m KGDS". 2020-C | @ | @ (122/20|20

2525-C (@ | @ |147|25|25 Serration

[H1]

® Blade
Std Di . Toolholder
Blade . imension
Shape of Blade Description
R-hand Shown RIL L T A
T KGD". -2T17-C|@® @ | 51.2 | 172 | 1.7
<l:&mb -3T10-C| @ | @ | 44.2 | 10.2
-3T120C|@ @ 532 | 202 >4 Insiziit elietenlp Lol
-4T10-C| @ @ | 44.2| 10.2
o oll= -4T20-C| @ @ | 54.2 | 20.2 | 3.4
N -4T725-C| @ | @[ 59.2 | 25.2
L -5T10-C| @ @ | 44.2 | 10.2
5T25.C]@ | @ | 59.2 | 252 | +* Blade

The blade end
should firmly fit
to the toolholder.

M Separate type Toolholder Identification
System and Their Setting to Lathe

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

Blade fixing bolt

Toolholder

Description of Toolholder Description of Clamp Bolt

11777

7

Description
of Blade

zZ.

Blade lot No.

Firmly fit
Toolpost of lathe

@ : Std. Item
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Recommended Cutting Condltlons/

@ Recommended Cutting Conditions (Vc)

Recommended Insert Grade (Vc :m/min) @
Workpiece Material Chipbreaker Cermet MEGACOAT Carbide g
TN9O PR1225 PR1215 GW15 &
Carbon Steel GM pAe * Yo }
(SxxC etc.) 100~220 80 ~ 200 | 100 ~ 200
Alloy Steel GL Y * ¥ _
(SCM etc.) CM 80 ~ 200 70 ~ 180 80 ~ 180
Stainless Steel PH PAd * PAe } =
(SUS304 etc.) GS 70 ~ 180 60 ~ 150 60 ~ 150 S
Cast Iron PM _ ) * } 8
(FCIFCD etc.) 100 ~ 200 ©
. *
Aluminum Gs - - - 200 ~ 500
*
Brass - - - 100 ~ 200
@ Recommended Cutting Conditions (Feed Rate / ap) * st Recommendation 7 : 2nd Recommendation (Workpiece Material : S50C)
Grooving Traversing
W W
: {
X —
©
2 Q
2 - (s s
2 = £
>
M In the graph m 8
f indicates the center O]
value of feed (f)
ol R E— T
2| g °
& | £ 5og e I
a|ls
s | £ 34 f W
o |3
5|5 <[
o
£ I N S
s 0.1 0.2 0.3 0.1 0.2 0.3 0.4
o Feed Rate f (mmirev) Feed Rate f (mmi/rev)
4.0
_| E s\ 30 —
3|5 ap
34 W]
ez (mm) 50
2 | 3 240
S | [ | || '
0] 0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mmirev) Feed Rate f (mm/rev)
2| =
R Y S I —
8 E * 2 mm width is not recommended
"_GC') = 2 [ 1 | ooy a 10— | | |
3 IS T I I B R e B
= 0.1 0.2 0.3 0.4
. 0.1 0.2 0.3 Feed Rate f |
o Feed Rate f (mm/rev) eed Rate f (mm/rev)

1) The above values are based on the condition that the dimension T of toolholder is 17 mm or less.
2) If the toolholder is not for the 8 mm width insert and its dimension T is over 17 mm, set the values for traversing

to less than 90% of those above.
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Recommended Cutting Condltlons/

Grooving Traversing
w f w

: w (
X
[
2 a
= :

f M in the graph indicates m

the center value of

feed (f)
~| E 3.0—
m )~ |
R I [ — w |l —
= .
S| g 3-ap— W . (""“)10
= | © o
S |
s ! ! ! ! ! |
= L [ [ | S 1
0.1 0.2 0.3 0.1 0.2 0.3 0.4 0.5
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
,-8\ —_—
S 2| E 0 [ W
1) = -
S 3 E 8 * Keep cutting (ap) less than the corner-R (rg).
o | z|§ 1 [ |
= | g 0.1 0.2 0.3
(7p]
O Feed Rate f (mm/rev)
b= P H
5|2 _
3
S|z I
= 0.1 0.2 0.3
=2

Feed Rate f (mm/rev)

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

@ CM Chipbreakers [Cutting amount (ap) in back copying]

@ Estimated maximum cutting amount (ap) in back copying

Max ap(ap : mm)
Description Toolholder part No.
KGD:---2T--- KGD----3T:-- KGD----4T--- KGD----5T--- KGD:----6T---
GDM  3020N-150R-CM 0.24 0.20 - - -
4020N-200R-CM - 0.24 0.20 - -
5020N-250R-CM - - 0.30 0.20 -
6020N-300R-CM - - - 0.30 0.25
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Guide for External Machining

/

M Guide for External Machining
® Point (1) (Traversing after Grooving)

1) Grooving Depth Over 0.5mm: At roughing (Refer to Fig. 1)
Before traversing, pull the tool back about 0.1mm after grooving, instead of

traversing subsequent to grooving.

(Failure to pull the tool back before traverse cutting will result in an unbalanced

load applied on only one side of the cutting edge.)

2)

relate a small load on the cutting edge.
(Dwell-motion is not necessary.)

® Point (1)

1) When widening the groove width (Refer to Fig. 3)
Apply the “Step Turning”.

2) Then perform finishing.
(For better chip control, over 0.5 mm ap is
recommended.)

Note) If machining is made toward the center but the center is

not pressed, lower the feed rate.

B Case Studies

17Cr3 (SCr420H) (Grooving)

‘Gear

Ve=113~164 m/min 10

«f=0.06 mm/rev

“Wet Elelolo

*GDM4020N-040GM 1
(PR1225) A4/

*KGDL2525X-3T10S

035

GM Chipbreaker

(PR1225)

Competitor K
(PVD Coated Carbide)

250 pcs/C

Grooving Depth under 0.5mm: At finishing (Refer to Fig. 2)
Traversing subsequent to grooving is possible because shallow groove depths

©

Before traversing, pull the tool
back about 0.1mm after grooving,
instead of traversing subsequent to
grooving. (Grooving Depth Over
0.5mm: At roughing)

Fig.1

Traversing subsequent to grooving
(Grooving Depth under 0.5mm: At
finishing)

Fig.2

20CrMo5 (SCM420) (Srevine

‘Gear

*Ve=170m/min

+f=0.15 mm/rev(Roughing)
0.10 mm/rev(Finishing)

-ap=0.2mm (Finishing)

‘Wet

*GDM4020N-040GM

(PR1215)
‘KGDR2525X-4T20S

73

GM Chipbreaker

(PR1215) 250 pcs il
Competitor L
(Raughing: PVD Coated Carbide) 200 pcs/C

(Finishing: Cermet)

Result

‘KGD type grooving toolholder + GM chipbreaker (PR1225) showed
6 times longer tool life than that of Competitor K.

+Good chip control without burned chips.

& - . )
L d .o &S e .
\D D = a )
Competitor K GM Chipbreaker

(Evaluation by the user)

Result

*GM chipbreaker reduced occurrence rate of tangle of chips (occurrence
rate 80% => 10%). The problem was persistent with Competitor L.
Machining productivity is improved.

Chips easily tangled  Competitor | (Finishing) Smooth chip control GM Chipbreaker (Finishing)

(Evaluation by the user)

|| Grooving % n
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Multi-Function / Grooving (Cut-Off)

B GMM / GMG
. . P [Carbon Steel / Alloy Steel O @
Classification of usage M |stainiess Steel D .
K |castiron @O =
@ : Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals P g
©): Continuous-Light Interruption / 2nd Choice S [Titanium Alloy ° 8
@ : Continuous / 1st Choice =
O : Continuous / 2nd Choice H Hard materials (under 40HRC) O e §
Hard materials (over 40HRC) _ _ %
Dimension (mm) | & 9% PWD 12
Insert Description (Pre\(ioy S : ) : (:g iaoate(gamf i G}
Description) Wirelm|Lln|S § § § § = x
R-hand shown FolalalalX
GMM 2420-020MW | GMM 2420-02 [2.4/0.2(1.9 ® 00 e e e HGHks
3020-020MW 302002 | 0.2, . o000 00
3020-040MW 3020-04 ~l04|” 00000
Shows GMM2420-02 4020-020MW 4020-02 ﬂ 0000 e G
/ﬁ " 4020-040MW 4020-04 14.0/04/33 .| .00 00 ®8e Gi7
: S 4020-080MW 4020-08 0.8 “ooeoeee G38
¢ L " 5020-040MW 5020-04 | 104] o000 00
S %CD 5020-080MW 5020-08 I o000 00
E@ 6020-040MW 6020-04 | 104/ ® 000 e e G
6020-080MW 6020-08 ~lo.sl™ 000 e e G37
P s 8030-080MW 8030-08 |8.0/0.8/6.0/30(55 |®/® ® ® ®G3665
g . . |GMM 3020-020MS |GMM 3020-02MS |, /10.2|, . o000 o 636
S p E—— 3020-040MS 3020-04MS |~ (0.4 eeoee o
B y A 4020-040MS 4020-04MS [4.0| [3.3/20 430000 @ o
o g:i;@ 5020-040MS 5020-04MS |5.0/0.44.2| o000 O
P g 6020-040MS 6020-04MS |6.0 2 o |o |@[G36637
GMG 3020-000MS | GMG 3020-00 10.0] o000 O
3020-020MS 3020-02 |3.0/0.2/2.3|20 43|00 @0 @
3020-040MS 3020-04 0.4 o000 o
2 e . e 4020-020MS 4020-02 10.2] o000 O ggg
f = 4020-040MS 4020-04 4.0/0.4/3.3/20 430000 @ .o
3 SN 4020-080MS 4020-08 0.8 o000 O
@:ﬁa 5020-040MS 5020-04 | 04] . | /0006 @
5020-080MS 5020-08 o8| “oeoe0e @
6020-040MS 6020-04 0.4 ® @ @ G36
e e e 6020-080MS 602008 |°008/°2|20 43 e @ |@ G37
GMG 2520-030MG |GMG 2520-03MG 2.5  |2.0| 00 e e e :Hs
_ 4 = e 3020-030MG 3020-03MG 3.0/0.3|2.3| o000 00 36
& §1L 3520-030MG 3520-03MG 3.5 28] 14 5 o000 00 637
el | 4020-040MG 4020-04MG 4.0, |3.3 Teee000 .
A e ij 5020-040MG 5020-04MG |5.00.4 4.2 o000 000
Sharp-Cutting Oriented 6020-040MG 6020-04MG 6.0 5. 00 (@0 @Gk
Groond Cmpbresker 8030-050MG 8030-05MG|8.0/0.5/6.0/30 |5.5|@|®| |®|® ®|G36G59
> s . = |GMM 3020-150R |GMM 3020-15R [3.0|1.5|2.3 00000 G
. i ce=S3> 4020-200R 4020-20R [4.0/2.0|3.3 000 e e G37
/ = 5020-250R 5020-25R |5.0|2.5|4.2 2043 00000 G38
M s PR Goping U7 ﬂ#ﬁ 6020-300R 6020-30R |6.0/3.0/5.2 ®/0® e e e0::ks
. . = |GMG 3020-150R |GMG 3020-15R |3.0/1.5/2.3 o0 O 0 ;¢
y i 4020-200R 4020-20R |4.0/20(33| | _|@/@| @ @ G37
oo | 5020-250R 5020-25R |5.0/2.5/4.2 T e e |e ©G38
Frocision Class @Itﬁ 6020-300R 6020-30R |6.0/3.0/5.2 o |® |ecnecy
_ g s = |GMG 3020-150RU |GMG 3020-15RU [3.0|1.5|2.3 e o o
/ EE 4020-200RU 4020-20RU [4.0/12.0|3.3|20|4.3| @ |®| |@ ggg
o Underosting @tﬁ 5020-250RU 5020-25RU (5.0(2.5|4.2 e o o
For recommended cutting conditions, see page @ G93
""" Insertsaresold @ :Std. ltem O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

I
in 10 piece boxes. :
)




Grooving / Plunge&Turn

B GMM / GMGA / FGG

| Grooving %

cl ificati f P |Carbon Steel / Alloy Steel Ol@
assirication or usage M |Stainless Steel PN E
K |Castlron P ke
@ : Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals Py E
() Continuous-Light Interruption / 2nd Choice S |Tianum Al ° 8
@ : Continuous / 1st Choice famm _oy ':
O : Continuous / 2nd Choice H Hard materials (under 40HRC) O @ ks
Hard materials (over 40HRC) %
’ ’ = 0§ PVD |8 ©
(Previous Dimension (mm) S |5 Bt 5 ?;
Insert Description o o|8[elgle| @
Description) W e | M L H %5&’ § S (14
R-hand shown ola|a|Xx
= S
' H
’ L ®% |IGMGA 6020-300R |GMGA 6020-30R | 6.0 | 3.0 | 4.3 | 20 | 43 @ G37
Sharp-Cutting Oriented / Precision Class !:! Im
Full-R/ Copying
= S
y b G37
& GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 | 30 | 5.5 ([ G39
‘Sharp-Cutting Oriented / Precision Class g!"_Y;-;=i I:JE
Full-R / Copying
3 4’_' g‘lﬁ s e
- Eine . GMM 3014-04 30/04 23|14 |43 0000
Chip Control Oriented ﬁ I:’f:a
M Class
= .
4/ ' 8 z
E . GMM 3014-15R 301523 | 14 |43 @@ |©@® G338
Chip Control Oriented / M Class Itﬁ
Full-R / Copying
J Q@/ GMM 3014-15RU 3015|123 | 14 [43| O e
Undercutting @ It@
Chip Control Oriented
%iﬁ:%[ FGG%. 3020-02 300223 o0 oo
e 4020-04 40|04 /33|20 |43 @@ @O G38
San=E— 5020-04 50|04 42 o0 oo

I Multi-Function Tool CERACUT Plunge & Turn Chipbreakers

@ Edge Preparation

For recommended cutting conditions, see page @ G91~G93

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only)

[ : Deleted from the next catalogue

Series Shape Features Chamfer + R-honed Chamfer + R-honed
a Corner-R(re) = 0.05 Sharp Corner
GMM-MW g%y | Excellent chip evacuation at Edge —— ;
' Grooving, Traversing, Cut-Off. Preparation J l ’
GMG-MG Low cutting force with ground !
) O, chipbreaker. MT Chipbreaker., CR9025 / PR915 PR930 / KW10
_ _ Chamfer + R-honed Sharp Edge
GMG-MS = | Grooving / Traversing / Cut-Off Corner-R(re) = 0.2-0.3 | Corner-R(re) = 0.2-0.3
GMM-MS \y operations are minimum cutting force Edge — " —
; at Positive Edge. Preparation -
P Small corner-R(re) and minimize the
GMM-MT = core which remains in the center of ‘ [
the face. TK Chipbreaker| CR9025/ PR915 PR930 / KW10
- R Honing Sharp Edge
GMM-TK - Largs comer-R(re) and stable Corner-R(re) = 0.05 Sharp Corner
- performance at cut off. Edge - —
Preparation
> Flat rake face and non-chipbreaker.
GMM-NB / It works well for brass. g ;
Withot Chipbreaker (-NB) CR9025 PR930 / KW10

L : Std. Item (L-hand Only)

« Sharp Edge Spec. can reduce cutting resistance 40% less than that of chamfer edge.

Inserts are sold
in 10 piece boxes.



Grooving / Cut-Off (Multi-Function)/

| Grooving %

e P | Steel c | @
. GMM / GMN Classification of usage M | Stainless Stee! @ _
@ : Continuous-Light Interruption / 1st Choi K] Castiron L g
(- : Continuous-Light Interruption / 2nd Choice N N.on_ferrous Metals ] §
@ : Continuous / 1st Choice i i A,Hoy L S
O : Continuous / 2nd Choice | H Hard materials (undef 40FIRC) ol® =
Hard materials (over 40HRC) S
cVD| PVD P
Dimension (mm) A?%Ie Cemet | Cuded | Ccoated Ei?ire- =
Catite | Carbide o
Insert Description ° g wlgle '&—)‘
Wir | M| L|H o8 |28 2 2 3
R-hand shown a (&) oo | X
0.0 L BN )
o ; GMM 1520-MT 1.5 0.05 1.2 °®
S s
3{: =3 2020-MT 20901 15 ® =
E 0 e 0.05 20 | 43| - .
0.0 ) [ BN )
_ 2520-MT 2.5 1.9
== 0.05 [ 2K )
. 0.0 [ BN )
o 3020-MT 30 [0.05| 23 )
g 0.0 o [ BN )
o g GMM 1520%.-MT-15D | 1.5 0.05 1.2 15 R
S s
ﬁﬁ@etag 2020%-MT-15D | 2.0 (20 1.5 15° o R LER
sia L re 0'0 20 | 4.3 e o
R/ 5 . )
— - Itﬁ 2520%/.-MT-15D | 2.5 0.05 1.9 15 ® R
arp- El::Oﬁriene R 0.0 ° . .
Shi umCh It;aggng‘et d/ 3020%.-MT-15D | 3.0 0.05 2.3 15 ® R
GMM 1520-NB 15 o8k 12 ® =
0, N re °
3#1:%( 2020-NB 20 20015 ° LA
” ; ~ hd -
/ L De 2520-NB 25 90119 el LEE
“ 0 ® 05 " o
Deep Grooving / Cut-Off 20-NB 3.0 0.0 23 . .
et oo 3020- 0 005 % °
-,
GMM 2020-TK 2.0 10.20| 1.5 o o o
~% 2520-TK 2510.201 19| 20 | 4.3 - [ BN BN BN )
3020-TK 3.0 10.25| 2.3 [ BN BN BN J
- G36
. o 6 G37
/ /,'L" 5& = GMM 2020%.-TK-8D 2.0 10.20| 1.5 R|R|R| G38
] 2l L e 2520%/.-TK-8D 251020 19| 20 | 43| 8° RIR|R|R
R -TK- R
oo It:ﬁ 3020%/.-TK-8D 3.00.25| 2.3 R| R | R
Stability-Oriented / With lead angle
8
= ég GMN 2-TK 2.0 |0.20| 1.8 o o o
P L &= 3-TK 3.00.25/ 23| 20 | 43 - ( BN BN BN )
. o
Cut-Off / Stability-oriented EE I‘:ﬁ 4 TK 40 030 33 . . ’
1-Edge
GM*. 2-TK-8D 2.0 /0.20| 1.8 R| R | R
- L y 3-TK-8D 3.0/025/ 23| 20 | 43| 8 RIR|R|R
Cut-Off / Stability-oriented gs e 4.010.30) 3.3 a
1-Edge / With lead angle
e S . GMN 2.2 2.2 10.17| 1.8 ( BN J o o
/ = s 3 3.0 10.20| 2.3 ( BN ) o o
/ = 4 40025 33|20 43| - |®@| @ oo
3 5 50|08 | 4.2 0O e LK
Deep Grooving / Cut-Off S Ii:ﬂ 6 6.0/ 08|52 e o o
1-Edge
Shows GMR2.2-8D / 15D
[==——x)
o GM%. 2.2-8D 2.2 10.17| 1.8 8° |R| @ (BN )
) = ){Kj\g 2.2-15D 2.2 |10.00| 1.8 15° R | @ [ BN )
< = —f= 3-4D 30/020(23|20 |43 4° | R | @ BN )
ﬁf L € 3-15D 3.0 0.20| 2.3 15° ]
1 4-4D 4.0 10.25| 3.3 4° [ J R
Cut-Off / Sharp-Cutting 9=
1-Edge / With lead angle

For recommended cutting conditions, see page @ G93

Inserts are sold 1 @ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)
in 10 piece boxes. : (] : Deleted from the next catalogue



CERACUT Plunge&Turn

e L P | Carbon Steel / Alloy Steel
. GMN Classification of usage M | Stainiess Stee! _
)
@ : Continuous-Light Interruption / 1st Choice S el S
- ; ) | N | Non-ferrous Metals [ ] _8
- Cont|nulous-L|ghtInterrupnon/ Zpd Choice S | Titanium Alloy °® <
@ : Continuous / 1st Choice - o
O : Continuous / 2nd Choice H Hard materials (under 40HRC) s
: Hard materials (over 40HRC) O [ ] S
()
Dimension (mm) A?Og)le CBN PCD &
o
Insert Description @ E 5 § g ;q;,'
Wi r M| L | H| 6 |z|2|z|a) |a
m m m o o
X X X X X
GMN 2 2002 18 ® 6 6 0 o
s 8 0.2 e o
™ ‘Y o 1
s % g 3 3.0 04 2.3 °® °® °
?v; e 0.2 ) ® @ | G37
L 4 4.0 04 33|20 |43 ° °® ° G38
I
— = tﬁ 50 2242 LE
S=2.9 04 [ ) [ ] [ )
) 0.2 [ ]
D :J-Sdge 9 6 6.0 0.4 52 e o o
For recommended cutting conditions, see page ® G91
B Available cutting diameter of KGM [
(For automatic lathe) / KGM-T type I O 2
. . . . . >
* There is a limit to available grooving depth depending \ 20 (¢ Available Groove Depth) 8
on the workpiece diameter. ! 15
[
‘ I
[
T L
! G
[
‘ When the workpiece diameter becomes large, the available
‘ ‘ cutting diameter becomes smaller due to interference with toolholder.
[
[
T e.9.) KGMR2525M-3T20+GMN3
@ KGM Available Cutting Diameter Table
Toolholder gD (Cutting Dia.)
KGM?. 0810K-1.5-125 | - - - - - - - - - - - - 10 | 14 | 16 | 32
10100-1.5-- - - - - - - - |2 |25 3[4 [60 | || .| o
12120-1.5--- - - - - 25 | 26 | 28 | 32 | 36 | 40 | 60 | 100
0810K-2-125 - - - - - - - - - - - - 10 | 14 | 16 | 32
10100-2-- - - - - - - - |20 [ 25 [ 32 [ 40 | 60
12120-2--- - - - -[25]26[28[5 | | .| .| o
1616(0-2--- 32 | 40 | 50 | 60 | 80 [ 100 | = |
10100-2.5--- - - - - - - - 20125 [ 32 [ 40 ] 60 | o | o | o | o
12120-2.5--+ - - - - [ 25 |26 | 28 | 32 | 36 | 40 | 60 | 100
1616(0-2.5--- 32 40 50 60 80 | 100 - - - - - -
16160-3--- 32 | 40 | 50 | 60 | 80 | 100
Available Grooving Deptht(mm) | 16 | 15 | 14 | 13 |125] 12 | 11 10 9 8 7 6 5 4 3 2 1

@ KGM-T Available Cutting Diameter Table (GMN, GM?. When using 1-edge insert)

Toolholder gD (Cutting Dia.)
KGMF/L 2012K-2T17
2020K-2T17 | - - - - - - - - 66 | 80 | 130 | 260
2525M-2T17
1616H-3T20 - - - - - 40 | 54 | 70 | 100 | 180
2012K-3T20
2020K-3T20
2525M-3T20 - - - - - 40 | 90 | 130 | 240 oo
2020K-4T20 = &
2525M-4T20 o
2525M-4T25
2525M-5T25 50 | 140 | 240
3232P-5T25 - - 50 | 280 | 600
2525M-6T30 | 100 | 300 | < oo oo
Available Grooving Deptht(mm) | 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |under13

@ : Std. Item O : Check Availability R : Std. Item (R-hand Onl L : Std. Item (L-hand Onl . R
y ( y) ( V) | CBN&PCD Inserts are !
L sold in 1 piece boxes. G35



External Grooving Toolholders

. KGM (For automatic lathe)

Width: 1.5~4.0mm

—T—

e Right-hand shown

H3

H3

—

{

‘H1

H1

KGM 161

=)

H2

L1

@ Toolholder Dimensions

G36

Cutting . . Width Spare Parts
Std- Tpjg, Dimension (mm) W(mm)|  Screw Wrench
Description ) @)
R|L|[@Dmax [H1=h| H2 |[H3 |H4 | B | L1 | L2 | F1 | A |MIN.|MAX. "
KGMF/ 1010JX-1.5 ®® 20 |10 3,810 18 | 94
1212JX-15 o0 25 12 2 4 10 12 120 205 114 12 {15/2.0 SE-40120TR LTW-15S
KGMF/L 1010JX-2 ®® 20 |10 3|8 |10 18 |9.15
12120x2 (@@ 25 |12 2 , |10 [ 12120 19 [1115] 17 2.0/3.0 SE-401207R LTW-185
1616JX-2 o® 32 |16 | - 9 | 16 24.5/15.15 SE-50125TR LTW-20
KGMF/ 1010JX-2.5 ®® 20 |10 3,810 18| 9
(@] - A
§ 1212JX-2.5 o0 25 12 2 4 10 | 12 |120(20.5| 11 |2.0|2.4|3.0 SE-40120TR LTW-15S
g 1616JX-2.5 ®® 32 |16 | - 9 | 16 25.5/ 15 SE-50125TR LTW-20
o KGM". 1616JX-3 ®® 32 16| - | 4 | 9 | 16 |120|25.5/14.8| 2.4 |3.0/4.0| SE-50125TR LTW-20
KGMF/ 1212F-1.5-85 |@ 25 (12| 2 | 4 |10 |12 85|19 |114|1.2|15|2.0| SE-40120TR LTW-15S
KGM". 1212F-2-85 o0 25 12| 2 4 |10 |12 | 85| 19 |1115] 1.7 |2.0|3.0 SE-40120TR LTW-15S
KGMF/. 1212F-25-85 @@® 25 |12 | 2 | 4 |10 12|85 |19 | 11 |2.0|2.4|3.0| SE-40120TR LTW-15S
B KGM Width: 3.0~8.0mm
T '
= @ )
=
— 5, L2 £
t p—— Y
© A e !
\ :T D] g T
! i \
A o =+ L1 R
e Right-hand shown = o
@ Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W (mm) — pr—
Description ] @)
R|L|Ht=h|H2|H3| B |L1|L2 |F1| A | T MIN. IMAX. "
KGM"™.L 1212H-3 @0 12 4 6 |12 100 10.8 3.0/3.0| SB-5TR - LTW-20 -
1616H-3 ® @ 16 7 |16 14.8
2020k3 (@@ 20| | 20[125 7 188 %4 ¥ | 130j40] - "KL
2525M-3 ® 0 25 25 [150 23.8 HH5X25
2020K-4 @ ® 20 20 [125 18.3 HH5X16
2525M-4 @ @25 ~ | 725|150 27 33 34|10 401501 - peos| 0 | DV
2020K-5 ® ® 20 20 [125 17.8 HH5X16
2525M-5 ®@® 25 - | 7 |25|150| 27 22.8/4.4| 10 5.0/6.0 - HH5X25 - LW-4
3232P-5 ® O 32 32 |170 29.8
2525M-8 ®® 25 75 25 [150 22.0
3232P.8 oe 32 . 10.5 32 1170 40 590 6.0| 25 8.0/8.0 - HH6X25 - LW-5
« Dimension T shows available grooving depth. ‘
+ 4.0mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder’s rigidity.
@ : Std. Item




CERACUT Plunge&Turn

B KGM-T (Deep Grooving Type) Width: 2.0~6.0mm
- T
. o .
n‘ L2 o
1 B/T‘ I
[ Y
Al T T
e Right-hand shown >
e Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W (mm) — Cr—
Description @)
RIL|H1=h)H2 |H3| B |L1|L2|F1| A | T MIN. [MAX. ‘é
KGM™. 2012K-2T17 (@ |@®| 20 12 |125 11.15 SB-5TR - LTW-20 -
2020K-2T17 (@ /@ 20| - | 7 |20 |125| 33 (19.151.7| 17 2.0/3.0 i HH5X16 i LWod
2525M-2T17 (@ @®| 25 25 1150 24.15 HH5X25
1616H-3T20 @ @®| 16 | 4 16 |100 14.8 - HH5X16 - Lw-4
2012K-3T20 (@ @®| 20 | - 12 |125 10.8 SB-5TR - LTW-20 -
2020K-3720 (@(®(20 - |’ |20|125 O 1gg 2 20 3040 e v E@
2525M-3T20 (@ @®| 25| - 25 1150 23.8 HH5X25 =)
2020K-4T20 (@ @| 20 20 [125| 36 [18.3 20 HH5X16 3
2525M-4T20 (@ @| 25| - |7.5| 25 |150| 36 [23.3/3.4| 20 4.0(5.0 - HH5X25 - LwW-4 e)
2525M-4T25 (@ @®| 25 25 [150| 41 23.3 25 o
2525M-5T25 (@ @| 25 25 1150 22.8 —_—
3232P-5T25 (@@ 32 | 8.5 32 1170 42 20 8 44|25 5.0/6.0 - HH5X25 - Lw-4
2525M-6T30 (@ @ 25| - |9.5| 25 |150| 45 22.4/5.2| 30 6.0/6.0 - HH5X25 - LW-4

+ Dimension T shows the distance from the Toolholder to the cutting edge. Refer to the Table (G35) for the relationship between the available Grooving Depth and the Cutting Dia.
* When using GMG / GMM type (2-Edge) insert, set the groove depth under 15mm.

@ Applicable Inserts
Applications | Grooving/ Traversing | Grooving/ Traversing | Grooving | Full-R / Copying | Full-R / Copying | Deep Grooving / Cut-ff | Deep Grooving / Cut-ff | Deep Grooving / Cut-off | Deep Grooving / Cut-ff | Deep Grooving/ Cut-off | Deep Grooving

Ref. Page G32 G32 G32 G32 G33 G34 G34 G34 G34 G34 G35
Mw M LM | MT NB TK TK CBN
Insert - S 4| MG . . _. - / PCD
Toolholder
GMMI1520.MT
3 GMM2020.MT | GMM1520.NB | GMM2020.7K | GMN2..TK
KGM'....1.5 - - - - - GMM1520%.MT | GMM2020..NB | GMM2020%.TK | GM#.2.. TK - -
GMM2020%.MT
GMM2020.MT GMM2020.TK GMN2
GUNZS20.MT | oo | GMM2S20.TK | GMIN2.TK | o3P
KGM....2(T) GMM2420.MW | GMG3020.MS | GMG2520. MG | GMG3020..R ] GUNB020.MT | St | GNA020.TK | GMNB.TK | e GMN2
Lewe GMM3020..MW | GMM3020.MS | GMG3020.MG | GMM3020.R GUM20207.MT | See 1 | GURO2OFL TK | GMY2.TK | ¥ | GMING
GMM2520%.MT N | oums207. TK | GM73. TK | G2
GMM3020%,.MT GMM3020%..TK .
GMM2520.MT GMM2520.TK
KGM"...2.5 GMIM2420.MW | GMG3020.MS | GMG2520. MG | GMG3020..R ) GMM3020.MT | GMM2520.NB | GMM3020.TK | GMN3..TK | GMN3
Leweles GMIM3020.MW | GMM3020.MS | GMG3020..MG | GMM3020..R GMM2520%..MT | GMMB3020..NB | GMM2520%..TK | GMPL3..TK |  GMPL3 GMN3
GMM3020%.MT GMM30207..TK
omes2o.ms| . o | GMG3020.R GMN3.TK| GMN3
KGMFL...3(T) | CUNS020.1w | GNGOZ0.NS gMgggngg GMM3020.R GUNSOZONT | | GUNGOZ0.TK | GMINA.TK | GMN4 GMN3
Lo Ghiboz0. M | GMG4020.S | SHCSE20-E | GGao20. R - GMM3020%.MT -NB | GMM3020%.TK | GMAL3..TK | GM#L3 GMN4
GMM4020.Ms | CMC4020-MG | Gynano0. R GM%4.TK | GM%.4
GMG4020..MS GMG4020.R GMN4
KGMPL...4(T) | CVNHO0.MW | GUNAC0. S | GMGA020.MG | GMM4020.R _ ) ) _ GMN4.TK | 2o GMN4
GMM5020. MW | GMG5020..MS | GMG5020..MG | GMG5020.R GMY%4.TK | Sumia GMNS5
GMM5020.MS GMMS5020..R
GMG5020..MS GMG5020.R
R GMM5020. MW | GMM5020..MS | GMG5020..MG | GMM5020.R GMNS5 GMNS5
KGML...5(T) | cyiiaoz0 M | GMG020.MS | GMGBO20, MG | GMG6020. R [CMGABO0.R| - - - - GMN6 | GMN6
GMMB020.MS GMMB020. R
R GMG6020..MS GMG6020.R
KGM*/...6T GMMBO20.MW | 2 o0 s | GMGBO20.MG | 2 ' | GMGAB020.R - - - - GMN6 GMN6
KGM*/...8 GMMB030. MW - GMG8030.MG - GMGA8030..R - - - - - -

[+ If using a full-R insert, you need to modify the comer of insert adapter part (dimension A) of toolholder.| For recommended cutting conditions, see page & G93
For recommended cutting conditions of CBN / PCD, see page & G91

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G37



External Grooving (External / Face Grooving) TooIhoIders/

H KGMM
w ;‘ L—/@ [aa}
Y
g L2 ™
] & wiw > T
-~ . A
o) *- i
‘ { = i
Tee T
e Right-hand shown
B KGMS
) I -
e @ om|
<l'—> @ '—yfw W .
,,,,,,, L 5° A»t—&T_? %3
I<— ] <~
© T HEEE 5
@ e Right-hand shown [« ) L1
o @ Toolholder Dimensions
£ . . Width Spare Parts
>
g Std. Dimension (mm) W (mm) E— pr—
o Description ,&),
R|L[Hi=hj|H2 | H3 | B |L1|L2 |F1|F2| T MIN [MAX ‘é

KGMM". 1212H-3 O0|12 ]| 4 5 12 100 10.8 SB-5TR - LTW-20 -

1616H-3 16 16 14.8 - -

O[O 25 - 4.8 3.0/5.0 HH5X16
2020K-3 00 20 - 6 20 |125 18.8 - - Lw-4
2525M-3 00 25 25 150 23.8 - HH5X25 -

KGMS*. 1212H-3 O|0[12 | 4 5 12 100 17 15 3.0|3.0| SB-5TR - LTW-20 -
1616H-3 Q0| 16 16 17 21.5 48 GS-50 - - LW-3
2020K-3 ®® 20 - 6 20 |125 25, |7 3.0/5.0 - HH5X16 - LW
2525M-3 00 25 25 [150 30 - HH5X25 -

. . \ Dimension T shows available grooving depth. (See the table G39 for Face Grooving ) \

@ Applicable Inserts [External Grooving]

Applications  [Grooving/Ti ing| Grooving / Ti i Grooving Full-R / Copying Grooving Grooving Grooving Grooving Grooving Grooving
Ref. Page G32,G33 G32 G32 G32 G34 G34 G34 G34 G34 G35
MW MS . | MG MT NB TK TK CBN
insert ~ o ; P - ” P PO
Toolholder
KGMS%.1212H-3 | GMM3014.. - - GMM3014..R - - - - - N
GMG3020..MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMM¥....3  |CMM3020.MWiGyic4090 MS|GMG3520.MG|GMG4020. R GMN3.TK | SMN3 GMN3
KGMS*?....3 gmmggggmw GMM4020..MS|GMG4020..MG|GMM4020..R GMMB3020..MT| GMM3020..NB| GMM3020..TK GMN4..TK gmsg gmsg
” GMG5020..MS|GMG5020..MG| GMG5020..R
GMM5020..MS GMM5020..R
@ Applicable Inserts [Face Grooving]
Applications  [Grooving / Traversing| Grooving / Traversing| Grooving / Traversing | Grooving / Traversing Grooving Full-R / Copying Grooving Grooving Grooving Grooving
Ref. Page G33 G32,G33 G32 G32 G32 G32 G34 G34 G34 G34,G35
Insert = Mw . MS o | MG MT NB TK o /
Toolholder
KGMS".1212H-3 - GMM3014..RU - - - - } 3 ) )
GMG3020..MS GMG3020..R GMN3
KGMM...3  |FGGY.3020. | GMG3020.RU|GMM3020. M| Shataa 201 SMG3020. MG GINS020. R GMN4
FGG™4020..| GMG4020..RU |GMM4020..MW . . " 5|GMM3020..MT|GMM3020..NB| GMM3020..TK GMN5
KGMS#....3  |FGGH5020.. GMG5020.RU| GMMS5020. My |SMM4020.MS|GMGA020. MG GMM4020..R GMN3.TK
v ” " GMG5020..MS|GMG5020..MG|GMG5020..R GMN4"TK
GMM5020..MS GMM5020..R -

For recommended cutting conditions, see page @ G93
For recommended cutting conditions of CBN / PCD, see page & G91

@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G38



CERACUT Plunge&Turn

@ Selection of Insert & Toolholder (Face Grooving) @ Min. Cutting Dia. (Face Grooving)
@ Case of KGMM ® KGMM / KGMS (Common)
Toolholder| L-hand Toolholder| R-hand t - Grooving Depth
Insert L-hand Insert R-hand
§ 5 . Min. Grooving Dia.
Description @Dmin t
Toolholder| R-hand Toolholder GMG / GMM3020- OO[][]
Insert L-hand Insert GMG / GMM4020- OO 1] 2100 4.8
GMG / GMM5020- OO 1]
T FGG.3020-02 222 4.3
! FGG".4020-04 228 48
B FGG".5020-04 230 )
T GMG3020-150RU 222 4.3
| GMG4020-200RU 228 4.8
GMG5020-250RU 230 )

® Case of KGMS

Toolholder| R-hand Toolholder| L-hand
Insert L-hand Insert R-hand

| Grooving %

A > A
— Sy m
oy @
’ ?
L2 |
N Emi
< T
L1
o Right-hand shown
@ Toolholder Dimensions
. . Edge Width Spare Parts
Std. Dimension (mm
(i) W (mm) Wrench
Description
R|L{HI=hfH3| B |L1|L2 |F1| T MIN.|MAX.
KGMU%.  2020K 00 20 20 |125|,, ~123.6 5.0 | HH5X16
. . . ’ LW-4
2525M 00 25 ° [25150°%%36 "8 3-016.0) HHsx25
» Dimension T shows the distance from the Toolholder to the cutting edge. See the table Dimension F1 shows at GMM5020-RU. ( ) indicates external grooving inserts when installed.
below for the available Grooving Depth.
@ Applicable Insert 9 Undercut Depth t
Applications | Undercutting Undercut Depth Disg?rgﬁee &r]gmg?:oeface
Description .
Ref. Page G32 p t (mm) ap (mm)
Shape ‘/ olz GMG3020-15RU 3.5 1.8
Toolholder ; °'2 | GMG4020-20RU 4.0 1.9
KGMU?L 2020K |GMG3020.RU GMG5020-25RU 4.5 2.1
2525M GMG4020..RU * In case of undercutting for the diameter over 100mm,
GMG5020..RU external grooving inserts
« External grooving inserts (grooving width 3mm~6mm) will be attached. GMG OO 20- OO, GMM OO 20- OO,
(In case of using GMGOO20-O0, GMMOO20-O000, GMNO insert) GMN O are also available.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G39



| Grooving %

G40

For Aliminum Wheel External Grooving

. KGMW (External / Facing / Copying)

CERACUT Plunge&Turn

-
o @ o
=
L2 %
[ ] T -
A L3 g
e Right-hand shown Ll
@ Toolholder Dimensions
Std. Dimension (mm) s:eevare Pevr::nch
- S
Description 5) Applicable Inserts
P R|LI|Heh | H2| H3| B | L1 2|13 F1 | A | T / PRt
KGMW?L 252511-6 | @ | @ | o | 13 l10.3| 25 | 150 40 | 55 |22 | ** | o CMOWE030-30R
2525M-8 | @ @ ' o | 6 HHBX25 LW-S ™ GyGwe030-40R
GMGW8030-40R-HR
@ Applicable Inserts
Dimension (mm) No. of PCD
Shape Description )
W | re | L | H | M| s | Edge | kprboo1
) | GMGW 6030-30R | 6 & 3 5 45| 1 [
' . 30 | 55
/ ﬁ:: Il:@ 8030-40R 8 4 6 6 1 o
1k
. s GMGW 8030-40R-HR 8 4 30 | 5.5 6 5 1 {
=

* GMGW insert is exclusively used for KGMW type / KIGMW type toolholder. It cannot be used for other toolholder because of its different installation angle.
*« GMGW inserts Edge Preparation: R-honed Cutting Edge.

¥ Recommended Cutting Conditions

Insert Grade (Vc: m/min)

PCD @ f at Grooving (mm/rev)
Workpiece Material @ f at Traversing (mm/rev)
KPD001 ® ap at Traversing (mm)
D 0.05~0.3 mmirev
Aluminum 150~2700 ©0.2~0.8 mmirev
® MAX.3 mm

% : 1st Recommendation

@ : Std. Item O : Check Availability R : Std. Item (R-hand Only)

L : Std. Item (L-hand Only)




Summary of Internal Grooving

/

B Small Dia. Internal Grooving ¢ 4 ~ (G43 ~ G45)

2-Edge Tip-Bar & System Tip-Bar

lﬂi

M Internal Grooving @ 8 ~ (G46 ~ G56)

@ Shallow Grooving

Type HPG
Min.Bore Dia. d4~p7
Width (mm) 10~ 2.0 -
Groow;zfl-l)sz:le(mm) 1.0G4f.0 2-Edge Tip-Bar
Type VNG
Min.Bore Dia. p4~p7
Width (mm) 1.0~20 J
Grooving Depth (mm) 0.8~2.0 i
Ref. Page G43 System Tip-bars
2-Edge 2-Edge
Type SIGE N
Min.Bore Dia.| ¢ 8~q 12 = -
Width (mm) | 1.0~3.0
Grooving Depth (mm)] 1.5~ 2.2
Ref. Page G48 Ground Chipbreaker Ground Chipbreaker
L Full-R
Type GIV 1-Edge 2- Edge 2- Edge
Min.Bore Dia.| ¢ 12 ~¢ 40
Width (mm) | 1.0~5.0 \/
Grooving Depth (mm)| 1.7 ~ 6.3
Ref. Page G52 Ground Chipbreaker Ground Chipbreaker ~ Ground Chipbreaker
Full-R
Type SIGE
Min.Bore Dia.| ¢ 14 ~¢ 40
Width (mm) | 10~5.0
Grooving Depth (mm), 2.5~ 6.5
Ref. Page G48 Molded Chipbreaker ~ Ground Chipbreaker ~ Ground Chipbreaker
\_ Full-R Y,
( r N
Type KIGBA _ -4
Min.Bore Dia.| ¢ 35 ~@ 40
Width (mm) | 0.33~4.8 S 2 @o ﬁ
Grooving Depth (mm)] 0.8 ~ 2.8 = hJJ e
Ref. Page G55 Ground Chipbreaker ~ Ground Chipbreaker MY Chipbreaker
L Full-R y,
Type KITG & *KITG will be switched
Min.Bore Dia.| ¢ 35 ~@ 45 to KIGBA.
Width (mm) | 0.75~4.5
Grooving Depth (mm)] 2.0 ~ 2.5
Ref. Page G56 Ground Chipbreaker

|| Grooving Eﬁ n

G41



Summary of Internal Grooving -

® Deep Grooving (G57, G60)

|| Grooving %

G42

)
Type KGIA
Min.Bore Dia. ¢ 32 ~¢ 66
Width (mm) 3.0~5.0 -
Grooving Depth (mm) 10~ 15
Ref. Page G60 Molded Chipbreaker
~—
)
Type KIGH
Min.Bore Dia. ¢ 45~¢ 65
Width (mm) 4.0~8.0
Grooving Depth (mm) 12
Ref. Page G57 Ground Chipbreaker
Molded Chipbreaker
~—
M Internal Grooving & Traversing @20 ~ (Gs8, G59)
CERACUT Plunge & Turn
Type KIGM-V
Min.Bore Dia. @ 20~¢ 40
Width (mm) 3.0~5.0
Grooving Depth (mm) 55~ 110 Molded Chipbreaker
Ref. Page G58
Molded Chipbreaker
Full-R
Type KIGM-8 ( h
Min.Bore Dia. ¢ 65
|| Width (mm) 8.0
Grooving Depth (mm) 20
Ref. Page G59
Molded Chipbreaker
Ground Chipbreaker
Type KIGMU-8
Min.Bore Dia. ¢ 65
Width (mm) 8.0 .
Grooving Depth (mm) 22 GroundFin_lgbreaker
Ref. Page G59




System Tip-Bar for Micro Internal Grooving [Solid]

M VNG
L2 1
77, B o
\ 2 o %%
I e /-r\ o
' PE - ;
W=0.03 (Edge enlarged) Ji T [ I
e Right-hand shown
Classification of P | Carbon Steel / Alloy Steel ()
assflication ot usage M | Stainless Steel O
@ : Continuous / 1st Choice [ K| Cast Iron Y 5
O : Continuous / 2nd Choice [ N | Non-ferrous Metals %
S | Titanium Alloy <
: . Hard materials (under 40HRC) [ ] 8
@ Insert Dimensions H Hard materials (over 40HRC) |:
Cutting Dimension (mm) % Coated [2| PCD =
Dia. Q| Carbide | S o
Description —— w E@
oL Qoo o
© M~ D= o
oA w re oD H L1 L2 | L3 | L4 F T o@&@;oc
Flaolaja|x S o
c
VNGR 0410-11 1.0 =
o
0420-11 4] 20 35| 08 8
308 | 1 0.1 15
0510-11 5 1.0 a4 | 10
0520-11 2.0 0.05 i 39 ) :
0610-20 6 1.0 ' ' 5o | 18
0620-20 2.0 : :
39.8 | 20 0.3
0710-20 7 1.0 62 | 20 O F16
0720-20 2.0 : 1O F17
VNGR 0410-11NB 1.0
0420-11NB | * | 20 w0 | 11 I el s F18
0510-11NB 5 1.0 ' ’ a4 | 10
0520-11NB 2.0 0.05 i 3.9 ) :
0610-20NB 6 1.0 ' ' 5o | 18
0620-20NB 2.0 08| 20 03 :
0710-20NB 7 1.0 ' ) 62 | 20
0720-20NB 2.0 ’ ’

[+ Dimension T shows available grooving depth. |
» Dimension L4 indicates the cutting edge is above the Tool's Center Position.

¥ Recommended Cutting Conditions

Recommended Insert Grade (Cutting Speed: mimin)
Cermet | PVD Coated Carbide | Carbide| VNG04 | VNG0B
Workpiece Material o [ o | o |/NG05 VNGO7|Remarks
o
8| E| 8|8
L o o X f (mm/rev)
Carbon Steel / Alloy Steel | o0 20| 30 %500 | 30 Xioo ~0.03|~0.05
Coolant
Stainless Steel |50 % 00| 3070 | 30%e0 ~0.02|~0.03] "
Non-ferrous Metals ~§JO ~0.05|~0.08

% : 1st Recommendation ¥t : 2nd Recommendation

@ : Std. Item O : Check Availability e _S ______ A lerms [V e ) PSS ST ]
ystem Tip-Bars (VNG) are ,!| CBN & PCD Inserts are sold ,

R : Std. Item (R-hand Only) L : Std. Item (L-hand Only) | : f ) . . 1

[] : Deleted from the next catalogue (O _st_)l_d_l[l_S_p_l(_eEe_lggx_e_s._ ) S _lrl_1_|2l§t_:e_ I_ac_»fe_s_. ) G43



2-Edge Tip-Bar for Micro Internal Grooving HPG / PSG-S

. HPG (Small Dia. Internal Grooving)

[

Solid]

P

Grooving

! 4 1
( % L J— 4‘7 — >~ I —— gfffszL -
. W
o & W @ L2 L1 .
Detail of Edge S L3
— 7777\
® R-hand Shown
@ Tip-Bars Dimensions
Min.Bore Dia. Dimension (mm) PVD Coated Carbide| Carbide
Description PR930 KW10
£ oA W0 re | oD | H L1 L2 | L3 | L4 F T
R L R L
HPG". 0404-10 1 e ©o o
— ] 4 4 3.35 60 15 3.65 1
0404-20 2 g e o o
0505-10 1 e o o
— 5 5 4.3 4.55 15
0505-20 2 +0 e o o
-0.02 70 20 0
0606-10 1 0.05 e o o
— 6 6 5.2 5.5
0606-20 2 10 5 e o o
0707-10 1 e o o
S — 7 7 6.2 80 25 6.45
0707-20 2 e o o
| ‘Dimension T shows available grooving depth.|
@ Description Table for Tip-Bars and Applicable Sleeves @Recommended Cutting Conditions
Recomr?\clended/ In§e;t Grade HPGY.04 HPGY.06
Tio-Bar Applicable Sleeves . . ¢ m/min
Des?:ription @G45 Workpiece Material  [opogescatce] carvide | HPG705 | HPGU.07 | Remarks
PR930 | Kw10 Feed Rate (mm/rev)
HPG". 0404--- PSH 04---- Catoontel Aoy sis(C45 Co )| o K ~0.03 ~0.05
0505--- 05----- * 0.02 0.03 Coolant
Stainless Steel(SUS304 et ~0. ~0.
0606--- 06— ainless Steel( efc) 30~80
0707--- 07----- Non-ferrous Metals (Aluminum / Brass) 300 ~0.05 ~0.08

B PSG-S (Tip-Bars)

% :1st Recommendation  ¥¢:2nd Recommendation

This insert will be switched to HPG Type (2-Edge).

® R-hand Shown

} ._I
Qo

w .

© 2" 12

L3

]

@ Tip-Bars Dimensions

. B PWD | o
pLOETE Dimension (mm) €| coated | 2| L@
Dia. 3] S| @ oo J
L O | Carbide | O o8 S
Description T LD
= 8 |g 23g
®A W= C [ ¢D| H L1 L2 | L3 |4 F T |8 & 2| 8I°
O 2 x
(= o
PSG. 0510-60S 1.0 | 0.05 ]
0520-60S 5 20 | 04 3.8 | 3.6 60 15 o 0.1 | 186 | 15 0
0610-70S 1.0 | 0.05 O O O
0620-70S 6 20 01 |48 447020 236 O O 10 pgo
0710-70S 1.0 | 0.05 O O O
0720-70S 7 50 | 01 58 | 5.2 70 20 o 03 | 286 | 2.0 Ol O 10
0810-80S 1.0 | 0.05 O O O
0820-80S 8 20 | 04 6.8 | 6.2 80 25 3.38 O O 0

- Dimension T shows available grooving depth.‘

- Dimension L4 indicates the cutting edge is above the Tool's Center Position.

Recommended Cutting Conditions ® G89

@ : Std. Item

[ : Deleted from the next catalogue



@ Applicable Sleeve

L1
L2 H
& o=
w LR LR") e >,
s pe—F B\ ] ®
(Tip-Bar installation side) Fig.1 (Tip-Bar installation side) Fig.2 (Tip-Bar installation side) Fig.3
. . Spare Parts Ref. Page for
Dimension (mm) 2 Screw Wrench Applicable | 2-Edge Tip-Bar
Description =z 2 S Machine Ref. Page for
‘odt| oDt { D2 | 02| H L1 L2 |3 | &5 | (& Manufactuer |[ other2-Edge
Tip-Bar
PSH 0412-80 @ 4 5
0512-80 ® 5
12 | 16 11 180 | 20 - |Fig.1| HS4x4P LW-2
0612-80 @ 6 o
0712-80 @ 7
(General use)
PSH 0416-100 @ 4 6
0516-100 ® 5 . E@
16 - 15 (100 | - - |Fig.2| HS4x4P LW-2
0616-100 ® 6 6
0716-100 @ 7 2
PSH 0420-120 ® 4 Amada Wasino 3
0520-120 ® s ® ° lizen o 5
20 |17.5 19 [120| 20 —— Fig.3| HS4x4P Lw-p |Cltizen machinery .
0620-120 @ s o s Precision Tsugami Grooving
. Miyano (HPG)
0720-120 @ 7 (General use) = G44
PSH 0425.0-135 @ 4 6 9.5 Amada Wasino
0525.0-135 @ 5 T Eguro
25 | 18 24 | 135| 23 — Fig.3| HS4x4P LW-2 Precision Tsugami
0625.0-135 ® o 8 8 Miyano Boring
07250135 @ 7 (General use) | (HPB)=F22
PSH 0419-120 @ 4 6 9 Back Boring
0519-120 ® | 5 |1905 _ (HPBT) = F22
075) 17.5 18 [120| 20 — Fig.3| HS4x4P LW-2
0619-120 ® 6 |0 8 75 Face Grooving
0719-120 @ 7 Citizen (HPFG) = G65
PSH 0425-120 @ 4 Machinery .
0525-120 ® s ° % iy
254 4q 244|120 | 23 —{Fig.3| HS4x4P LW-2 (HPT)= J24
0625-120 @ 6 (1 8 8 ) —— 4
0725-120 @ 7
PSH 0422-135 @ 4 5 o5
0522-135 5 ' .
bd 22 | 18 21 |135| 22 ——Fig.3| HS4x4P Lwp | StarMicronics
0622-135 ® o6 8 o Nomura VTC
0722-135 ® 7
PSH 0423-120 @ 4 5 o5
0523-120 ® 5 T
23 | 18 22 |120| 22 — Fig.3| HS4x4P LW-2 Nomura VTC
0623-120 ® 6 8 8
0723-120 ® 7

*: Length of @d1...20mm (PSH04)
...25mm (PSH05, PSH06, PSHO7)
+» Choose sleeves (gd1) to meet with gD dimension of Tip-Bar.
+ Names of machine builders are listed in the order of the Japanese syllabary with omitted titles of respect.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G45



| Grooving %

Internal Grooving SIGE

M Applicable Inserts oy | P ]Carbon Steet Aoy steel ®
mm -
Description A L H od M Stainless Steel hd Classification of usage |
GE%...-A 6.69 65 258 25 K |CastIron © @ : Light Ineruption / 15t Choice | &
gss---ﬂ;R N |Non-ferrous Metals @ | ™ Light Interruption / 2nd Choice e
GERL_'.._..-BR 8.46 8.2 3.18 2.7 S |Titanium Alloy CNELE Contlinuous/1st Chgice E
GER...-CM 5.8 11.48 4.05 238 Hard materials (under 40HRC) o O : Continuous / 2nd Choice S
GER...-DM 6.8 16.44 5.05 3.4 H =
GER....EM 9.54 21.66 5.55 4.4 Hard materials (over 40HRC) )
©
Dimension (mm) |Cermet g?{_z%g Carbide ~
(=] wn . Q
e S|l a|©v | e Applicable 14
Insert Description wielclrel 8512 8 Toolholder
= o o <
R-hand shown RILIRILIRILIRTL
GE"L 100-005A 1.00 ®00ee [ JL
120-005A 1.20 0050 ©®®e ( JLJ N
125-005A 125/15/1.8 |@/@/®® 20 g:ggﬁjt:"m g:g
150-010A 1.50 o400 ee LI
200-010A 2.00 90 0ee ( JL
GE"L 100-005B 1.00 ®00ee ( L J
120-005B 1.20 0050 ©®©®e ( JLJ
125-005B 1.25 ®00ee [ JL SIGE...B-EH G48
145-010B 1.45 000 o0 iy
150-010B 150 22|26 01leeee o0 SIGE"....B-WH G49
2 - . SIGER...B-WH-90 | G50
200-010B 2.00 o0 0o ( JLJ
250-020B 2.50 0.2 ®00e [ JL
300-020B 3.00 90 0e ( JLJ
GER 100-050AR 1.00 1518 0.5 o [ J SIGER...A-EH G48
200-100AR  |2.00 1.0 ° ° SIGER..A-WH /G49
GER 100-050BR 1.00 0.5 @ [ ) SIGER...B-EH
22|26 SIGER...B-WH
200-100BR  |2.00 1.0 (]  J SIGER...B-WH-90
G48
GER 150-010CM 1.50 01 (] G49
200-010CM__ [2.00 ' ) SIGER..C-EH G50
250-020CM 250(2.5|2.7 ® SIGER...C-WH
300-020CM  |3.00 0.2 [ SIGER...C-WH-90
350-020CM 3.50 (]
GER 150-010DM 1.50(3.0 01 o
200-010DM 2.00 ' [ J
230-020DM 2.30(3.2 [ J
250-020DM  |2.50 4.8 (J SIGER...D-EH
s 300-0200M _|3.00 02| | |®
H 350-020DM 350145 [ J
400-020DM 4.00 [ J
GER 150-010EM 1.50(3.0 0.1 o G48
200-010EM  |2.00|3.2 ' (]
CErat osoew400-b200 250-020EM  |2.50 45 d
2:3'3223 ggg 6.8 : SIGER...E-EH
= - 155 0.2
400-020EM 4.00 [ J
u 450-020EM 450 65 [ J
Molde§ -gr?igf)reaker %Eg%gsgi.%géngggzégéém 500 '020 E M 5 00 ’ .
| « Dimension B: shows available grooving depth.l For recommended cutting conditions, see page ® G51
@ Comparison of Chip evacuation (Molded Chipbreaker) @ Comparison of Chip evacuation (Min. Bore Dia.: 28)
15CrMo4 (SCM415 (Mini Bore Dia. 216 15CrMod (JIS:SCM415) )
— f (mmlrev) ( (Minimum Bore Dia. 216)) Evaluation ~ f (mmirev) EvalvEien
Description 0.05 0.07 0.1 Description 0.02
SIGERIBIZCEH | @ o : N Good Chip | |SIGER080BA-EH| @ ¢ = 1
GER300-020CM(PR1025) o O | 9 /S | control GER200-010A LIZRPP
Competitor A i ) , (PR1025) ~ER
Compeor W A B g | e |engre &~
: e & . D v Competitor C & '€ x
Competitor B S e @ ‘_..._ / Unstable chip control Width: 2mm | ® .
Width: 3mm {/__&‘a/‘ e @ and biting = Chipping

[Vc =100m/min, ap=2.0mm, Wet] (Internal evaluation) [Ve=50m/min, ap=1.25mm, Wet] (Internal evaluation)

. Inserts are sold | @ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G46 i in10 piece boxes. |



. Appllcable Inserts P [Carbon Steel / Alloy Steel )
D i A L H mm) M Staniess S0 hd Classification of usage )
escription [%] sification of u
GER/L__C K |Cast Iron o @ : Light Inferrupion /st Ch?)ice %
e 5.8 11.48 4.05 2.8 N |Non-ferrous Metals o () Light Interruption / 2nd Choice %
SETPE S [Titanium Alloy Y o Contlinuous/ 1st ChoiFe ©
GER..-DR 6.8 16.44 5.05 3.4 Hard materials (under 40HRC) [ © + Continuous  2nd Choice §
GE*L...-E 9.54 21.66 5.55 4.4 : Hard materials (over 40HRC) o)
Dimension (mm) |Cermet ggé%‘; Carbide E(I:
=) 7] : S
Insert Description § § g g ?ggmgfr &
W| B |C|re gl x| o | ¥
R-hand shown RILIRTLIRTLIRTL
GE"L 100-005C 1.00 o000 0o
120-005C 1.20 0.05 [ ) 00
125-005C 1.25 70000 e e
140-005C 1.40 o o000
145-010C 145 00000
150-010C 1.50 o0 0000 SIGE%....C-EH  |G48
170-010C 170/2.5(2.7 0.1 o o000 SIGE%....C-WH |G49
185-010C 1.85 "o eoee SIGER...C-WH-90 | G50
195-010C 1.95 o 00
200-010C 2.00 00000
250-020C 2.50 000000
300-020C 3.00 0200000 e
2-Edge 350-020C 3.50 oe0000 2
GE%. 100-005D 1.00 0.05 000000 3
140-005D 1.40]2.5 Vo |oele® e
1450100 |145 DO0000 ©
150-010D 1.50 00000 —
170-010D 1.70 3.0 ® o000
185-010D 1.85| 0.10|@ 00
195-010D 1.95 o 00
200-010D 2.00 o0 0000
225-010D 2.25 4.8 [ ) 00 SIGE"/....D-EH
230-020D 2.30 392 00000
250-020D 250 00000
275-020D 2.75 [ ) 00
280-020D 2.80 0.20 [ ) 00
y 300-020D 3.00 700000 ee
. 330-020D 3.30 45 o o000
350-020D 3.50| 0000
400-020D 4.00 00000
GE"L 100-005E 1.00| 2.5 005000 e e e G48
150-010E 1.50 0000
170-010E 1.70 30 o 00
. A 185-010E 1.85] )
195-010E 1.95 e 00
S 200-010E |20 00000
225-010E 2.25(3.2 o 00
230-020E 2.30 00000
250-020E 2.50 00000
275-020E 2.75 6.8 o o0 e SIGE"....E-EH
280-020E 2.80(4.5 o 00
300-020E 3.00 000000
330-020E 3.30 0.2 [ ) 00
350-020E 3.50 9000 ee
400-020E 4.00|5.5 00000
430-020E 4.30 o @00
450-020E 4.50 0000
460-020E 460/6.5 o 00
2-Edge 500-020E 5.00 00000
GER 200-100CR 2.00 1.0 o o SIGER...C-EH G48
. 250-125CR 2.50(2.5|2.7|1.25 e o SIGER...C-WH  |G49
300-150CR  |3.00 15 e | SIGER...C-WH-90 G50
GER 200-100DR 2.00/3.2 1.0 o [ )
Ful-R = 300-150DR  [3.00|4.5 4.8 15 o (@ SIGER...D-EH G438
[+ Dimension B: shows available grooving depth. | For recommended cutting conditions, see page @ G51

@ : Std. Item O : Check Availability R : Std. It - : Std. L-hand Onl ]
y em (R-hand Only) L: Std. Item (L-hand Only) : . Insert_s are sold 1
L in 10 piece boxes. 1 G47



| Grooving @

G48

Internal Grooving SIGE -

M SIGE-EH Excellent Bar (with Coolant Hole)

Coolant Hole (ed) v ‘“‘\20 Coolant Hole (ad)
= 14 81 Fig.1 . g Fig.2
Coolant Hole (ad) Coolant Hole (ad)
-9 Figa
1612C-EH shank is 3 face cut
Coolant Hole (ad) type (top, bottom and one side)
———-Q| Fios
Coolant Hole (ad)
& O Fab
H
o Right-hand Shown R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.
Min. Spare Parts
Std. [Cuttin Dimension (mm o
L Dia.g (mm) £ |Clamp Screw| Wrench )
Description H Applicable Inserts
e FT
RIL| oA |oD| H|L1|L2| F|T |ed| O E/
DT
) GE®.100-005A~GE™.200-010A
SIGE". 0808A-EH @ @ 8 8 |72|100| 20 |48 |15 | 3 |Fig.1|SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR
1010B-EH @ | @®| 10 25 | 6.2 Fig.1 GE.100-005B~GE™.300-0208
1210B-EH (@ | @] 12 10 9 125 30| 7 22 3 Fig.2 SB-2255TR | - | DT-7 | GER100-050BR~GER200-100BR
1412C-EH (@ | @ | 14 33| 8 Fig.3
12 |11.4| 150 4 GE®.100-005C~GE¥.350-020C
1612C-EH @ | @ 1 20 |85 |25 Fig.4| sB-2570TR | FT-8 | - | GER150-010CM~GER350-020CM
1616CEH | ® | ® 16 | 15 | 160| 36 | 9 5 GER200-100CR~GER300-150CR
GE?100-005D~GE?1400-020D
2020D-EH @ @ | 20 | 20 | 19 (180 | 40 |12.1| 45| 5 |gq5| SB-3080TR |FT-10| - | GER150-010DM~GER400-020DM
9- GER200-100DR~GER300-150DR
2525E-EH @ | @ | 25 25 | 24 | 200 | 45 |15.6 GEY100-005E~GE™L500.020E
L100- ~ LoUU-
3232E-EH @ | @ | 32 32 1304 220 55 |1 19 | 65| 5 SB-4085TR |FT-15| - GER150-010EM~GERB00-020EM
4032E-EH @ | @ | 40 250 | 45 | 23 Fig.6
\ » Dimension T: shows available grooving depth. \
M Features
@ Large chip pocket screw clamp toolholder design @ Cutting edge is free
provides excellent chip evacuation. from contact face. Contact face /’

Large chip pocket

e

Screw Clamp Conventional Clamp

@ An 8mm minimum cutting diameter with
a 2-Edge design

@ Cost effective chip control from ® Grade PR1025 improves stable

a molded chipbreaker S/ machining
Grade PR1025
GER:+Mtype (Micro Grain Carbide + PVD Coated Carbide)
@ SIGE toolholder and Sleeve for Automatic Lathes Long tool life and stable machining for intemnal grooving

Can be restrained
+ SIGE toolholder by sleeve
The locating surface for the sleeve
lock screw reaches nearly to the
insert pocket.
This provides a maximum range of
overhang adjustment to reduce
chatter.

« Applicable Sleeve Toolholder
Provides adjustment to toolholder overhang to
reduce vibration and chatter.

Sleeve

To retain the groove depth, the edge is single

straight core shape thinner than the shank. @ :Std. ltem O : Check Availability

R : Std. Item (R-hand Only) L : Std. Item (L-hand Only)



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

@ Toolholder Dimensions

- 2
Coolant Hole (gd)
/ g Fig.1
[ A
LA ===
/// //// C Coolant Hole (ad)
77 a2
-
o = \% r‘\ZB Coolant Hole (ad)
T / i) == S \é*:\ﬂ ***** = 31 Fig.3
. ) SE==
? " LQ
L2
L1
2
e Right-hand Shown R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder. g
[®)
)

Min. Spare Parts
Std. |Cutting Dimension (mm) o
Description Dia. 2 Clamp Screw| Wrench Applicable Inserts
a @
R|{L| gA [¢D| H |L1|L2| F | T | ad E
GE?100-005A~GE™.200-010A
SIGE". 0808A-WH @ @ 8 8 | 72|125| 28 |48 (15| 3 o SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR
1010B-WH @ | @ | 10 125| 35 | 6.2 9. GE®.100-005B~GE?.300-020B
1210B-WH (@ (@] 12 109 140] 45 | 7 22| 3 SB-2255TR ” DT-7 | GER100-050BR~GER200-100BR
\12CWH 1@ @ 14 | 1150150 |87 |, o1, 1F92) sn osr07R | FTo8 GER1S0.010CH-GERSH020CM
1612C\WH (@ | @ | 16 "1180| 20 | 85| Fig.3 GER200-100CR~GER300-150CR

‘ + Dimension T: shows available grooving depth. ‘

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

o Applicable Insert & Rake Angle (a) after Installment of Insert
Description : :
Ground Chipbreaker a(°) Molded Chipbreaker a(®)
GE".100-005A~GE%.200-010A o
SIGE". 0808A-EH GER100-050AR~GER200-100AR 5 B B
1010B-EH | GE?.100-005B~GE%.300-020B 50 ; -
1210B-EH | GER100-050BR~GER200-100BR
M GE"%.100-005C~GE"®350-020C
L - ~! L ! o ~ °
1612C-EH | --Ro00-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1616C-EH
GE®.100-005D~GE®.400-020D ° - o
2020D-EH | ~ER500-100DR~GER300-150DR 9 GER150-010DM~GER400-020DM 10
2525E-EH
3232E-EH GE".100-005E~GE®.500-020E 10° GER150-010EM~GER500-020EM 10°
4032E-EH
GE".100-005A~GE%.200-010A o
SIGE". 0808A-WH GER100-050AR~GER200-100AR 5 - B
1010B-WH
1210B-WH | GE?.100-005B~GE%.300-020B 50
1008B-WH-90 | GER100-050BR~GER200-100BR B B
1210B-WH-90
w GE".100-005C~GE"®.350-020C
1100~ ~ 1390- o ~ _ o
:‘:5112?;(\:”‘:;) GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10

a indicates the rake angle at the center of the edge width, after installing insert.
@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G49



For Automatic Lathe

Internal Grooving SIGE

M SIGE-WH Carbide Shank Bar with Coolant Hole)

Q)Q Coolant Hole (2d)
A H '
2 G - Fig.4
®Q Coolant Hole (od)
- P E
— \ / J
- - T — Fig.5
§= e G
N -
e Right-hand shown R-hand Insert for R-hand Toolholder.
@ Toolholder Dimensions
Min. Spare Parts
Cuttin Dimension (mm (o)
L Dia. Y (mm) £ |Clamp Screw| Wrench .
Description Std. % Applicable Inserts
S FT <2
oA |oD| H [L1|L2| F | T |ed| O E /
- DT
SIGER 1008B-WH-90 | @ | 10 | 8 |7.2 25 | 5.6 GER100-0058~GER300-0208
90 2.2 | 3 |Fig.4| SB-2255TR - DT-7
@ 1210B-WH-90 | @ 12 11004 30 | 66 g GER100-050BR~GER200-100BR
o GER100-005C~GER350-020C
% 1412C-WH-90 [ J 14 12 114190 | 35 |74 |25 | 3 |Fig.5| SB-2570TR | FT-8 - GER150-010CM~GER350-020CM
8 GER200-100CR~GER300-150CR
(3 « See page (DG49 for applicable Insert & Rake Angle (a) after Installment of Insert.
——— @ Applicable Sleeve
H/2 _H1 10 25 L1 H/2_ H1 10 25
S ?‘
[ | —— R !Z’ ’ 3\ 7 ==
ICRE =0 &) o=
- Li‘ E’ 10 o
25° 25
45 S
7777707 !
g ﬂ E (AT, _
S — — T — L g
Holder installation side Holder installation side r 777777777
Fig.1 Fig.2
. . Spare Parts
Dimension (mm) = P
c Screw Wrench Aopli .
o 2 pplicable Machine
Description Std. Z
d1|eD1|eD2|@d2| H |H1 | L1 | L2 | & @ Manufactuer
° "
SHA 0820-120 [ 8 ) .
1020-120 ° 10 20 14 12 19 |9.25| 120 - |Fig.1 Amaga Wasino
SHA 0825.0-135 e | s HS6x4P LW-3 Sgaro
14 . Precision Tsugami
1025.0-135 [ ] 10 | 25 14 | 24 |11.5|135| 17 |Fig.2 Miyano
1225.0-135 [ 12 16
SHA 0819-120 [ J 8 .
1019-120 ° 10 19.05| 14 12 18 [8.75] 120 - |Fig.1
SHA 0820-120 [ ] 8
2 14 12 1 25|12 - |Fig.1
1020-120 o w0 X 9 1925120 91 Hsexap LW-3 Citizen Machinery
SHA 0825.4-120 [ J 8 14
1025.4-120 [ ] 10 (254 14 |24.4| 12 | 120 | 17 |Fig.2
1225.4-120 [ ] 12 16
SHA 0822-125 ® 8 14 Star Micron
. ar ivlicronics
1022-125 [ J 10 | 22 14 | 21 10 | 125 - |Fig.1 HS6x4P LW-3 Nomura VTC
1222-125 [ J 12 16
SHA 0823-120 [ ] 8 14
1023-120 [ 10 | 23 14 | 22 105|120 | 16 |Fig.2 HS6x4P LW-3 Nomura VTC
1223-120 [ J 12 16

* Length of gd1...45mm (SHA all types)

» Select a sleeve dimension gd1 by adjusting for toolholder dimension @D.
+ Names of machine builders are listed in the order of the Japanese syllabary with omitted titles of respect.

@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)
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B Recommended Cutting Conditions (Ground Chipbreaker: GE+++A(R), GE.++B(R))

Recommended Insert Grade ®fatGrooving  (mmirev)
Workpiece (Cutting Speed: m/min) @ fatTraversing  (mmirev) o )
Material Cermet  |PVDCoated Cabide| ~ Carbide ® ap at Traversing (mm) emarks
TN6020 PR1025 KW10 GEY. 100-200-0108: |  CE 100-200-0108 . |  GE" 250~300-0208
(10.01~0.03 (10.02~0.04 (10.02~0.04
Carbon Steel 50%?80 50’380 - (0.01~0.03 (20.02~0.04 (20.02~0.04
(®Max. 0.05 (®Max. 0.05 ®Max. 0.1
10.01~0.03 10.02~0.04 (10.02~0.04
Alloy Steel 50%80 50’380 - ®0.01~0.03 (@0.02~0.04 ®0.02~0.04
®Max. 0.05 ®Max. 0.05 ®Max. 0.1
Stai (10.01~0.03 10.01~0.03 (10.01~0.03
Stggless - 50’380 - (®0.01~0.03 (®0.01~0.03 (®0.01~0.03
®Max. 0.05 (®Max. 0.05 ®Max. 0.1
©0.01~0.03 0.02~0.04 0.02~0.04 Coolant
Cast Iron - - 50'580 (®0.01~0.03 (@0.02~0.04 ®0.02~0.04
(®Max. 0.05 (®Max. 0.05 (®Max. 0.1
(10.01~0.03 (10.02~0.04 (10.02~0.04
hNA?e?z;];:rrous i . 5031' 00 ®0.01~0.03 (®0.02~0.04 (0.02~0.04
®Max. 0.1 ®Max. 0.1 ®Max. 0.2
10.01~0.03 (00.02~0.04 10.02~0.04
Brass - - 50;‘1'00 (@0.01~0.03 (20.02~0.04 (0.02~0.04
®Max. 0.1 ®Max. 0.1 ®Max. 0.2
* Use PVD coated grade or carbie for traversing with edge width 1mm. (GE%.100-005A / 100-005B) % 1st Recommendation ¥¢: 2nd Recommendation
B Recommended Cutting Conditions (Ground Chipbreaker: GE+++C(R), GE+++D(R), GEl++E) -
@ f at Grooving (mm/rev) 'g
Reco(@m%g%%gewﬁflmn?rade @ fat Traversing  (mmirev) o
® ap at Traversing (mm) @ 0]
R/ )~ Ry )~
"Matorial | Ol |comoes| Caride | SR € g | =
GEYL 1001450100 | GE*L 150~105.01p | GE™ 200-280-020D GE™. 300~400-020D o
TN6020 | PR1025 | GW15 R T S01500R
GE*L 100-010E | GE%L 150~195-010E 230-020E GEY  250~330-020E GEf. 350~430-020E | GE. 450~500-020E
(00.03~0.08 | 00.03~0.08 | 00.04~0.09 | 10.04~0.09 | W0.05~0.12 | ©0.05~0.12 | (00.05~0.12
Carbon Steel 120‘%_?1 80 60ﬁ40 - (20.03~0.08 (20.03~0.08 (20.04~0.09 (20.04~0.09 (0.05~0.1 (0.05~0.1 (0.05~0.1
(dMax. 0.3 (dMax. 0.3 (dMax. 0.3 (®Max. 0.3 (®Max. 0.5 (@Max. 0.5 (@Max. 0.5
10.03~0.07 10.03~0.07 1 0.04~0.08 1 0.04~0.08 @ 0.05~0.1 @ 0.05~0.1 @ 0.05~0.1
Alloy Steel 10(;%160 GOﬁZO - ®0.03~0.1 ®0.03~0.1 (@ 0.04~0.08 (®0.04~0.08 ®0.05~0.1 ®0.05~0.1 ®0.05~0.1
(IMax. 0.3 (IMax. 0.3 (IMax. 0.3 (IMax. 0.3 (@Max. 0.5 (@Max. 0.5 (@Max. 0.5
10.03~0.07 10.03~0.07 1 0.04~0.08 1 0.04~0.08 0.05~0.1 0.05~0.1 0.05~0.1
Stainless Steel 70ﬁ30 60;‘;1 0 - @0.03~0.1 ®0.03~0.1 (2 0.04~0.08 (@ 0.04~0.08 ®0.05~0.1 ®0.05~0.1 ®0.05~0.1 =
(IMax. 0.3 (IMax. 0.3 (dMax. 0.3 (dMax. 0.3 (@Max. 0.5 (@Max. 0.5 (@Max. 0.5 o
10.03~0.08 10.03~0.08 1 0.04~0.09 1 0.04~0.09 0.05~0.12 0.05~0.12 0.05~0.12 8
Cast Iron - - 60~*100 (2 0.03~0.08 @ 0.03~0.08 2 0.04~0.09 (2 0.04~0.09 ®0.05~0.1 ®0.05~0.1 ®0.05~0.1 O
(@Max. 0.3 (@Max. 0.3 (@Max. 0.3 (@Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.5
Non-ferrous * 10.05~0.12 10.05~0.12 10.05~0.15 10.05~0.15 0.08~0.15 0.08~0.15 0.08~0.15
Metals - - 150500 | 2005-012 | @005~0.12 | @0.05~0.15 | @0.05-0.15 | @0.08~0.15 | ©0.08~0.15 | @0.08~0.15
(3Max. 0.5 (3Max. 0.5 (Max. 0.5 (@Max. 0.5 3 Max. 0.8 (3 Max. 0.8 (3 Max. 0.8
10.05~0.12 10.05~0.12 10.05~0.15 10.05~0.15 10.08~0.15 10.08~0.15 10.08~0.15
Brass - - 10057250 ®0.05~0.12 ®0.05~0.12 ®0.05~0.15 ®0.05~0.15 ®0.08~0.15 ®0.08~0.15 ®0.08~0.15
(dMax. 0.5 (dMax. 0.5 (dMax. 0.5 (®Max. 0.5 (® Max. 0.8 (@ Max. 0.8 (@ Max. 0.8
* Use PVD coated grade or carbie for traversing with edge width 1mm. (GE%.100-010C / 100-010D / 100-010E) % 1st Recommendation v<: 2nd Recommendation

B Recommended Cutting Conditions (Molded Chipbreaker: GER++«CM, GER+*-DM, GER++EM)

Recommended Insert Grade DfatGrooving  (mmirev)
(Cutting Speed: m/min) @ fat Traversing  (mmirev)
Workpiece PVD . .
Material Cermet | iedcanide| Carbide ® ap at Traversing (mm) Remarks
GER 150-200-010CM | GER 250~350-020CM
TN6020 | PR1025 | GW15 | GER 150~200-0100M GER 230~250-0200M | GER 300~400-020DM
GER 150~200-010EM GER 250~300-020EM | GER 350~400-020EM | GER 450~500-020EM
1 0.03~0.1 10.03~0.12 |@®0.04~0.12 |@®0.05~0.12 |@® 0.05~0.12 |@ 0.05~0.12
Carbon Steel - * - ® 0.03~0.1 @ 0.03~0.1 ® 0.04~0.1 ® 0.05~0.1 ® 0.05~0.1 ® 0.05~0.1
60~160
® Max. 1.0 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5
©0.03~0.1 |®0.03~0.1 |10.04~0.12 |1 0.05~0.12 |1 0.05~0.12 |@ 0.05~0.12
Alloy Steel - * - ®0.03~0.1 |®0.03~0.1 |®0.04~0.1 |®@0.05~0.1 |®@0.05~0.1 |®@ 0.05~0.1 Coolant
60~140
@Max. 1.0 |@®Max.1.5 |@®Max.15 |[@®Max.15 |[@Max.15 |@®Max.1.5
1 0.03~0.08 |(®0.03~0.08 |1 0.04~0.08 |10.05~0.1 |1®0.05~0.1 | 0.05~0.1
Stainless Steel - * - ®0.03~0.1 |®0.03~0.1 |®0.04~0.1 |®0.05~0.1 |®@0.05~0.1 |® 0.05~0.1
60~110
® Max. 1.0 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5

%: 1st Recommendation y¢: 2nd Recommendation
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G52

Internal Small Diameter Grooving
Toolholders [GV Insert]

M GIV

Shows top edge shape of
GIV*1620-1A (No jaw part
under Insert)

o Right-hand shown

& T2 7 —
N a
o=
a =\ L )
L2 \ i
L1
2
[~ ~ FDT
P —r— s
= [—
L2 H
L1
~—1
o —
‘ } N | ©
L2 I LA ‘

Fig.1

Fig.2

Fig.3

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

. GIV-E Excellent Bar

Shows top edge shape of
GIV%.1612-1AE (No jaw part
under Insert)

o Right-hand shown

Fig.1

Fig.2

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

B GIV-W carbide Shank Bar

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

e Right-hand shown

L2

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

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

Description ®G54 Rake Angle (a)
Toolholder | General Grooving | Full-R Grooving TN90, TC60
TC40 PR630, PR930

(Square) (Round) KWA10
GIV7....1SS GV*F.100SS~300SS - 10° 15°
GIV7L...1S GV%.100S~340S - 10° 15°
GIV?L...1SE GV%.100S~340S - 3° 8°
GIV?....1A([])| GV7.100A~340A | GV7.100AR~150AR 3° 8°
GIVA..1B([])| GV9.145B~250B GVA.100BR 4 o°
GIVFL...2B( ] ) GV*.280B~400B GV%L150BR
GIVAL...1C([J)| GV7.280C~340C - 5 10°
GIVA....2C([])| GV%400C~500C -




GIvV

@ Toolholder Dimensions

Min. ] ) Spare Parts Lo
Std'cgﬁgr,'g Dlliesier () = Clamp Set Wrench Wrench 8% *
= 3 [ORNSR wd
Description 2 2 2ag
RIL|gA|eD | H [L1|L2| F| T S 65— 53 S s<
= s g2
GIVA. 1216-1SS |@@®| 12| 16 | 15 [150| 20 |6.0| 2.2 Fig.1] CPS-4V R -
1420-1S ®® 14|20 19 [150] 24 |[70| 22 Fig.1| CPS-5F R -
1620-1A ®® 16|20 19 [160] 28 |80| 22 Fig.2| CPS-5V R -
2025-1B o0 Note2) 2 8 _
g oo 20|25 2318035100 o Fig.2| CPS-5V - .
2532-1C 00 25 200 | 43 [125 f
3232-1C @@ 323230220 52 160 V945 '9-
4032-1C 00 40 250 | 43 [21.0 Fig.3
2532-2C 00 25 200 | 43 [125 Fio ) CPS-6v ) LW-3
3232-2C @@ 32 3230|220/ 52 [16.0] M55 '9-
4032-2C 00 4 250 | 43 |22.2 Fig.3
GIVAL 1412-1SE @®® 14|12 114|150 |18 | 7.7 | 1.7 Fig.1| CPS-5F - FT-15 -
1612-1AE  |@ @] 16 | 12 [11.4[150| 19 [ 82| 22 Fig.2| CPS-5V - FT-15 - 54
2016-1BE (@@ 20 [11.2] Meen2 g ,
20169BE @@ 20| 16152180 {017 s Fig.2| CPS-5V - FT-15 ;
2520-1CE  |@@® 25| 20 | 19 |200| 25 [14.5| Newoi4 5
3225-1CE  |@|@| 32 | 25 | 24 | 220 | 24 |17.5| vena 5
4032-1CE |@/@® 40 | 32 | 31 |240| 29 |21.0| Neen4 5 _
2720-2CE  |@®| 27 | 20 | 19 |200| 25 |16.2 Fig2) - | CPSBV - LW-3 e
3225-2CE |(@@| 32 | 25 | 24 | 220 | 24 |18.7| N4 5 5 §
4032-2CE  |@|®| 40 | 32 | 31 | 240| 29 |22.2 5
GIVF. 1616-1AW |@ @] 16 | 16 | 15 | 175| 48 [10.6] 2.2 - | cps-sv - FT-15 R
2020-1BW (@@ Note!) 2 8 —
20202BW |@l@ 20| 20| 19|220| 60 |146) o - | cps-sv . FT-15 .
2525-1CW (@@ Note3) 4.5
59500W @@ 25| 25|24 |260| 70 1101 ] . - CPS-6V . LW-3

*Dimension T shows available grooving depth.‘

Note 1: GV#.200B~250B Insert is available up to a Groove Depth 3.2mm.

Note 2: GV¥.300B~400B Insert is available up to a Groove Depth 4.2mm.

Note 3: GV%.340C Insert is available up to a Groove Depth 5.5mm

Note 4: GV¥.430C~500C Insert is available up to a Groove Depth 6.3mm

Note 5: GV7.300B~400B Insert is available up to a Groove Depth 3.8mm. (When using GIV%.2016-2BE)

Note 6: GV.340C Insert is available up to a Groove Depth 4.7mm. (When using GIV#.2520-1CE)

Note 7: GV.340C Insert is available up to a Groove Depth 5.3mm. (When using GIV#.3225-1CE, GIV%.4032-1CE)
If you need any of insert groove depth specified in notes 1 to 7, modify the dimension T of toolholder.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G53



Insert for Small Internal Grooving

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

GIvV

| Grooving %

(mm)
Decription A L H I\ljl g::l’::t:::"[’y Steel : Classification of usage
GV7....SS 36 9 3.0 R Caatien S
GV:; L...S 4.0 " 4.0 N  |Non-ferrous Metals "AK ) ? 32°"FnUOU5'Hg:: :”IWUPEO”; ;SL%‘;@
GV7L...A 4.0 12 50 S [Titanium Alloy P ) \,;: ontinuous-Light ntemupton / 2nd Choice
GV7....B 4.5 15 55 Hard materials (under 40HRC) O . gg:z:ﬁ: ; ;ztjc(;?(l;i:;
GV*L...C 5.8 21 6.5 A Hard materials (over 40HRC)
Dimensions (mm)| Cermet |, VD less| PCD 2 5
e (Previous —To| Applicable |25
L= BCEETlL Y Description) | v | B | re § g § 3|8 g 8|5| Toolholder j‘;%
R-hand shown === g g X % & & =
GV7. 100-020SS |GV, 100SS | 1.00 R R @
125-020SS 125SS [ 1.25 R R @
145-020SS 145SS | 1.45 R 0 .
200-020SS 2008s|2.00 23| 0-2[R R @ GIV7L--18S
{P. 250-020SS 250SS | 2.50 R R @
< A 300-020SS 300SS | 3.00 R e
\/ T e w2 GV 100-020S |GV 100S | 1.00 R|® Q00
[l % 125-0208 1258 | 1.25 R|® R|®
o T 145-020S 1458 [1.45 R @ R @ GIVHi--1S
185-020S 185S |1.85/ 2.3/ 02|R | @ R @ OV 1SE
200-020S 200S |2.00 R @ 0 Lo
250-020S 250S |2.50 R @ R @
1-Edge 340-020S 340S [3.40 o R @
GV7. 100-020A |GV 100A | 1.00 R @ 0
120-020A 120A | 1.20
125-020A 125A |1.25 R @ R @
140-020A 140A [1.40
145-020A 145A | 1.45 R @ R @
170-020A 170A [1.70 Ay
185-020A 185A [1.85 R @ R @ G'VR/L 1A
195-020A 195A |1.95/ 23| 0-2 GIVA---1AE
- : R
200-020A 200A | 2.00 o0 e GIV7L---1AW
225-020A 225A (225
250-020A 250A |2.50 R @ R @
275-020A 275A |2.75
300-020A 300A |3.00 R @ R @
340-020A 340A |3.40 R @ R @
B GV7. 145:020B |GV7. 145B [1.45| , ¢ R @ e
_ | 2re 185-020B 185B | 1.85) < R @ R @
& < (200 200-020B 200B |2.00 D o0 GIV%.---1B
L e 225-020B 225B |2.25 GIV%.--1BE | G52
I T 7 230-020B 230B 12.30 5, ( 2 ) ® R GIV™.---1BW
250-020B 250B (250 77| [, [R|® e
275-020B 275B |2.75 :
280-020B 280B |2.80 R @ R|R
300-020B 300B [3.00 0 0 GIVfi---2B
325-020B 325B [3.25 , , GIVF/.---2BE
340-020B 340B |3.40| R @ R|IR GIV?.---2BW
400-020B 400B [4.00 R @ R @
GV7. 280-020C |GV7. 280C | 2.80 0 R @ GIVIL-1C
300-020C 300C [3.00] 4.5 e e A
325-020C 325C 3.5 GIVi.--1CE
- GIV®.---1CW
340-020C 340C [3.40 R @ e
400-020C 400C 4.00/ 55|02 |@ @ e
425-020C 425C [4.25 GIV7.---2C
430-020C 430C [4.30 R @ R @ GIV®.---2CE
460-020C 460C |4.60| 6.3 ® R @ GIVF.---2CW
2-Edge 500-020C 500C | 5.00 R @ e
GV7. 145-020A |GV7. 145A | 1.45 R| GIVY.---1A
] 200-020A 200A [2.00/ 2.3|0.2 R| GIV.---1AE
7 e 300-020A 300A [3.00 Ol GIVR.---1AW
p <E@ 200 GV 200-020B |GV 200B [2.00 R le:§L-~-1B
L e 3.2 GIVF/.---1BE
Ty % 250-020B 250B | 2.50 0.2 R| GVt 1BW
300-020B 300B |3.00 4.2 O] GIV#-2BO
GV7. 300-020C |GV7: 300C [3.00/4.5 O] GIV#--1€C O
2-Edge 400-020C 400C [4.00/ 55| O] GIV#--2€ O
B_ GV7. 200-100AR |GV 100AR 2.00 1.00 R @R GIVF 1A
T Fe o0 250-125AR 125AR|2.50| 2.3 /1.25 RIIR|R GIV?/.---1AE
y - L 300-150AR 150AR| 3.00 1.50 RILJ/R|R GIVF---1AW
sewe |7 VLT % GV 200-100BR|GV7. 100BR/2.00| 3.2(1.000R| |R|J|R|R GIV%---1B O
FulR 300-150BR 150BR[3.00/ 4.2[1.500R| |R|/[J|R|R GIV%---2B O

[ Dimension B shows available grooving depth. |

____________________

Inserts are sold
in 10 piece boxes.

____________________

CBN & PCD Inserts are |

sold in 1 piece boxes. |

For recommended cutting conditions, see page & G92

@ : Std. Item

O : Check Availability

R : Std. Item (R-hand Only)
L : Std. ltem (L-hand Only)
[]: Deleted from the next catalogue




Internal Large Diameter Shallow Grooving Toolholders/

M KIGBA

¢D

o Right-hand shown ’ L-hand insert for R-hand toolholder, R-hand insert for L-hand toolholder.

@ Toolholder Dimensions

Min. Spare Parts
Std. (Cutting Dimension (mm)
Dia. Clamp Set Wrench
Description Applicable Inserts
p ®G10~G12
RIL|gA|eD| H [L1|L2| F | T 7
OE
KIGBA"L 3525-16 @ ® 35| 25| 23|220| 30 |17.5/2.8 LGBA-16'%S FT-15 GBA32% type
4032-22 @ @® 40 | 32 | 30 |250| 30 |23.0] 3.0 LGBA-22'S FT-15 GBA43% type
+ Dimension T shows the distance from the Toolholder to the cutting edge. %
Available Groove Depth : KIGBA%.3525-16 ... “B” Dimension of the Applicable Insert
2.0mm for KIGBA%.4032-22...GBA43%.125-020,145-020,100-050R
2.8mm for the Inserts except the above. o
- Clamp Set : LGBA-OLS for Right-hand Toolholder, and LGBA-ORS for Left-hand Toolholder. =
>
@ Rake Angle (a) after Installment of GBA type 8
GBA327.000-000 GBA43%.000-000 GBA43%.000-000R (Full-R) ©
a Insert Grades a Insert Grades a Insert Grades Full-R Description
TN90 PR630 PR930 -9° KBN510, KBN525 +1° TN90 PR630 PR930 050R~150R
+1°|  PR1115, PR1215, PR905 PR1115, PR1215, PRI05
KPDO001, KPD0O10 TC40, TN90 PR630 PR30
+1°|  PR1115, PR1215, PR905 TN90 PR630 PRI30 200R
. KPDOO1, KPDO1O +50 PR1115, PR1215, PR905
+11 KW10 RTE KW10 KW10 050R~200R
@ Rake Angle (a) after Installment of GBA-MY type
a Insert
GBA43%.175MY
+6° §
GBA43%.350MY
+5°| GBA43%.400MY

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

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G55



Internal Large Diameter Shallow Grooving Toolholders [TG Insert]/

Screw Clamp

B KITG (Changes to KIGBA, See @ Page G43)

® Right-hand shown

l L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

@ Toolholder Dimensions

n : q Spare Parts
sl C”’mgma IASAEER (i) Clamp Screw i Wrench
Description )
R|LigA|eD| H |L1|L2| F E -
KITG" . 3525T-16 ®@® 35| 25|23|220| 18 [17.5 SB-4TR -
4532T-22 @ @® 45| 32 | 30 |250| 20 [22.5 - GS-50

+ Available Grooving Depth : KITG%.3525T-16=2.0mm, KITG%.4532T-22=2.5mm

* KITG will be switched to KIGBA as an Internal Large Diameter Shallow Grooving Toolholder; however, it will continue to be sold as Internal Threading Toolholder (@) J23).
+ GBA Insert cannot be installed to this toolholder.

g | Applicable Inserts P__[Carbon Steel /Alloy Steel | @ Classification of
§ (TG type insert changes to GBA type ® See page G10 ~ @ G12) M [Stainless Steel assitication ot usage
) (mm) K |CastlIron
o N |Non-ferrous Metals @ : Continuous-Light Interruption / 1st Choice
Description A T ed S [Titanium Alloy © + Continuous-Light Iterupion / 2nd Choice
TG32— 9.525 3.18 4.5 H Hard materials (under 40HRC) t gg:t::ﬂgﬂ: j ;rs]LCgr?;ic:e
TG43_ 12.70 4.76 55 Hard materials (over 40HRC)
Dimension (mm)|  Cermet 5
Insert Description C |o|o| ool Applicable Toolholder & ;z
W | B | ol 22|38 3 S
R-hand shown re |HIF|F|F o
. TG32%. 075 0.75 O
A w20 095 [0.95 O
General (Square) n @t 125 1 25 O
( 03 145 [1.45|2.0 C0.1/ O KITG". 16 G56
< ; 150 [1.50 o
| . 175 1.75 O
TG32 type (Corner is C shape) 200 2.00 O
TG43%. 150 1.50 O
175 1.75 O
JIA 200 2.00 35102 O
230 2.30 O
+0.03
AL e 250 [2.50 o
A Y 265 |2.65 o
©] = 280 (28040 | . |0 KITG% 22 | G56
General (Square) " 300 3 . 00 ’ O
(Corner is R shape) T
~ 330 3.30 O
350 3.50 O
400 4.00 50 O
TG43 ty[;e 430 430, |04 |O
450 4.50 O

[- Dimension B: shows available grooving depth. For recommended cutting conditions, see page® G90

* KITG will be switched to KIGBA.
* For applicable insert, TG insert changes to GBA.

Change Insert Grade TN60 for TN90.

GBA insert has various types of material available for user's cutting condition requirements.
* Check the cornner-R(re) of the insert when changing.

i Inserts are sold 1
in 10 piece boxes. ]
)

@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)



Top CI
Internal Large Diameter Deep Grooving Toolholders [GH / GHU Insert] op ~amp

e

(Minimum Cutting Dia.)

\ (Available Grooving Depth)

® Right-hand shown

@ Toolholder Dimensions

: . . Spare Parts
Min.
Std. Jase E i nslen () Clamp |Clamp Bolt| Washer Spring Wrench
Description S
RILIgAlgD H |L1|L2| F|T ’@. @ @@/
KIGH"L 4532B-4 o 45 | 32 | 30 |200 28.2
5540B-4 o 55|40 | 38 |250| 27 |32.2| 12
6550B-4 o 65 | 50 | 48 |300 37.2 CGH-1L
4532B-5 o 45 | 32| 30 |200 28.2
5540B-5 |@® |55 40| 38 250| 27 32.2 12 HHEX25| W-6 | SP6 | LWS
6550B-5 o 65 | 50 | 48 |300 37.2
5540B-7 o 55|40 | 38 |1250 32.2
6550B-7 _ |® |65 50 | 48 300 27 37.2 2 ceH-2L
+ Dimension T shows the distance from the Toolholder to the cutting edge. For the available Grooving Depth (t) see “List of Minimum Available Cutting Diameter and Groove Depth”.
- Dimension L2 depends on the width of the installed Insert.
@ Rake Angle (a) after Installment of GH / GHU @ List of the Minimum Cutting Diameter and Grooving Depth (Refer Fig.A) g
When using GH OOOQO - OO | When using GHU OOOO Toolholder oD (Minimum Cutting Dia.) g
a Insert Grades a Insert Grades 0]
-5° AB5, A6BN KIGH%. 4532B-O | 2110 | @70 | 265 | @60 | 255 | @45
+5° Tc4cz: - TN60 5540B- O | @70 260 255 I
TN90, TC60
15| PR630, PR30 CR9025 65508- O Lo
KW10 Avallable Grooving Deptht(mm) [ 12 [ 115 | 11 | 10 | 9 |unders
. App“cable Inserts P_ [Carbon Steel / Aoy Steel = Classification of usage
M |Stainless Steel (™) 9
K |[CastIron @0 [ J
oy N @ : Continuous-Light Interruption / 1st Choice
Description g .'I\l_linifjrr;o:jo';/letals : O ECont:QEoEs-L;ght \nterrLthign/an Chtlnice
GH4020- OO ~GH8020- OO 20 75 H Hard materials (under 40HRC) [ J . 282225232 ; ;itﬁ%]ﬁ:i:cee
GHU OOOO 20 Hard materials (over 40HRC) O e
Dimension Eg| P .
Cermet [S#| Coated (atity Ceramic
Insert Descripti ) S | canie Applicable Toolhold
nse escription 2] Icable l[oolholaer
i w re §§§§§§§§8§§ i
FlFFFEE RS <cE
GH 4020-02 0.2 o0 e R .
402005 | 40 05 | el® eeeee KlCHN4532B4
5540B-4
4520-02 45 0.2 [ ] 6550
452005 | *° |05 ° 550B-4
5020-02 5.0 0.2 e e
5020-05 ) 0.5 L J( ) 0000
5520-02 0.2 [ )
Ground Chipbreaker 5520_05 55 05 . KIGHH/ngigB-g
602002 | .| 02 | @@ 00 65503'
6020-05 | °° [ 05 | @@ eee o B-5
. 6520-02 | . | 02 o
3 6520-05 ) 0.5 [ )
th Eile 702002 | ., 02 | @@ 00
LT[ 702005 | " 05 | @@ o000 @
sl 120° 7520-02 75 0.2 o KIGH%.5540B-7
Ceramic Geramic insertis 7520-05 ) 0.5 [ ) 6550B-7
above shape. 8020-02 8 O 02 . . . .
8020-05 ) 0.5 ( I ( J )
% B B oo .
_ :\/ g ﬁ@ GHU 4020 40 | 0.25 (@ o KIGHY.---OOO B-4
“ ’/ =20 L &
{> 5020 50 | 0.30 @ o
5 : KIGH.---OOQO B-5
Mold;d Chipbreaker ° @ 6020 60 030 . .

For recommended cutting conditions, see page® G90

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only) Inserts are sold

I
I
L in 10 piece boxes. 'G57



Internal Large Diameter Shallow Grooving Toolholders [TG Insert]/

Screw Clamp

B KITG (Changes to KIGBA, See @ Page G43)

® Right-hand shown

l L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

@ Toolholder Dimensions

n : q Spare Parts
sl C”’mgma IASAEER (i) Clamp Screw i Wrench
Description )
R|LigA|eD| H |L1|L2| F E -
KITG" . 3525T-16 ®@® 35| 25|23|220| 18 [17.5 SB-4TR -
4532T-22 @ @® 45| 32 | 30 |250| 20 [22.5 - GS-50

+ Available Grooving Depth : KITG%.3525T-16=2.0mm, KITG%.4532T-22=2.5mm

* KITG will be switched to KIGBA as an Internal Large Diameter Shallow Grooving Toolholder; however, it will continue to be sold as Internal Threading Toolholder (@) J23).
+ GBA Insert cannot be installed to this toolholder.

g | Applicable Inserts P__[Carbon Steel /Alloy Steel | @ Classification of
§ (TG type insert changes to GBA type ® See page G10 ~ @ G12) M [Stainless Steel assitication ot usage
) (mm) K |CastlIron
o N |Non-ferrous Metals @ : Continuous-Light Interruption / 1st Choice
Description A T ed S [Titanium Alloy © + Continuous-Light Iterupion / 2nd Choice
TG32— 9.525 3.18 4.5 H Hard materials (under 40HRC) t gg:t::ﬂgﬂ: j ;rs]LCgr?;ic:e
TG43_ 12.70 4.76 55 Hard materials (over 40HRC)
Dimension (mm)|  Cermet 5
Insert Description C |o|o| ool Applicable Toolholder & ;z
W | B | ol 22|38 3 S
R-hand shown re |HIF|F|F o
. TG32%. 075 0.75 O
A w20 095 [0.95 O
General (Square) n @t 125 1 25 O
( 03 145 [1.45|2.0 C0.1/ O KITG". 16 G56
< ; 150 [1.50 o
| . 175 1.75 O
TG32 type (Corner is C shape) 200 2.00 O
TG43%. 150 1.50 O
175 1.75 O
JIA 200 2.00 35102 O
230 2.30 O
+0.03
AL e 250 [2.50 o
A Y 265 |2.65 o
©] = 280 (28040 | . |0 KITG% 22 | G56
General (Square) " 300 3 . 00 ’ O
(Corner is R shape) T
~ 330 3.30 O
350 3.50 O
400 4.00 50 O
TG43 ty[;e 430 430, |04 |O
450 4.50 O

[- Dimension B: shows available grooving depth. For recommended cutting conditions, see page® G90

* KITG will be switched to KIGBA.
* For applicable insert, TG insert changes to GBA.

Change Insert Grade TN60 for TN90.

GBA insert has various types of material available for user's cutting condition requirements.
* Check the cornner-R(re) of the insert when changing.

i Inserts are sold 1
in 10 piece boxes. ]
)

@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)



Top CI
Internal Large Diameter Deep Grooving Toolholders [GH / GHU Insert] op ~amp

e

(Minimum Cutting Dia.)

\ (Available Grooving Depth)

® Right-hand shown

@ Toolholder Dimensions

: . . Spare Parts
Min.
Std. Jase E i nslen () Clamp |Clamp Bolt| Washer Spring Wrench
Description S
RILIgAlgD H |L1|L2| F|T ’@. @ @@/
KIGH"L 4532B-4 o 45 | 32 | 30 |200 28.2
5540B-4 o 55|40 | 38 |250| 27 |32.2| 12
6550B-4 o 65 | 50 | 48 |300 37.2 CGH-1L
4532B-5 o 45 | 32| 30 |200 28.2
5540B-5 |@® |55 40| 38 250| 27 32.2 12 HHEX25| W-6 | SP6 | LWS
6550B-5 o 65 | 50 | 48 |300 37.2
5540B-7 o 55|40 | 38 |1250 32.2
6550B-7 _ |® |65 50 | 48 300 27 37.2 2 ceH-2L
+ Dimension T shows the distance from the Toolholder to the cutting edge. For the available Grooving Depth (t) see “List of Minimum Available Cutting Diameter and Groove Depth”.
- Dimension L2 depends on the width of the installed Insert.
@ Rake Angle (a) after Installment of GH / GHU @ List of the Minimum Cutting Diameter and Grooving Depth (Refer Fig.A) g
When using GH OOOQO - OO | When using GHU OOOO Toolholder oD (Minimum Cutting Dia.) g
a Insert Grades a Insert Grades 0]
-5° AB5, A6BN KIGH%. 4532B-O | 2110 | @70 | 265 | @60 | 255 | @45
+5° Tc4cz: - TN60 5540B- O | @70 260 255 I
TN90, TC60
15| PR630, PR30 CR9025 65508- O Lo
KW10 Avallable Grooving Deptht(mm) [ 12 [ 115 | 11 | 10 | 9 |unders
. App“cable Inserts P_ [Carbon Steel / Aoy Steel = Classification of usage
M |Stainless Steel (™) 9
K |[CastIron @0 [ J
oy N @ : Continuous-Light Interruption / 1st Choice
Description g .'I\l_linifjrr;o:jo';/letals : O ECont:QEoEs-L;ght \nterrLthign/an Chtlnice
GH4020- OO ~GH8020- OO 20 75 H Hard materials (under 40HRC) [ J . 282225232 ; ;itﬁ%]ﬁ:i:cee
GHU OOOO 20 Hard materials (over 40HRC) O e
Dimension Eg| P .
Cermet [S#| Coated (atity Ceramic
Insert Descripti ) S | canie Applicable Toolhold
nse escription 2] Icable l[oolholaer
i w re §§§§§§§§8§§ i
FlFFFEE RS <cE
GH 4020-02 0.2 o0 e R .
402005 | 40 05 | el® eeeee KlCHN4532B4
5540B-4
4520-02 45 0.2 [ ] 6550
452005 | *° |05 ° 550B-4
5020-02 5.0 0.2 e e
5020-05 ) 0.5 L J( ) 0000
5520-02 0.2 [ )
Ground Chipbreaker 5520_05 55 05 . KIGHH/ngigB-g
602002 | .| 02 | @@ 00 65503'
6020-05 | °° [ 05 | @@ eee o B-5
. 6520-02 | . | 02 o
3 6520-05 ) 0.5 [ )
th Eile 702002 | ., 02 | @@ 00
LT[ 702005 | " 05 | @@ o000 @
sl 120° 7520-02 75 0.2 o KIGH%.5540B-7
Ceramic Geramic insertis 7520-05 ) 0.5 [ ) 6550B-7
above shape. 8020-02 8 O 02 . . . .
8020-05 ) 0.5 ( I ( J )
% B B oo .
_ :\/ g ﬁ@ GHU 4020 40 | 0.25 (@ o KIGHY.---OOO B-4
“ ’/ =20 L &
{> 5020 50 | 0.30 @ o
5 : KIGH.---OOQO B-5
Mold;d Chipbreaker ° @ 6020 60 030 . .

For recommended cutting conditions, see page® G90

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only) Inserts are sold

I
I
L in 10 piece boxes. 'G59



| Grooving %

I
G60 :\ in 10 piece boxes. E

Internal Grooving Toolholders

M KIGM-V

Coolant Hole (26) D

I
® Right-hand shown Exit hole of collant

@ Toolholder Dimensions
i ; ; Width Spare Parts
Std. | g Dimension (mm) (mm) o Fo—
Description
R|L|gA|eD| H |L1|L2| F | T MIN. |MAX. g E
KIGM*. 2016B-3V @ ® 20|16 | 15|150| 25 [11.5/5.5 GS-50 i LW-3 i
2520B-3V ®® 25| 20 | 18 |180| 32 |14.5/6.0 3.0(3.0
3225B-3V @ ® 32| 25|23 |200| 40|19 (8.0 - SB-5TR - LTW-20
3225B-4V @®® 32| 25|23 |200/40| 19 (8.5
4032B-4V__ (@@ 40 | 32| 29 1220 50 [23.5111.0 4.015.0 ) SB-5TR . LTW-20
- Dimension T shows available grooving depth.|
M Applicable Inserts(mm) AF;I g::::::ig«"oy&eei 9 g Classification of usage
Description L H K |[Castlron @ O | @ :Continuous-Light Interruption /
- 1st Choice
GMM3015...V O 15.5 g ﬁzn::rr‘oAuﬁol;lletals : © : Continuous-Light Interruption /
2nd Choi
CMWIT207E) 20 4.3 H Hard materials (under 40HRC) ole o CnontinSg:s / 1st Choice
GMM5020...V O Hard materials (over 40HRC) O : Continuous / 2nd Choice
@ %8 PVD |3
Dimension (mm)| £ 58| Coated |8
(Previ O I3°| Carbide |O Aoplicabl
I revious pplicable
Tt DlEsgipiren Description) 98218 3|2 Toolholder
Wl M 22283
Flolaja|a|X
2 |5 . re KIGM®. 2016B-3V
§{“’ = GMM 3015-040V |GMM 3015-04V| 3.0 | 04 | 23 0 ©©® 00O 2520B-3V
3 5% ! 3225B-3V
. | 1s°1s°1tjj 4020-040V 4020-04V| 40 | 04 33 0 ©®0®O®O®O® KcM. 3225B-4V
Chip Control Oriented |~ g 5020-080V 5020-08V| 5.0 | 08 42 00000 O 4032B-4V
% . = re KIGM"L. 2016B-3V
e GMM 3015-150VR |GMM 3015-15VR| 3.0 | 1.5 | 2.3 | @ @® @ ®@® 2520B-3V
- s L 3225B-3V
Chip Control Oriented 1:1:2 M 4020-20VR| 4.0 | 2.0 | 3.3 . . . . K|GMR/L 3225B-4V
Pl g 5020-250VR 502025VR| 50 |25 |42 | @ |0 0@ 4032B-4V
* It is not recommended to use this for KIGM-V Internal Grooving Toolholders against For recommended Cutting conditions, see page@ G93
GMM...V / GMM...VR whose front relief angle is 18°, because the relief angle of the
insert used for GMM4020-04 toolholder is 10°.
""" lnserts are sold @ : Std. Item O : Check Availability R : Std. Item (R-hand Only) L : Std. Item (L-hand Only)



. . Grooving / Plunge&Turn
Internal Grooving Toolholder / Internal Undercutting Toolholder 2 2

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

X
|
A3
H
L1
e Right-hand shown
. KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving)
) &
% /LN |
7 [Pz
o e LG [
(@) L2 H
L1
e Right-hand shown E@
2
@ Toolholder Dimensions s
i, . . Width Spare Parts o
Std. (Cuting i CRERSe () (mm) Screw Wrench ©
Description —
RIL/eA|eD| H (L1 |L2| F | T | d MIN. |MAX. /
KIGM*. 6540B-8 @ ® 65|40 |36 300/ 41 /41|20 - 8.0/8.0| HH6X20 | LW-5
KIGMU%.  6540B-8 @® 65/40/36/300/83 /26| - |22 8.0/8.0| HH6X20 | LW-5

- Dimension T shows available grooving depth. |
\- Dimension d shows the distance from the Internal face of the workpiece.\

H P |Carbon Steel / Alloy Steel O @ e
[ Applicable Inserts (mm) M S;n‘:zss ::eel s M Classification of usage
Description K |CastIron @O
N  |Non-f Metal @ : Continuous-Light Interruption / 1st Choice
GMM8030-080MW S Ti:niz;:()::oyeas : ) Continuous-Light Interruption / 2nd Choice:
GMG8030-050MG 30 55 = @ : Continuous / 1st Choice
H Hard (under 40HRC) o e O : Continuous / 2nd Choice
GMGA8030-400R Hard materials (over 40HRC)
T ([Es PVD |8
Dimension (mm)| £ |58 Coated | € 5
. O |5°| Carbide |O . 2
Insert Descriotion (Previous o Applicable | @35
P Description) 9|82 B8|2| Toolholder | &
Wilr | M|z 222 T 2
= 5 olo|o|X o
=, = o 8
: Ce=pg_ ¥
L N GMM 8030-080MW |GMM 8030-08 | 8.0 | 0.8 | 6.0 090000
Chip Control Oriented / @ I::tj
Class
. re
— KIGM?. -8
b [ eee
=N . GMG 8030-050MG |GMG 8030-05MG| 8.0 | 0.5 | 6.0 @ ® ©®® KIGMU".---8 G59
Sy | "y = 13
“z ey i
%ﬁ GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
Mg | Sy
Full-R / Copying

For recommended cutting conditions, see page® G93
\- If using a full-R insert with KIGM-8 type toolholder, you need to modify the corner of insert adapter of toolholder. \

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only) : - Insert_s are sold :
L in 10 piece boxes. 1G61



Grooving @
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G62

Summary of Face Grooving

/

B Micro Dia. Face Grooving @6~

B Small Dia. Face Grooving 28~

]

I Small Dia. Face Grooving 28~

Type STW
Min. Face Groove Dia. 26
Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. Page G66
Type S..-STW
Min. Face Groove Dia. 26
Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. Page G66
Type STWS
Min. Face Groove Dia. 26
Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~3.0
Ref. Page G67
Type GFVS-AA
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.2
Ref. Page G76
Type GFVT-AA
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.2
Ref. Page G76
Type VNFG
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.0~3.0
Ref. Page G64
Type HPFG
Min. Face Groove Dia. 28
Width (mm) 1.0~3.0
Grooving Depth (mm) 2.0~3.0
Ref. Page G65

Twin Bar for Lay-down type

Twin Bar for Stand up type

Ground Chipbreaker

Ty

System Tip-bars

&
-
o ——
2-Edge Tip-Bar
_




M General Purpose Face Grooving 220~

Molded Chipbreaker

Type KFTB
Min. Face Groove Dia. 265~2250
Width (mm) 4.0~5.0
Grooving Depth (mm) 25~38
Ref. Page G87

Ground Chipbreaker ~ Ground Chipbreaker

Full-R
Type GFV
Min. Face Groove Dia. 220~2150
Width (mm) 20~6.0
Grooving Depth (mm) 2.2~8.1
Ref. Page G78

M Face Grooving & Traversing 225~
(CERACUT Plunge & Turn)

Type GFVS
Min. Face Groove Dia. 235~2150
Width (mm) 25~6.0
Grooving Depth (mm) 4.6~8.1
Ref. Page G80

Ground Chipbreaker

Ground Chipbreaker

Ful-R
Type GFVT
Min. Face Groove Dia. 235~@150
Width (mm) 2.5~6.0
Grooving Depth (mm) 4.6~8.1
Ref. Page G80

B Face Grooving 235~

Type KFMS
Min. Face Groove Dia. 025~2235
Width (mm) 3.0~6.0
Grooving Depth (mm) 13~32
Ref. Page G84
\f
Molded Chipbreaker
Type KFMS-8 Type GIFV
Min. Face Groove Dia. 254~155 Min. Face Groove Dia. 835~250
Width (mm) 8.0 Width (mm) 2.0~6.0
Grooving Depth (mm) 25 Grooving Depth (mm) 2.2~81
Ref. Page G86 Ref. Page G88
=

Molded Chipbreaker Ground Chipbreaker Ground Chipbreaker
Full-R

Ground Chipbreaker ~ Ground Chipbreaker
Full-R

|| Grooving % n

G63



. VNFG (System Tip-Bar)

Small Diameter Face Grooving

| Grooving %

L2 1
v.
T
T e
L -\ p w
© %71 [] =
'Y &
77 %7 é‘ -
(-NB=0") 25° | <
* Right-hand Shown
@ Insert Dimensions Classification of usage I\F/’I gZ:T;ftgi ;Alloy Steel 8
@ : Continuous / 1st Choice | 1K | Castlron [
O : Continuous / 2nd Choice|__N__| Non-ferrous Metals @K )
S Titanium Alloy O .
H Hard materials (under 40HRC) [ )
Hard materials (over 40HRC)
Min. © PVD 3
Cutting Dimension (mm) % Coated | €| PCD
" Dia. O | Carbide | S Ref. Page for
Description S | 8 | Toolholder
oA 22 2/8/2/8|35
W003 | g H L1 L2 F T O g g:’ % =M=
MIN. MAX. Floglel ol % %
VNFGR 0810-10 1.0 20 oo oo
0820-10 g | oo | 20 1005/ 39 /2906 10 | 7.3 |~ { AN ) L AN F16
0830-10 0) | () |30 30 @ @ L B F17
VNFGR 0820-10NB 2.0 2.0 O|O F18
0830-10NB 3.0 0.05| 3.9 1296 10 | 7.3 3.0 OO0

‘- Dimension T shows available grooving depth. ‘

@ Recommended Cutting Conditions

Recommended Insert Grade (Cutting Speed: m/min)
Cermet | PVD Coated Carbide | Carbide
Workpiece VNFG0810 | VNFG0820 | VNFG0830
. 1=} 1=} o Remarks
Material & 2 3 =
o b5 4 E
e o f (mm/rev)
Carbon Steel / Alloy Steel | ¢, 3025\*1700 30'!1'00 ~0.02 ~0.04 ~0.05
Stainless Steel 07500 | 3% | 5350 ~0.01 ~0.02 ~0.03 |Coolant
Non-ferrous Metals B0 ~0.04 ~0.06 ~0.08

in 5 piece boxes.

System Tip-Bars are sold

% : 1st Recommendation

¥ : 2nd Recommendation

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

+ Face grooving diameter gD MIN. (0) means that you can make the initial groove within MIN — MAX and then widen it to the center.

O : Check Availability
L : Std. Item (L-hand Only)



Tip-Bar for Micro Internal Grooving HPFG / PSFG-S

. HPFG Face Grooving (Small Dia.)

T
% & T He &
= wl P e
Detail of Edge & 2 T~

&

N3

+0.03

w

o
9]

~

“Rehand Shown _—

@ Tip-Bars Dimensions

Face Grooving Dia. . . Insert Grade
Dimension (mm) : :
Description oA PVD Coated Carbide Carbide
MIN. | MAX. | W25 | re | gD H L1 L2 | L3 F T PR930 KW10
R L R L
HPFG%. 0807-10 8 o 1 o [ J [ J (]
0807-20 ©) () 2 0 6"52 7 6.2 | 80 | 25 | 85 | 6.9 3 [ J [ J (]
0807-30 3 ) o [ J (
‘-Dimension T shows available grooving depth‘ + Face grooving diameter gD MIN. (0) means that you can make the initial groove within MIN — MAX and then widen it to the center.
Applicable Sleeves ® F76
¥ Recommended Cutting Conditions
Recommended et Gtede| HPFGA HPFG. HPFG™
Workpiece Material o oueicatice] Carbide 0807-10 0807-20 0807-30 Remarks
PR930 | KW10 Feed Rate (mm/rev) 2
Carbon steel / Alloy steel _ - - - 3
(Ca5/ 34CrMod 6te) | 30%o0 0.02 0.04 0.05 8
i )
S50 o) X, | - ~0.01 ~0.02 ~0.03 Coolant
Non-ferrous Metals
(Aluminum / Brass etc.) - ~§o ~0.04 ~0.06 ~0.08
% : 1st Recommendation ¥ : 2nd Recommendation
B PSFG-S (Tip-Bars) This insert will be switched to HPG Type (2-Edge).

N

28

« Right-hand Shown ‘Lsu
o o PVD |3 o
Pz Cnting Dimension (mm) E|Coated 8] %
QA o) X © O
) : O |Carbide |5 20
Workpiece Material -
=g28e =2
MIN. [MAX.| W=% | re | gD | H | L1 | L2 | L3 | F T e¢g2e=z 3
oxxEe o
PSFG®. 0810-20S 8 oo 1.0 cdy o
0820-20S ©0) | (=) 20 |005| 6.8 | 6.2 | 80 |255| 7 34 | 20 OO OO F80
0830-20S 3.0 [ | o |
\-Dimension T shows available grooving depth. \ + Face grooving diameter gD MIN. (0) means that you can make the initial groove within MIN — MAX and then widen it to the center.

©® Recommended Cutting Conditions

Recommended Insert Grade
(Vc: m/min) g
. . | Cermet |PVD Coated Carbide|Carbide| PSFG0810 | PSFG0820 | PSFG0830| ©
Workpiece Material o o IS
I ) ) S &
© (<]
o [ [ s
o o = Feed Rate (mm/rev)
Carbon steel / Alloy steel
(S45C / SCM e>tlc,) 60?*1?20 soﬁoo 30:A1'00 ~0.02 ~0.04 ~0.05 =
©
Stainless Steel (SUS304 etc.) 50?*1700 3050 | 3050 ~0.01 ~0.02 ~0.03 ?8
NonHerrous Metals (Aluminum / Brass fc,) I ~0.04 ~0.06 ~0.08 ©

% : 1st Recommendation ¥ : 2nd Recommendation
@ : Std. Item
[[] : Deleted from the next catalogue | ) ) )
Tip-Bar is sold in

1
1
. 1 piece boxes. 'G65



Micro Dia. Face Grooving (Twin Bars)

. TWFG (Lay-down : Insert specifications)

Face Grooving ) ) Angle Insert Grade
Dia. Dimension (mm) oy |PVDCoated 2
L 2A () [ camice | §
Description § )
MIN. [MAX.| W re B 0 = E
o
. \TWFGL 050 0.5 1.0 15° o [ )
080 0.8 1.5 ) [ [ )
100 6 | o 1.0 (] [
125 0 () 1.25 | 0.05 | 2.2 [ [ )
150 |0 (*) 15 2 @ @
180 1.8 [ ] [ )
«L-hand Shown 7200 20 3.0 . .
‘- Dimension B shows available grooving depth,‘ « Face grooving diameter gD MIN. (0) means that you can make the initial groove within MIN — MAX and then widen it to the center.
. STW (Square Shank for Lay-down type) (For right-hand toolholder for boring, see F12.)
T
T
@ QLT i €3
L1 gt L L3 Fig.2
- 1 — T
T < -
I <
@ -L-hand Shown i
> ® Toolholder Dimensions
3 Dimension (mm) Spare Parts
] Q Clamp Screw Wrench sl s
(D f_an
Description St | B L1 |L2| L8| F1|F2| T |F3| & K ® G66
STWL 1010F-15 @® 1010 85 10
1212F-15 @ 1212 12
1010K-15 [] ]10]10 - (10 Fig.1
1212K-15 @ 12[12],, - 12 - | 3] - SB-3080TR LTW-10S | TWFGL OOO
1616K-15 ® 16|16 1
2020K-15 @® 2020 25 25 Fiq.2
2525M-15 @ |25]25]150 32 '9.

\- Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth : “B” Dimension of Insert.\

. S..-STW (Round Shank for Lay-down type) (For right-hand toolholder for boring, see F12.)

N
$
.

i !4

%,

m the center
e tip of edge

+L-hand Shown Fig.1
@ Toolholder Dimensions
Dimension (mm) Spare Parts
| Wrench
Description Std :]é clamp Screw Applicable Inserts
P ‘|gD1|oD2| H |L1|L2|L3|T I @ K ® G66
B
S12F- STWL15 @ 12 11180
S14H- STWL15 @ 14 13100 )
S15F- _ STWL15 ® isers 0 T |28 Fig.1
S16F- STWL15 ® 16 18
S$19G- STWL15 [ 19.05/18.5| 17 90
S19K- STWL15 [ ] ) ) 120 SB-3080TR LTW-10S TWFGL OOO
S20G- STWL15 [ ] 20 119.5] 18 90
S20K- STWL15 [ ) 120 - 13 Fig.2
S22K- STWL15 @ | 22 121.5/20 125
$25.0J- STWL15 @ | 25 [24.5/23|110| 22
S25K- STWL15 @ 254] 25 23120
- Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth : “B” Dimension of Insert.

_____________________

5 gtdI Fedmf o ¢ cotal : Twin-bars are sold in 1
G66 " eleted from the next catalogue 1 5 piece boxes |



. TWFGT (Stand up : Insert specifications)

Face Groovingl . Anglle|Insert Grade
Dia. Dimension (mm) o PPVD Coated =
_ oA () | canide | 8
Description [ =
MNMAX] W | re | B | 8 || |2
- 3
o
TWFGTR 050 0.5 1.0 150 [ ) [ ]
080 0.8 15| ° @ @
) 100 | 5 oo | 1.0 o o
125 11251005 22 [ ) [ ]
16 150 |(0)(®) 15 2@ [ ]
+R-hand Shown ;gg ;g 3.0 : :

\- Dimension B shows available grooving depth.\ + Face grooving diameter gD MIN. (0) means that you can make the initial groove within MIN — MAX and then widen it to the center.

. STWS (Square Shank for Stand up type : L-shape)

. Q I
Twin-bars are sold in |
5 piece boxes )

20
) . it m[
+ F I
Lo ] i
L1
INE E@
K= I
) o
+R-hand Shown =
>
o]
o
@ Toolholder Dimensions ©
Dimension (mm) Spare Parts —
Deserition s % Clamp Screw Wrench e o T
E || B L1 |L2|L3|F1|F2| T |F3| & /  Gé7
STWSR 1010JX-15T @ 1010 16 10| 9
1212JX-15T @ 12/12]120 " | 121 7
1616JX-15T ® 1616 20 16| 3
STWSR 1010F-15T ® 10/10 10| 9
1212F15T ® 1212 % " - 4713 - | - | SB-3080TR LTW-108 | TWFGTR OOO
1010K-15T [] [10]10 10| 9
1212K-15T (1 112112125 | 121 7
1616K-15T (] 11616 20 16| 3
[ Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth : “B” Dimension of Insert. |
© Recommended Cutting Conditions (TWFG / TWFGT)
Recommended Insertf] TWFGL050
Grade TWFGL080 TWFGL125 TWFGL180
. (Ve: m/min) TWFGL100 TWFGL150 TWFGL200 -UE)
Workpiece TWFGTR050 | TWFGTR125 | TWFGTR180 | &
Material | PVDCOaed | Garpige | TWFGTROB0 | TWFGTR150 | TWFGTR200 | 5
TWFGTR100 x
PR1025 | KW10 Feed Rate (mm/rev)
Carbon steel / Alloy steel * - - -
(S45C / SCMetc.) 300100 0.02 0.03 0.04
Stainless Steel * - - -
(SUS304 etc) |  s0-60 0.01 0.02 002 ) Wet
Non-ferrous Metals Y - - -
(Aluminum / Brass etc.) ~300 0.03 0.04 0.06
% : 1st Recommendation ¥ : 2nd Recommendation
_____________________ @ :Std. ltem

[] : Deleted from the next catalogue G67



KGDF Face Grooving (&2

B Features

® Separate type toolholder (toolholder + blade) is

available.
Adaptable to wide applications of facing grooving by
changing blades

@ New insert clamping system “W Grip”
Unique “W Grip” (insert anti-slip structure)
provides stable machining quality

1) Prevents abnormal machining surface and/or insert
breakage resulting from slip of insert.

2) Improves repetitive installation accuracy of insert
“GDFM type and GDFMS type inserts cannot be used with a KGD type external grooving toolholder.”

® Smooth chip control
For general purpose GM Chipbreaker

M Advantages of Chipbreaker

us

For deep grooving DM Chipbreaker

‘ For general purpose  GM Chipbreaker

* Smooth surface from + Gradually raised surface

cutting edge to the far side  Keeps curling of chips in constant shape
Enhances breaking of chips and
maintains their evacuation direction
constant

+ Concave part in middle
Enhances breaking of chips

+ Inflated inner surface

|| Grooving

Enhances breaking of chips
and maintains their evacuation
in constant direction

« Flat cutting edge line
Improves chip control

- Curved lead edge
Keeps chips in constant shape

+ Smooth surface up to the far
side standing wall

Reduces cutting force, enhances
breaking of chips and maintains
their evacuation in constant
direction

- Steep surface near the
cutting edge
Good chip control in shoulder
grooving

@ High precision edge preparation

Separate type
toolholder

Top and bottom profiles
of the part gripped

Toolholder

W Girip technology

For deep grooving DM Chipbreaker

M Chip Control of GM Chipbreaker

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

@ Face Grooving (262)

0.05 0.08

Feed Rate f (mm/rev)

@ Side Grooving

1.0

Cutting
Width ae

) 0.5 %

3
3

0.1 0.15

Feed Rate f (mm/rev)

@ Traversing

e

et

ap 05 |_— - _.
(mm) S
g | 2 /h'f
oz | Bangd s
§ L
0.05 0.1 0.15
Feed Rate f (mm/rev)

0.8

G68

Q High precision molding technology with tolerance +0.03 mm (Edge width 3, 4 mm types)
® Highly-reputed MEGACOAT technology

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



. GDFM I GDFMS Classification of usage - L L] -
M v 5
@ : Continuous-Interruption / 1st Choice o E
(> : Continuous-Interruption / 2nd Choice “ °
@ : Continuous / 1st Choice e
O : Continuous / 2nd Choice |y |Hard materials (~40HRC) 5
Hard materials (40HRC~) “a_a
Dimension (mm) Cermet| MEGACOAT | &
o
Shape Description W S 5 E b
{olerance = = &
g : « GDFM 3020N-030GM | 3.0 0,03 03| 23 e o o
5 T +0.
£ %-ng 4020N-040GM | 4.0 3] . lele e
S o E 5020N-040GM | 5.0 04 | 42 “le o e@
H — —] T +0.04
& 2-Edge 6020N-040GM | 6.0 5.2 ® O o
GDFM 3020N-030DM | 3.0 0.03 03|23 e o o
+0.
£ 4020N-040DM | 4.0 33 ® o o |G
o 20 | 43 G71
I 5020N-040DM | 5.0 04 | 42 ® O | 0 72
5 +0.04
= 6020N-040DM | 6.0 5.2 e O o
§ GDFMS 3020N-030DM | 3.0 0.03 03|23 ® O o @
I +0.
5 4020N-040DM | 4.0 3.3 o o o
& 20 | 4.3 o
2 5020N-040DM | 5.0 0.04 04 | 4.2 e o o £
+0.
6020N-040DM | 6.0 5.2 LR 3
O]

Recommended Cutting Conditions ® G74

@ Indication of Description

@Wwidth (®Chipbreaker symbol
@Tolerance Symbol 30:3mm (®Hand of Tool GM: Grooving and Traversing
M : M-Class 40 : 4mm N : Neutral DM : Grooving
| @Series | ®No. of edges ®lnsert Length @Corner-R (re)
Without Indication : 2-Edge 20 : 20mm 0.30: 0.3mm
S:1-Edge 0.40 : 0.4mm

@ Chipbreaker Selection

v v

(o) (Dot )

For general purpose GM {For deep grooving DM} For general purpose GM

<

* If chip control is not stable when using the general GM chipbreaker for
grooving, change the chipbreaker to the DM type for deep grooving.

Inserts are sold in

I
I
10 piece boxes. ,' G69

@ : Std. Item .
O : Check Availability :



Face Grooving Toolholders (Separate type)

B KGDF
L1
4 2
< 5@ g T
ﬁ +L-hand Shown |
D 1
< ® @ % T
t —————— %
L2
o
@ *R-hand Shown L1
o @ Toolholder Dimensions
k= 5 . . Width [Face Grooving Dia,
3 s Std Dimension (mm
8 o £ £ Toolholder Blade i (rm) | oD(mm)
o 2 = € | Unit Description Description Description
< § R|L ®G28 ®G73 H1zh|H2 |H3 | B |L1 | L2 |F1| T | W |MIN.|MAX.
(mm) | (mm)
KGDF. 2020X25-3AS |@|@ KGDF?. -25-3A-C 25130
13 2020X30-3AS @@ -30-3A-C 118| 36 13 30 |40
2020X40-3AS @@ -40-3A-C 40|50
2020X50-3BS | @ @ -50-3B-C 50 | 65
15 2020X65-3BS @@ -65-3B-C 120! 38 15 65 | 85
2020X85-3BS @@ KGDY:2020-C -85-3B-C | 20 | 12 |11.6| 20 242 85 |110
2020X110-3BS |@® | @ : . -110-3B-C 110]145
2020X50-3CS (@@ -50-3C-C 50 | 65
22 2020X65-3CS |@|@ 65:3C-C 1271451 22| 165185
2020X85-3CS |® @ -85-3C-C 85 |110
ol 3 2020X110-3CS |@|@ A10-3C-C 130148 |25, 1100145
KGDFf. 2525X25-3AS |@|@® KGDF?. -25-3A-C 25130
13 2525X30-3AS | @@ -30-3A-C 143| 36 13 30 | 40
2525X40-3AS @@ -40-3A-C 40 | 50
2525X50-3BS | @@ -50-3B-C 50 | 65
15 2525X65-3BS | @@ -65-3B-C 145! 38 15 65 | 85
2525X85-3BS | @@ KGDY+2525-C -85-3B-C | 25| 7 [11.6]|25 29.2 85 110
2525X110-3BS @@ A -110-3B-C 110[145
2525X50-3CS |O|O -50-3C-C 50 | 65
22 2525X65-3CS O[O 65:3C-C 192/45] 22| 65785
2525X85-3CS |O|O -85-3C-C 85 110
25 2525X110-3S[O[0O A10-3¢-C 195/48| 125  [410[145
@ KGDF toolholder Assembly Identification
Unit Description Toolholder Blade - R-hand Blade for R-hand Toolholder, L-hand Blade for
(Unit Description is not printed.) (Toolholder Description is printed.) (Blade Description is printed.) L-hand Toolnolder.
* The Unit Description is not printed on the product.
L-hand : KGDFL...S R-hand : KGDR...-C L-hand : KGDFL...-C o
It is printed on the box label.
+ Combination of the toolholder and blade (both separately
sold) can make up the corresponding assembly.
* The insert clamping bolt (BH6x10TR), blade fixing bolt
- (SB-60120TR) and wrench (LTW-25) which are included
in the toolholder can be used.
*L-hand Shown *R-hand Shown *L-hand Shown
R-hand : KGDFR...S L-hand : KGDL...-C R-hand : KGDFR...-C
*R-hand Shown *L-hand Shown *R-hand Shown

G70

@ : Std. Item
O : Check Availability




® Toolholder Dimensions

3 . . Width Face Grooving Di
= Std.
N Toolholder Blade SUEEE (mm) | _oD(mm)
5: = 8 | Unit Description Description Description
§ R|L ®G28 ®G73 H1=h|H2 |H3| B | L1 | L2 |F1| T | W |[MIN.|MAX.
(mm) | (mm)
| 13 | KGDF?. 2020X25-4AS @ @ KGDF?. -25-4A-C 118 36 13 25135
2020X35-4BS @ @ -35-4B-C 35|50
2020X50-4BS @ @ -50-4B-C 50|70
2020X70-4BS @ @ -70-4B-C 70 [100
15 2020100485 @@ -100-4B-C 120138 | 115 [400[150
2020X150-4BS @ @ -150-4B-C 150(220
] 2020X220-4BS | @ @®| KGD+2020-C -220-4B-C | 20 | 12 [11.6| 20 24.2 220| «
2020X35-4CS @ @ -35-4C-C 35|50
2020X50-4CS @ @ -50-4C-C 50|70
2020X70-4CS @ @ -70-4C-C 70 [100
25 2020X100-4CS @@ -100-4C-C 130148 125/ [400/150
2020X150-4CS @ @ -150-4C-C 150(220
4 2020X220-4CS @ @ -220-4C-C 4 220| «
| 13 | KGDF?. 2525X25-4AS @ @ KGDF?. -25-4A-C 143| 36 13 25135
2525X35-4BS @ @ -35-4B-C 35|50
2525X50-4BS @ @ -50-4B-C 50|70
2525X70-4BS @ @ -70-4B-C 70 100
15 2525X100-4BS @ @ -100-4B-C 1451381 1151 400[150
2525X150-4BS @ @ -150-4B-C 150(220
] 2525X220-4BS | @ @) KGD+2525-C -220-4B-C | 25| 7 |116| 25 29.2 220| =
2525X35-4CS | @@ -35-4C-C 1 35|50 | >
2525X50-4CS @ @ -50-4C-C 50|70 3
2525X70-4CS @ @ -70-4C-C 70 100 o
25 2525X100-4CS @@ -100-4C-C 1951481 1251 [900[150 3
2525X150-4CS @ @ -150-4C-C 150(220
2525X220-4CS @ @ -220-4C-C 220| = —
o KGDF®. 2020X25-5BS @ @ KGDF?. -25-5B-C 25135
2020X35-5BS @ @ -35-5B-C 35|50
2020X50-58S @ @ -50-5B-C 50175
15 2020X75-5BS @ @ -75-5B-C 120| 38 15 75 115
2020X115-5BS @ @ -115-5B-C 115|180
2020X180-5BS @ @ -180-5B-C 180[235
2020X235-5BS @ @ -235-5B-C 235| «
20 2020X25-5CS _|@|@ KGD#2020-C 255c-C | 20| 12116120 551431242150 2535
2020X35-5CS @ @ -35-5C-C 35|50
2020X50-5CS @ @ -50-5C-C 50|75
2020X75-5CS @ @ -75-5C-C 75 115
25 2020X115-5CS @ @ 115-5C-C 1301481 1251 15180
2020X180-5CS @ @ -180-5C-C 180|235
5 2020X235-5CS @ @ -235-5C-C 5 235| =
KGDF?. 2525X25-5BS @ @ KGDF?. -25-5B-C 25135
2525X35-5BS @ @ -35-5B-C 35|50
2525X50-5BS @ @ -50-5B-C 50175
15 2525X75-5BS @ @ -75-5B-C 145| 38 15 75 115
2525X115-5BS @ @ -115-5B-C 115|180
2525X180-5BS @ @ -180-5B-C 180[235
2525X235-5BS @ @ -235-5B-C 235| =
20 2525x25.5¢S | @@ KGD#2525-C 255cC | 20| 7 |116/25 4501431992/ 20| |25 35
2525X35-5CS @ @ -35-5C-C 35150
125 2525X50-5CS |@|® 50-5C-C 1551481 125 155175
2525X75-5DS @ @ -75-5D-C 75 |115
2525X115-5DS @ @ -115-5D-C 115|180
32 2525X180-505 @@ -180-5D-C 162155 132 480235
2525X235-5DS | @ @ -235-5D-C 235| «©
@ Face Grooving Toolholder Assembly Identification System
Hand of Unit Toolholder shank size Total toolholder length Width Symbol of assembly toolholder
R : R-hand 2020 : [20 X: Special 3:3mm S: Indicate the Unit Description
L : L-hand 2525 :[]25 4 :4mm
: ] I ] I
| 5]-[3 S
[ I—I
Series Min. diameter in face grooving | For the minimum extemal diameter which Grooving Depth
KGDF Indicates the minimum external diameter can be applied to the initial face grooving A:13mm 2-Edge insert
Face grooving which can be applied to the inital face grooving. | (you can also use 1-corner insert), see the B:15mm (1-Edge insert can also be used.)
25 : 25mm MIN. value of “Face Grooving Dia. gD" in the C :20~25mm 1-Edge insert
. dimension tables of toolholders and blades. D : 32mm
235 :235mm

@ : Std. Item O : Check Availability
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Face Grooving Toolholders (Separate type)@

B KGDF

@ Toolholder Dimensions

g Std. e Width Facegroownng.
v | s Toolholder L (mm) [~oD{mm)
5| 5|5 . " - Blade Description
c S K9 Unit Description Description @G73
< <§>é RIL| ©G28 Hi=h|H2 |H3| B |L1|L2|F1| T | W |MIN. [MAX.
(mm) | (mm)
KGDF". 2020X25-6BS @ @ KGDF?. -25-6B-C 25|35
2020X35-6BS @ @ -35-6B-C 35(50
2020X50-6BS @ @ -50-6B-C 50|75
15 2020X75-6BS @ @ -75-6B-C 120| 38 15 75 115
2020X115-6BS @ @® -115-6B-C 115/180
2020X180-6BS @ @ -180-6B-C 180|235
2020X235-6BS @ @ -235-6B-C 235| =
20 2020X25-6CS_|@ @ KCD%2020-C 25.6cC | 20|12 16120 15543124220 [25/35
2020X35-6CS @ @® -35-6C-C 35|50
2020X50-6CS @ @ -50-6C-C 50 (75
2020X75-6CS @ @ -75-6C-C 751115
25 2020X115-6CS @@ -115-6C-C 130148 125 I4{5/180
2020X180-6CS @ @ -180-6C-C 180|235
ol 6 2020X235-6CS @ @ -235-6C-C 6 235| «
KGDF". 2525X25-6BS @ @ KGDF?. -25-6B-C 25|35
2525X35-6BS @ @ -35-6B-C 35[50
2525X50-6BS @ @ -50-6B-C 50|75
o 15 2525X75-6BS @ @ -75-6B-C 145| 38 15 75 115
§ 2525X115-6BS @ @ -115-6B-C 115/180
8 2525X180-6BS @ @ -180-6B-C 180|235
o 2525X235-6BS @ @ -235-6B-C 235|
© 20 2525X25-6CS |@@ KCD72525-C 25-6c-Cc | 20| 7 |6 25145014312 20| [25/35
— 2525X35-6CS @@ -35-6C-C 35|50
25 2525X50-6CS @@ -50-6C-C 195/48| 25| 155175
2525X75-6DS @ @ -75-6D-C 75 115
2525X115-6DS @ @ -115-6D-C 115|180
32 2525X180-6DS @@ -180-6D-C 162155 132 480235
2525X235-6DS @ @ -235-6D-C 235| =
@ Spare Parts
Spare Parts
Clamp Bolt Fixing bolt
. (for Insert Clamp) (for blade) tlizien
Unit
Description ¢.)
p
KGDF"......S BH6X10TR SB-60120TR LTW-25 * Note that the parts are included in the toolholder
when purchasing the toolholder and blade
separately.
’ Face Grooving Dia. gD ‘ Minimum traversing diameter of small Qroove  Traversing towards the Center causes the tooholder to ntefere with the groove wal depending on the inifal cut's diameter,
Face grooving diameter (@D) is the value which can be applied oD 25 26 57 28
to the initial grooving on the unprocessed workpiece (see Fig.1). Over
Then, you can widen it up to the center toward the od Description ed
inside (excluding the models listed in the right table), KGDF%. 2020X25-3AS 4 5 0 0
and infinitely toward the outside. 2525X25-3AS -
- - / | KGDFY. 2020X25-4AS | s | o | B
{ Interference 2525X25-4AS 2
B k KGDF%. 2020X25-5AS 7 4 1 Z%
Remaining Boss Dia.gd 2525X25-5AS g
_ gT _ KGDF%. 2020X25-6AS 9 4 1 °
— 1 a4 2 2525X25-6AS <
® A Example)
. If a groove of external diameter @25 is created using
I R S . KGDFR2020X25-3AS and traversing is made toward the inside, a
24 portion will be left in middle due to interference of toolholder.

Fig.1
@ : Std. Item O : Check Availability
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@ Blade Dimensions

Std. |Dimension (mm) R0
Shape Blade Description gD(mm) Applicable Inserts | Toolholder
R-hand Shown R|L| L T A | MIN. | MAX. ® G69 ® G28
KGDF". -25-3A-C @ @ 25 30
-30-3AC @ @ 474 13 30 40
-40-3A-C @ ©® 40 50
-50-3B-C (@ © 50 65
-65-3B-C ©® @ 494 15 65 85 |GDFM 3020N-030GM
-85-3B-C @ | @ : 2 85 | 110 |GDFM 3020N-030DM
-110-3B-C | @ | @ 110 | 145 |GDFMS 3020N-030DM
-50-3CC (@ ©® 56.4 | 22 50 65
-65-3C-C : : : 65 85
-85-3C-C 85 | 110
-110-3¢c-C @ @ 04| » 110 | 145
KGDF" -25-4A-C (@ @ [474| 13 25 35
-35-4B-C @ © 35 50
-50-4B-C @ @ 50 70
-70-4B-C ©®  ©® 494 15 70 | 100
-100-4B-C @ @ ’ 100 | 150
-150-4B-C @ | ® 150 | 220 |GDFM 4020N-040GM
-220-4B-C @ | @ 3 | 220 «© |GDFM 4020N-040DM
-35-4C-C @ @ 35 | 50 |GDFMS 4020N-040DM
-50-4C-C @ ©® 50 70
-70-4CC @ © 504 | 25 70 | 100
T -100-4C-C @ @ ’ 100 | 150
-150-4C-C @ | @ 150 | 220
% -220-4CC @ | ® 220 |
KGDF?. -25-5B-C @ @ 25 35 o
< -35-5B-C @ | ® 35 | 50 £
-505B-C | @ | @ 50 | 75 g
-75-5B-C @ @ 494 | 15 75 | 115 15
-115-5B-C | @ | @ 115 | 180
-180-5B-C @ | @ 180 | 235 KGDY: -+ --C —_—
-235-5B-C : : 235 | KGDS#.-----C
-25-5C-C 5441 20 25 35 N
e S8 T 4 3 wmamon
-50-5CC @ © 50 75 A
755CC | ©® | @ 75 115 |GDFMS 5020N-040DM
-115-5CC | @ | @ | 04| 2 115 | 180
-180-5C-C @ | @ 180 | 235
-235-5C-C @ @ 235 o
-75-5D-C | @ | ® 75 | 115
-115-5D-C | @ | @ 66.4 | 32 115 | 180
-180-5D-C @ @ ’ 180 | 235
-235-5D-C | @ | @ 235 ©
KGDF®. -25-6B-C @ | @ 25 35
-35-6B-C @ | @ 35 50
-50-6B-C @ © 50 75
-75-6B-C | @ @ |494| 15 75 | 115
-115-6B-C @ @ 115 | 180
-180-6B-C @ | @ 180 | 235
-235-6B-C @ | @ 235 |
-25-6C-C @ @ [544] 20 25 35 N
fee S8 T | 4 3 wmmon
-50-6C-C @ © 50 75 A
756CC ©  ® 75 115 |GDFMS 6020N-040DM
-115-6C-C | @ @ | 04| % 115 | 180
-180-6C-C @ | ©® 180 | 235
-235-6C-C @ | @ 235 |
-75-6D-C @  © 75 | 115
-115-6D-C | @ | @ 66.4 | 32 115 | 180
-180-6D-C @ | @ | 180 | 235
-235-6D-C @ | @ 235 ©
@ Face Grooving Blade Identification System
hand of blade Width Blade Symbol
R : R-hand 3:3mm 5:5mm C:Toolholder shank length
L : L-hand 4:4mm 6:6mm 20 mm /25 mm
| | |
KGDF R|{-|125 |-| 3 A |-| C
I I I
Series Min. diameter in face grooving Grooving Depth
Indicates the minimum external . Description
K(GBDF Eace diameter which can be applied to the A 13mm . 2Edge insert
rooving initial face grooving. B: 15mm (1-Edge insert can also be used.) | | ot No.
25: 2.5mm C : 20mm~25mm 1-Edae insert E le of printi f blad b
235 - 335mm D - 32mm 9 xample of printing of blade number

@ : Std. Item O : Check Availability
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Recommended Cutting Condltlons/

€ Recommended

Cutting Conditions (Vc)

Workpi Recommended Grade (Vc : m/min) g
orkpiece Cermet MEGACOAT g
Material s
TN90 PR1225 PR1215 |
Carbon Steel ¥ * Y
(SxxC etc.) 80~200 60~160 80~160
Alloy Steel P * Y -
(SCM etc.) 70~160 60~150 60~150 %
Stainless Steel e * ¢ 8
(SUS304 etc.) 60~150 50~120 50~120 o
Cast Iron *
( FC/FCD etc.) 80~160

¥ Recommended Cutting Conditions (Feed Rate / ap)

% : 1st Recommendation ¢ : 2nd Recommendation

(Workpiece Material: S50C)

Grooving and Shoulder grooving (Side grooving) Traversing
A
& =
3 ~f .
S %
@ £ I
o O } -
% - M in the graph indicates
o the center value of
8 feed (f)
— | 2
? 6 -1 || fmemmememeen e 3.0
8 5| ]
| Widtng | o
© w (mm)
= mm) o |___
£ (mm) 3t 1.0
o
) I N |
% 0.05 0.10 015 0.20 0.25 0.05 010 015 0.20 0.25 0.30
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
2
5 6 - || oo 3.0
©
= 5 -1 || .
5| width, | ——p — 2P 2.0
2 w (mm) W=4mm
FRG T e — Sl Er—
S W=3m!‘n I |
o
g I I |
= 0.05 0.10 015 0.20 0.25 0.05 010 015 0.20 0.25 0.30
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
@ The left graph shows the feed rate (f) in shoulder
()] — ] [ [F— grooving (side grooving) using GM/DM chipbreakers.
c
§ Y 1 || p---e-1
Width g |- B o]
S| M4 1 || }
= | mm) g - -
= (mm) 5
= I
0.05 0.10 0.15 0.20 0.25 0.30
Feed Rate f (mm/rev)

1) The above values are based on the condition that the dimension T of toolholder is 15 mm or less.
2)If the toolholder’s dimension T is over 15 mm, set the values for traversing to less than 90% of those above.
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For Successful Machining with KGDF/

M Points to be checked for face grooving

1) Toolholder Selection 2) Machining conditions
Check the range of applicable (Feed rate: f)
“face grooving diameter” as When machining on
well as the groove width and steel, set the feed rate (f)
depth. so that chips are created
in a helical form in cut-off
(see Fig. 1).

3) How to widen the groove (Cut-off and Traversing)

Start machining from the outside and then proceed to the inside.
Chip control will be better in this way.

Cut-off (Grooving + Side grooving) Traversing

| Grooving %

4) Guide for traversing
A .When the cutting amount (ap)

is over 0.5 mm

(MPerform Cut-off. =—@®
(®Return the cutting by 0.1 mm. | @
(®Perform traversing. Z N6

(See Fig.1)

@ When widening the face groove width (See Fig.2) —

Apply the “Step Turning”. ﬂ @
Then perform finishing. Ll .-
G

Fig.2

B. When the cutting amount (ap) is

under 0.5 mm ©
(DPerform Cut-off.

(@Perform traversing. S
Machining without interruption is ¢
possible. (See Fig.3) @)
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| Grooving %

G76

Small Diameter Face Grooving Toolholders [GVF-AA Insert]/

B GFVS-AA

T
L
o w
\
L2 S
] L1 v
T I
R
: &

N
«°
SR %
S (IS
S ONCH Priny
&° %

4

¥

"% 4y ':l;E

® Right-hand Shown

I
\
\
\
\
| %
\
\
\
\

® | eft-hand Shown

’ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

B GFVT-AA

-

Without Offset (210mm, B12mm)

°

L1

H3

[ et 5

Fig.

® Right-hand Shown

1

® | eft-hand Shown

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

7

With Offset (©16mm, ©20mm, ©25mm)

[}

L1

H3

Fig.2

® Right-hand Shown

® | eft-hand Shown

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

@ Toolholder Dimensions

. . Face Grooving Dia. Spare Parts
Std. Dimension (mm) 0 . ) Clampget T '
Bl -% Applicable Inserts
RIL|H1| h [H3| B |L1|L2| F | T |[MIN.MAX| & '\gg @6
GFVS.  1010F-08AA |(I[CJ/10[10] [10[80] [15]
1212H-08AA |[JJ[12[12] [12[100 [16] o | oo GVF'k100-005AA
1616H-08AA |1 ] 16 16/5.516 1100 18/20/2.2| (@) * | CPSV | FT5 (
2020K-08AA (@ @20 (20| [20]125 |25] GVF'£300-005AA
2525M-08AA (@ @25 25| [25[150 |32
GFVT. 1010F-08AA [C1CJ[10]10[ [10[80],, [10] Fo
1212H-08AA ||/ 12]12 121100 “7 [ 12 8 | oo 9. GVF'k100-005AA
1616H-08AA |[J[] 16 165.5/16/100 20/2.2 (0 | o0y CPS-5V | FT-15 (
2020K-08AA (@/®20 20| [20[125/14|25] Fig.2 GVF'£300-005AA
2525M-08AA (@ @25 25| [25[150 |32

Note 1:\Dimension T shows available grooving depth.\

2. The value ( ) of Face Grooving External Dia. (gD Max) is the maximum outer diameter value after the initial groove between MIN~MAX. (It is possible to widen the groove to

infinity «).

The value () of Face Grooving External Dia. (D Min) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the

initial groove between MIN~MAX.

@ : Std. Item
O : Check Availability
[ : Deleted from the next catalogue




Grooving Inserts -

. Appllcable Inserts I\F/,I ::mz::lel;uoysm' : Classification of usage
(mm) K |CastIron o @ : Continuous-Light Interruption /
Description N |Non-ferrous Metals o e ::St Qhoice Light ion/
GVF. ...-100AA S |ty ™y ) onnnuqus- ight Interruption
B 2nd Che
...-200AA| 4.3 12 4.5 H Hard materials (under 40HRC) o .;Cr:)ntinzlooel;sﬂst(:hoice
...-300AA Hard materials (over 40HRC) O : Continuous / 2nd Choice
. . PVD | &
Dimension Cermet | Coated| -2 | PCD S 5
" (Previous (mm) Carbide| S Applicable | 32
Insert Description ololo|=|e =
inti Slolo@™ o|=| Toolholder | & &
Description) o < |© =1 “ 3
wie | = 2382828558 3°
R-hand shown FFEFpgin X e
/rs
< . |GVF7.100-005AA GVFY 100AA | 1.00 ®0 R
s Weoos GFVSFi---08AA
ay 200-005AA 200AA | 2.00| 22005 (@ ; G76
et GFVT?.-08AA
L s 300-005AA 300AA [3.00 @O

- Dimension B: shows available grooving depth.|
- GVF®L...005AA inserts are not compatible with GVF7....-0 O OA (see page G83) inserts because their Side Relief Angle is 10°.

@ Face Grooving Diameter of GFVS-AA (also GFVT-AA)

Face Grooving
ipti Dia. gD i
Description Mll\ll MAX QERIEISERI ® |t is available to infinity % in case of machining
GFVS™: 1010F-08AA : - the first groove bigger than MIN.

1212H-08AA "8 o GVF'R1COAA 21t is available to infinity © when machining 2
161€H-08AA ~ toward outer diameter. 3
2020K-08AA | (0) | (oo) GVF4Y=300AA o
2525M-08AA ©

* When widening the groove width to inner diameter.
L . . For machining up to the center of the workpiece
If the initial groove is made smaller than this, regardless of insert width.

®Refers to the machining of the initial groove with MIN.28.

the toolholder interferes with the workpiece. = —
g o B 8 s 1
] 2 8§ 2 7 3 3 7 2
S Z |
_ J{» ’ =q ML © NE
- - £ ge
Installing GVFL100AA | Installing GVFL300AA £s £s
Installing GVFL100AA | Installing GVFL300AA

@ Recommended Cutting Conditions (GFVS-AA / GFVT-AA)

Recommended Insert Grade (Cutting Speed: m/min) Gr in Tr rsing*
. PVD Coated Carbide | Carbide ooving aversing
Workpiece
. (=] o I=) Remarks
Material 2 e S f ap f
E E > (mm/rev) (mm) (mml/rev)
* ~ ~
Carbon Steel / Alloy Steel | .00 | 502900 0.01~0.05 | Max.0.5 | 0.01~0.05
i S * - N Coolant
Stainless Steel 50280 5080 0.01~0.03 | Max.0.3 | 0.01~0.02
Non-ferrous Metals ~§0 0.01~0.08 | Max.0.5 | 0.01~0.08
* ap has to be set for less than corner-R(re) when traversing of edge width % : 1st Recommendation ¥ : 2nd Recommendation
1.0 mm (GVF7.100AA).
@ : Std. ltem O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Onl T
y ( y) ( y) : Inserts are sold

I
I
L in 10 piece boxes. 'G77



Face Grooving Toolholders [GVF Insert]

M GFV

L1

H1 |H3|

| @’bq

GFV%.2020K-201A
GFV7.2525M-201A
Shows right Figure.

J‘EA —

® Right-hand Shown

R-hand Insert is for R-hand Toolholder, L-hand Insert is for L-hand Toolholder,

® | eft-hand Shown

@ Toolholder Dimensions

; ; Face Grooving Dia. Spare Parts
Std. Dimension (mm) i GErera Ton | Apnee
Description ZEOWP : Inserts
E@ RLH1hH3BL1L2L3FTOD1M|N.MAX. % © G83
o)) g FT
S [GFVIL  2020K-201A |® @20 21| | 20|125/20] 19|25 20 GVFL200A-340R
g 2525M-201A @@ 25|26 % 25 150 23 22|32 %2 *0| (1) *° | PS5V - FT15 | GyPfL100AR-150AR
©  [GFV  2020K-351B (@/@[20 21| 20125 28(26(25, GVFL2508~3508
— 2525M-351B |@/@ 25 26|  |25150/30|28/32 *°| | 35 | 50 GVFL1508R
2020K-3528 (@ ® 20(21  |20[125/2826 25/, |7 |(25) () GVFL400B~4908
2525M-352B |@\® 25|26 | 25|150,30 2832 > GVFL2008R
2020K-501B (@20 21 2012528/ 2625, GVF,2508~3508
2525M-501B |@/® 25 26|, 125150 30|28/32\*° _ |50 |70 | | oo | GVFLIsOeR
2020K-5028 (@ ® 20|21 | 201252826 25/ > |(25) () GVFL400B~4908
2525M-502B |@\® 25|26 | 25|150,30 2832 > GVFL2008R
2020K-701B (@20 21 [20]125/28/2625, GVF,2508~3508
2525M-701B |@/® 25 26| |25/150 30| 28/32|*° _ | 70 100 GVFL1508R
2020K-7028 (@ ® 20(21  [20[125/2826 25/, | " |(25) () GVFL400B~4908
2525M-7028 |@ @ 2526 | 25150/30 2832 > GVFL2008R
GFVY.  2525M-501C @@ 66/, 50 70 GVFL350C-450C
2525M-502C @ ® ss [B117025) () GVFL500C-600C
2525M-701C @ @ 66/, 70 100 GVFL350C-450C
2525M-702C (@@ 8.1 ""|(25)| (=) GVFL500C~600C
2525M-1001C |@|@| 22 | 20 |95/ 25[150 36 732 6.6, 0/ 100|150 © | OPSEV UW Gyrssac-dsoc
2525M-1002C [@ @ 35 [8.1] 0 |(25)| () GVFL500C-600C
2525M-1501C [@ @ 6.6/, [150/250 GVFL350C-450C
2525M-1502C |@ @ 8.1 (25)| (=) GVFL500C-600C

Note1[Dimension T shows available grooving depth. ]
2. gD1 shows toolholder head diameter to L3.

3. The value ( ) of Face Grooving Dia. (gD Max) is the maximum outer diameter value after the initial groove between MIN~MAX. (It is possible to widen the groove to infinity «).
The value () of Face Grooving Dia. (D Min) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial

groove between MIN~MAX.

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

@ Selection of Toolholder & Insert
Toolholder R-hand Toolholder L-hand
Insert R-hand Insert L-hand

K

5

@ : Std. Item

G78

O : Check Availability R : Std. Item (R-hand Only) L : Std. Item (L-hand Only)



Integral type

@ Face Grooving Diameter of GFV
@ e.g.) GFVFL...-201A

Face Grooving ® |t is available to infinity % in case of machining
Description Dia.eD | Applicable inserts the first groove bigger than MIN.
MIN. | MAX.
GFV*L 2020K-201A |20 | oo [ GVF¥.200A~240A ® |t is available to infinity © when machining
2525M-201A | (12) | (o) | GVFY.100AR~150AR toward outer diameter.

® When widening the groove width to inner diameter.

Face groove diameter D MIN (12) is the limit; the toolholder
interferes with the workpiece in case of smaller than ¢12.

®\When machining the initial groove on the fa¢e cf-MIN..g20

If the initial groove is made smaller than this,
the toolholder interferes with the workpiece.

H H Sl g | 8
g 8 8 7 g 7
I £ 8 ? 7|
T OJEIEEE -
§ slz- S %
a k. < 2 <[ 2
7) S— ST

p % pu 52 % 62

] 5 29 28

Installing GVFR200A Installing GVFR340A Installing GVFR200A Installing GVFR340A

©00000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000000

@ e.g.) GFV™L...-351B / 352B (same as GFV™L...-OOOB type, GFV"L...-OOOC type)

| Grooving %

Face Grooving
Description Dia. 6D Applicable Inserts
MIN.| MAX. ® |t is possible to widen the groove to
GFV*iL 2020K-351B GVF*.250B~350B infinity © when machining the initial groove
2525M-351B| 35 | 50 GVF*.150BR within MIN-MAX. and then widening to outer diameter.
2020K-352B | (25) |:(c0). | GVF¥.400B~490B
2525M-352B | GVFY.200BR

® \When machining the initial groove on the.face at MIN.g35 ® \When machining the initial groove on the face at MAX.250.

If the first groove is bigger than this,

If the initial groove is made smaller than this,
the toolholder intereferes with the workpiece.

the toelholder interferes with the workpiece.
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4.9 (Width)

2.5 (Width)
4.9 (Width)
2.5 (Width)

Installing GVFR250B Installing GVFR490B

Installing GVFR250B Installing GVFR490B

®\When widening the groove width to inner diameter.

Face Grooving Dia.gD MIN.(225 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at gD MIN.(235) or gD MAX.(250).
The toolholder interferes with the workpiece when closer to the center.

\
\
\

e

235
(MIN. Face Grooving
225
(Min. Boss Dia.)
N"

250
(MAX. Face Grooving Dia)
225 )
(Min. Boss Dia.)

!
50
(MAX. Face Grooving Dia)
225
(Min. Boss Dia.)

235
(MIN. Face Grooving Dia)
225
Min. Boss Dia.)

N

12.5

(Widening the Groove
Width to Center)
(Widening the Groove
Width to Center)
(Widening the Groove
Width to Center),

Installing GVFR250B

Installing GVFR490B

Installing GVFR250B

Installing GVFR490B

G79



Grooving %

Face Grooving Toolholders [GVF Insert] -

M GFVS

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

® Right-hand Shown

T
|
.
£ I
[20]
@) - |
| mYa
2 L1 L2 | w . \ ,
—F —E |
A i i S
- % ! ! $
T 1®-| = %, - [ - &
XS | | S
» t ‘ i\
N
|

® | eft-hand Shown

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

This toolholder can machine various face grooving diameters by replacing the Blade.
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® | eft-hand Shown

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

@ Selection of Toolholder & Insert

G80

GFVS type GFVT type
Toolholder R-hand Toolholder L-hand Toolholder R-hand Toolholder L-hand
Insert L-hand Insert R-hand Insert L-hand Insert R-hand
0 l 5
EF‘U -?‘m L
©) T ©)
@ Combination of Base-Holder & Blade
Base-Holder Std. Blade Toolholder . . How to refer to the face
(Stamped below) R|L| Description (Integrated Tool) S erliselEim (Eave) grooving toolholder and blade
SF?. -351B | GFVS%.2020K -351B older tyoe mari o Se ) . i
-352B | GFVT?.2020K -352B oceripenen - Camess 0: Though GFVSR2G25M-
GFVS?.2020K-HB (@ @ -501B -501B @ grooving holder, the size
GFVT?.2020K-HB (@ |® -502B -502B A\ Y of cutting dia. is unknown.
_;g;g _;g;g : (};t)tvl; could it be found
- - A: Take off the blade.
SF7. -351B | GFVS7.2525M -351B '7 Descrtion of he biade is
-352B | GFVT%.2525M -352B Base-Holder” % listed on the back of the
GFVS¥.2525M-HB (@ @ -501B -501B Bade T e descrnton
GFVT?%2525M-HB (@ @ -502B -502B ~ & -~ chech the dascription of
-701B -701B - the holder in the catalog.
-702B -702B If “SFR-1001C”
SF%. -501C | GFVS%.2525M -501C ISGIR;;SQF?;(Z‘EEEAH o the
'ggfg GFVT?.2525M 'gg?g description of the hoider is
- - “GVFSR2525M-1001C".
GFVS".2525M-HC (@ |® -702C -702C
GFVT%.2525M-HC (@ @ -1001C -1001C =
-1002C -1002C e
-1501C -1501C Blade (Back side) Blade (Face side)
_1 sozc _1 5°2c (With Blade Description)

+ R-hand Blade for R-hand Toolholder, L-hand Blade for L-hand Toolholder.
+ Installation of GFVT type is also pursuing example of installation of GFVS type.

: Std. Item

O : Check Availability R : Std. Item (R-hand Only) L : Std. Item (L-hand Only)




Separate Type

® Toolholder Dimensions

- - Face Grooving Dia. Spare Parts
Std. Dimension (mm) oD ‘ Clamp Set Wren(F:)h Blade Bolt Applicable
Description @ A | Inserts
RIL|H1| h [H3| B |[L1|L2| F| T MIN.MAX./@ g@f’/ ©® G83
GFVS%. 2020K-351B (@@ 20|21 20[125/30(25| 5.1 SFY.-351B GVF'250B~3508
2525M-351B |@|@®| 25| 26 251150/32 32| (4.6) | 35 | 50 GVF'k150BR
2020K-352B |@|®| 20| 21 2012530(25| 5.1 |(25)|(0) SF¥.-352B GVF'#400B~490B
2525M-352B (@ @| 25| 26 25150,32|32] (5.1) GVF'k200BR
2020K-501B (@@ 20|21 20(125/30(25| 5.1 SFL-501B GVF'%250B~3508B
2525M-501B |@ @ 25|26 |, 125[150 32|32| (4.6) | 50 | 70 | cpg oy | (w3 HHax12 | GVF#150BR
2020K-502B (@@ 20 |21| ~|20/125/30|25| 5.1 |(25)|(c°) SF¥.-5028 GVF'400B~4908B
2525M-502B (@ @| 25| 26 25150,32|32] (5.1) GVF'£200BR
2020K-701B (@ @ 20|21 20(125/30(25| 5.1 SFYL701B GVF'%250B~3508B
2525M-701B |@|®| 25|26 25[150,32|32] (4.6) | 70 |100 GVF:150BR
2020K-702B (@ @ 20 (21| |20[125/30|25| 5.1 |(25)|(°) SFY.-7028 GVF'£400B~490B
2525M-702B (@ @®| 25| 26 25150/32|32| (5.1) GVF'k200BR
GFVS%. 2525M-501C |@|® 8.1(6.6) 50 | 70 SF¥.-501C GVF'£350C~450C
2525M-502C (@)@ 8.1(8.1)/(25)| () SFRL-502C GVF'500C~600C
2525M-701C (@ @ 8.1(6.6) 70 |100 SFL-701C GVF'.350C~450C
2525M-702C (@@ 8.1(8.1)|(25) | () SF#.-702C GVF£500C~600C
2525M-1001C |® @ 2512619525150 32 32 8.1(6.6)| 100 | 150 CPS-8V | W4 ISp 001¢| HH4%12 GVF'350C~450C E@
2525M-1002C (@ @ 8.1(8.1)|(25) | () SF?-1002C GVF4£500C~600C o
2525M-1501C |[@ @ 8.1(6.6) 150|250 SF-1501C GVF£350C~450C| £
2525M-1502C |@ @ 8.1(8.1)|(25) | () SF*-1502C GVF'£500C~600C ]
GFVT#. 2020K-351B (@@ 20|21 20[125/22(30| 5.1 SFL.351B GVF'250B~3508B 5}
2525M-351B |@|@®| 25|26 25[150/25|35] (4.6) | 35 | 50 GVF:150BR
2020K-352B (@ @ 20 (21| |20[125/22|30| 5.1 |(25)| () SF¥.-3508 GVF£400B~490B
2525M-352B (@ @| 25| 26 25115025|35] (5.1) GVF'200BR
2020K-501B (@@ 20|21 20125/22(30| 5.1 SFYL-501B GVF'250B~3508
2525M-501B_|@|@| 25|26 |, /25150 25|35  (4.6) | 50 | 70 | cos v | Lw-3 Hhax o | GVF150BR
2020K-502B (@ @ 20|21 °|20[125/22|30| 5.1 |(25)| () SFY.-5028 GVF'£400B~490B
2525M-502B (@ @| 25| 26 25015012535 (5.1) GVF'k200BR
2020K-701B (@@ 20|21 20125/22(30| 5.1 SFYL701B GVF'250B~3508
2525M-701B (@ @ 25|26 251150,25|35| (4.6) | 70 [100 GVF*%150BR
2020K-702B (@ @ 20| 21 20[12522|30| 5.1 |(25)| () SF9L-702B GVF400B~490B
2525M-702B (@ @ 25|26 251150,25|35] (5.1) GVF*%200BR
GFVT¥. 2525M-501C |@|® 8.1(6.6) 50 | 70 SFRL-501C GVF350C~450C
2525M-502C (@@ 8.1(8.1)[(25) | (*°) SF%.-502C GVF'/500C~600C
2525M-701C (@@ 8.1(6.6) 70 |100 SFRL-701C GVF'£350C~450C
2525M-702C (@@ 8.1(8.1)|(25)| () SF¥.-702C GVF'.500C~600C
2525M-1001C |@|@| 2° | 20 |9-5 25150127 38 8.1(6.6) 100|150 CPS-8V | LW-4 o q001c] M2 T Gvruasocas0c
2525M-1002C [@|@ 8.1(8.1) (25)| () SF%.-1002C GVF*500C~600C
2525M-1501C |[@ @ 8.1(6.6) 150|250 SF-1501C GVF'£350C~450C
2525M-1502C @ @ 8.1(8.1) (25)| () SF%.-1502C GVF500C~600C

Note 1./Dimension T shows the distance from the Toolholder to the cutting edge.
The grooving depth is the mentioned in ().

2.The value ( ) of Face Grooving diameter. (gD Max) is the maximum outer diameter
value after the initial groove between MIN~MAX. (It is possible to widen the groove to
infinity «).
The value ( ) of Face Grooving diameter. (gD Min) is the minimum diameter of the boss
which remains in the center when widening the groove width to a smaller value after the
initial groove between MIN~MAX.

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

4.GFVS and GFVT are composed of a base body and a blade.
If the blade should be damaged, replace it with a new blade as listed in the left table.
(e.g.) GFVSR2020K-HB + SFR-351B = GFVSR2020K-351B
(e.g.) GEVTR2020K-HB + SFR-351B = GFVTR2020K-351B

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G81



| Grooving %

G82

Face Grooving Toolholders

@ Blade Dimension

. . Face Grooving .
Applicable
Shape Description e e Dia. 2D Applicable Inserts o
RIL| L [H | T|W MN.|MAX. Veelnaleer
I SF?. -351B (@ ® 2.0 GVF?.250B~350B,150BR
11 35 | 50 ——
-352B (@ ® 34 GVF%.400B~490B,200BR GFV(S / T)HOOO0O
4 SF?. -501B (@ ® 2.0 GVF?.250B~350B,150BR -0O00B
30.5/15 4.7 50 | 70
@’ -502B (@ @ 34 GVF?L400B~490B,200BR| [Toolholder Stamp
[ | [sF% -701B |@|@ 17| 1200 S0 | g0 [GYFI2508-3508,1508R GFV(S/ TPHOOOCL HB
H ] LW -702B (@ ® 34 GVF?.400B~490B,200BR
ol SF?. -501C @ @ 15 2.8 50 | 70 GVFf.350C~450C
\ L -502C @ @ 4.3 GVFL500C~600C
. ﬁE[ SFf. -701C @ @ 20 2.8 70 | 100 GVF?.350C~450C GEV(S / T)HOO000
wl o EL -702C (@@ 2543 GVF?L500C~600C -000C
Stamped side Topshapeorsoic, | SFTL -1001C| @ @ 2.8 GVF?#350C~450C | [Toolholder Stamp
_ 7016, 10016, 15016 -1002C (@ @ 23 43| 190 190 o ros00c~600c | \GFV(SITHICO00HC
® Right-hand shown = — i
- R-hand Blade for R-hand Toolholder, SF7. -1501C|® @ 23 238 150 | 250 GVF350C~450C
L-hand Blade for L-hand Toolholder. -1502C | @ ©® 4.3 GVF?.500C~600C

@ Face Groove Diameter of GFVS / GFVT
ex) GFVSP.L...-351B / 352B

(same as GFVS....-OOOB, GFVSH....-OOOC ® G81
GFVT?...-OOOB, GFVTH....-OOOC @®G81)

Face Grooving
Description Dia. gD Applicable Inserts
MIN.| MAX.

GFVS7.  2020K-351B| GVFU= 250B~350B
2525M-351B| 35 |-50 | GVF'Y=r150BR
2020K-352B | (25) | (). | GVIF-=400B~490B
2525M-352B | GVF“r200BR

If the initial groove is made smaller than this,
the tolholder interferes with the workpiece.
Boss$ Dia. Depends on insert width.

¢ When machining the initial groove on the face at MIN.@35.

235
(MIN. Face Grooving Dia)

2,

235
(MIN. Face Grooving Dia)

Z

225.2
(Boss Dia.)

4.9(Width)

Installing GVFL250B

Installing GVFL490B

*\When widening the groove width to inner diameter.

® |t is available to infinity © when machining toward
outer diameter.

® \When machining the initial groove on the face at MAX.250.

If the first groove is bigger than this, the toolholder intereferes with the workpiece.
Boss Dia. Depends on insert width.

. 250 §
(MAX.Face Grooving Dia)

2.5(Width) |

245
(Boss Dia.)

250
(MAX.Face Grooving Dia)
240.2
(Boss Dia.)

49(Width)|

Installing GVFL250B

Installing GVFL490B

Face Grooving Dia.gD MIN.(225 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at gD MIN.(235) or D MAX.(250).
The toolholder interferes with the workpiece when closer to the center.

\“LN

235
(MIN. Face Grooving

235
(MIN. Face Grooving Dia;
225
(Min.Boss Dia.

N

5

(Widening the Groove
Width to Center)

N

D)

225
(Min.Boss Dia.)

(Widening the Groove
Width to Center)

Installing GVFL250B

Installing GVFL490B

@ : Std. Item

250
(MAX. Face Grooving Dia)
§ 225
(Min.Boss Dia.)

12.5]

(Widening the Groove
Width to Center)

o) |

250
225
(Min.Boss Dia.)

\

(MAX. Face Grooving

12.5

(Widening the Groove
Width to Center)

Installing GVFL250B

Installing GVFL490B

O : Check Availability R : Std. Iltem (R-hand Only) L : Std. Item (L-hand Only)



Grooving Inserts

M Applicable Inserts

— P [Carbon Steel / Alloy Steel (") L
D A L H
GVFR/' " e " e '\él z‘ai;"less Stee! o . Classification of usage
ast iron
~-000B 58 20 5.0 N  |Non-ferrous Metals o |@|® :Continuous-Light Interruption/ st Choice
+-000¢C 7.0 27 7.0 S [Titanium Alloy o o ©) : Continuous-Light Interruption / 2nd Choice
[ i i
~OOOAR 43 | 12 | 45 1y | matris under d0HRC) o O - Contnous 20 chotes
+-O0O0OBR| 5.8 20 5.0 Hard materials (over 40HRC)
PD | _
. Dimension (mm) | Cermet |Coated €| PCD S5
o (Previous Caride| S Applicable | &2
Insert Description o B & <
Description) olo|o|®8/2/85| Toolholder |- 's
Wi B | e g38gesss 2
R-hand shown Ao X X
GVF. 200-020A |GVF®. 200A |2.00 o0 L0
230-020A 230A [2.30 ) 0
g?g:gggﬁ g?gﬁ g'?g 23|02 R: :: GFVAL ---201A | G78
290-020A 290A [2.90 [ 0
340-020A 340A [3.40 [ 0
1 GVF?. 250-020B |GVF7. 250B | 2.50 e | @e | GFvi. -0O01B
< y 300-020B 300B |3.00| 4.8 o0 0 GFVS7. - OO 1B
5F weogs 350-020B 3508 |3.50 e | ®e | GFVTY--OO1B
T - 400-020B 400B 4.00 0.2 @@ 00 GFV¥. ---00 2B
: 430-020B 430B [4.30 [ o0 GFVS7. ----O0 2B
g — | 460-0208 4608 4.60| >3 o o0 .. o
13 13° 490-020B 490B [4.90 [ o0 )
GVF%. 350-040C |GVF%. 350C |3.50 [0 [0 GFV?. ---001C
400-040C 400C 14.00/ 6.8 o0 0 GFVS7. ----O01C >
450-040C 450C |4.50 04 _® | /@@ | GFVTY -O01C k=
500-040C 500C |5.00 7 ee (L) GFV? ----002C 3
550-040C 550C |5.50| 8.3 [ ( J(J GFVSfL ----O0O 2C o
600-040C 600C |6.00 [ 0 GFVTY. ----OQ 2€| G78 o
GVF. 250-020B |GVFY. 250B |2.50 @[CFVIL --OO 1B/ G80 | ——
4.8 GFVS7. ----O0 1B
300-020B 300B [3.00 O GEVTY. --O0 1B
re 0.2 GFV?. --00 2B
< e 400-020B 400B [4.00| 5.3 GFVS7. - OO0 2B
B wioo GFVT%, --- OO0 2B
L GVF%. 350-020C - 3.50
I T 19 400-020C - 200 28102 GFVY. --001C
GFVS7. ---O0 1C
GVFR/L 350'040C GVFR/L 35OC 350 6 8 0 4 GFVTR/L oom OO 1C
1-Edge 400-040C 400Cc (400 |
GVF%. 200-100AR |GVF%. 100AR|2.00 1.00 ()
250-125AR 125AR|2.50| 2.3 |1.25 (L) GFV%. ----201A G78
300-150AR 150AR|3.00 1.50 ()
GFV?L ----O01B
GVF?%. 300-150BR |GVF#. 150BR|3.00| 4.8 |1.50 () GFVS7. - OO 1B
GFVT. - OO 1B| G78
WL GFVY ---O0O2B| G80
1813 400-200BR 200BR 4.00| 5.3 |2.00 ®® | [GFVSY --002B
Full-R GFVT. ---- OO 2B
- Dimension B: shows available grooving depth. | For recommended cutting conditions, see page ® G92

* The inserts are applicable to the GIFV type face grooving toolholder (G88).

________________________________________

@ : Std. Item O : Check Availability i Inserts are sold

K )

| ° 4 )

R : Std. Item (R-hand Only) L : Std. Item (L-hand Only) : in 10 piece boxes. | : sold in 1 piece boxes. | G83
L WU UYPUISS LS x )



Face Grooving Toolholders

M KFMS
This Style shows Toolholders with This Style shows Toolholders with
. T dimension 16mm and under. T dimension 20mm and over.
: o 1 ©
é
(G}
[
i ® | eft-hand Shown
This Style shows Toolholders with This Style shows Toolholders with
T dimension 16mm and under. T dimension 20mm and over.
» =
FLel s 0
T |
20 | =~ 1 L1 -~
(a2}
T L2 2y L2 ‘
i = i = 1 i
T <+ < T
y ) \J
Y L Vi N
@ Right-hand Shown AT
@ Toolholder Dimensions
. . Width |Face Grooving Spare Parts
@ Std. Dimension (mm) (mm) | Dia.oD Screw Wrench
o Description
g R|L|Hzh|H2 |H3 | B |L1|L2| F | S | T W | MIN. |MAX. %
g =
@ KFMS?. 2020K2530-3 [® 25| 30
2020K3040-3 [ J 39 6.1 13 30 | 40
E— 2020K4050-3 [ ] - 40 | 50
2020K5065-3 ® |20 10 | 20 |125 41 20.7 29 50 | 65 | HH5X20 | LW-4
2020K6585-3 [ J 65 | 85
2020K85110-3 |@ 5 44 ) 25 85 [110
2020K110145-3 (@ 3 110|145
2525M2530-3 ( 25| 30
2525M3040-3 [ J[ J 39 6.1 13 30 | 40
2525M4050-3 ( J( J 40 | 50
2525M5065-3 @® 25| - | 10| 25|150 41 25.7 29 50 | 65 | HH5X25 | LW-4
2525M6585-3 o0 ) 65 | 85
2525M85110-3 (@ @ 44 25 85 [110
2525M110145-3 (@ @ 110|145
KFMS®L. 2020K2535-4 [ J 39 71112 25|35
2020K3550-4 [ ] - 20 35|50
2020K5070-4 [ ] 50|70
2020K70100-4 @ |20 10 | 20 |125 20.7 70 |100]| HH5X20 | LW-4
2020K100150-4 (@ 5 44 T 125 100]150
2020K150220-4 @ 150]220
2020K220800-4 (@ 4 220| o
2525M2535-4 (@@ 39 71112 25|35
2525M3550-4 [ ) J 20 35| 50
2525M5070-4 @@ 50| 70
2525M70100-4 @@ 25| - | 10| 25 |150 25.7) 70 |100| HH5X25 | Lw-4
2525M100150-4 (@ @ 44 25 100|150
2525M150220-4 @ @ 150]220
2525M220800-4 @ @ 220| o

@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G84



CERACUT Plunge&Turn

@ Toolholder Dimensions

. . Width [Face Grooving Spare Parts
Std. Dimension (mm) (mm) | Da.D T—
Description

R|L|Ht=h|H2|H3| B |[L1|L2| F | S | T | W [MIN. MAX. /
KFMSF®L 2020K2535-5 [ ] 39 20 25| 35
2020K3550-5 [ ) - 110 35|50
2020K5075-5 ( J 207 50 | 75

2020K75115-5 (@ | 20 20 |125 21'2 - 75 |115| HH5X20 | Lw-4
2020K115180-5 (@ 5 | 10 44 @12) 25 115,180
2020K180235-5 (@ 180|235
2020K235800-5 (@ 5 |235| o
2525M2535-5 [ J[ ) 39 20 (6) [25]35
2525M3550-5 [ J(J 35|50
2525M5075-5 [ J[ 44 257 25 50|75

2525M75115-5 @@ 25| - | 10 | 25|150 (26.2) - 75 |115| HH5X25 | LW-4
2525M115180-5 @ @® 51 ) 32 115/180
2525M180235-5 @@ 180|235
2525M235800-5 @ @ 235| o0

[ Dimension T shows available grooving depth. |
+ Face Grooving Dia.gD: The diameter range of the initial groove.
- For KFMS"/....-5 Toolholder can hold a 6mm width insert. () value shows the dimension of a 6mm width insert.

@ Selection of Toolholder & Insert

Toolholder R-hand Toolholder L-hand
Insert (No Hand) Insert (No Hand) |
—] |
o | O] .
1 _—

| Grooving %

SN - —4 |-
ﬁ__l o™

M Applicable Inserts

(mm) P [Carbon Steel / Alloy Steel [ ] Classificati f
Description L H M |Stainless Steel (") assinication ot usage
FMM?0-03 K |Castlron "G
12 3.5 N | Non-ferrous Metals @ | @ : Continuous-Light Interruption / 1st Choice
FMM60-04 S [Titanium Allo ° ) : Continuous-Light Interruption / 2nd Choice
FMN3 - Y @ : Continuous / 1st Choice
12 3.5 H 1) (N (R ARG O O : Continuous / 2nd Choice
FMN6 Hard materials (over 40HRC)
E’ ag PVD =
Dimension (mm) | £ |3$ |8
o 8 ECOatedCarblde & Applicable
Insert Description olw b oL o Toolhold
& | P 8 8 - oolnholaer
W = M zig e e
F oSlajaja | X
/ FMM 30-03 3.0 0.3 20 000 o0 KFMS%.--- 3
V 40-04 | 40 26 ©©©® 00O  KFMSY4
Face Grooung —— 50-04 50 | 04 34 00000 e KFMS™.-- 5
Chip Control Oriented /
poaeonaee | [ ] A (] 60-04 | 6.0 10 @o eeoe
o = © N FMN 3 3.0 20 00 O O KFMS.--- 3
- o
V = g 4 40 | .| 26 @@ @ (@  KFmsi -4
L @™ .
. e 5 5.0 34 @@ [ [ J
Face Grooving — v . . KFMS®.--- 5
Sharp-Ci <] L
Orienet];% / lkjllttglgss * i 6 60 40 . . .
- FMN type inserts are only for Deep Grooving and not applicable for Traversing. Recommended Cutting Conditions® G91
’ Limit of Traversing toward Center Traversing towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter.
@D 28 and
od 25 | 26 | 27 |° C
L. KFMSR 2525M2530-3 with 25 as first cut towards the center, it will
Description ed encounter rubbing of the holder cartridge
KFMS?. 2020K2530-3 | 5 0 o | vhemediseomm.
R
2D / KFMS /L 2525M2530-3 *( ) value shows the Dimension using FMM60-04 Insert.

KFMS". 2020K2535-4
KFMS". 2525M2535-4
Remaining Boss Dia.ed | KFMS®L. 2020K2535-5 7 4 1

KFMS". 2525M2535-5 *6) | "2 | 0

Interference

6 3 0

No remaning
Boss

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only) Inserts are sold

I
I
L in 10 piece boxes. ' G85



| Grooving %

. CERACUT Plunge&Turn
Face Grooving Toolholders 2

B KFMS-8

I
5 \
a
2 3 —— | —]
3 i ] \ =
5 JrCrlo ol | o
@
g 2 L |
/ |
g |
|
® Right-hand Shown | ® | eft-hand Shown
@ Toolholder Dimensions
. . Width [Face Grooving Spare Parts o 2
std. DIEREIE {fia) (mm)| Dia.eD Wrench < S %
Description g é 8
R|L|H1=h|H2 |H3 | B |L1|L2| F | T W |MIN.| MAX. / ;a;) § g
* 3
KFMS?. 2525M5464-8 (@ ® | - 0 |00
9 41
2525M6382-3 (@@ | 2.4 IS
25 25 [150 26 | 25 8 80 1115
2525M80115-8 |@@® (0) | (0)
6| 8 40 1051160 HH6X25 | LW-5 G93
2525M105160-8 (@@ (0) | (=0)
2525M155510-8 @ @® 25| 6 25 1150 26
8 43 25 8 185 50100
3232P155510-8 |@ |32 - 32 170, |33 (0) ()

+ Dimension T shows available grooving depth. \

- The value () of Face Grooving Dia. (eD Max) is the maximum outer diameter value after the initial groove between MIN ~ MAX. (It is possible to widen the groove to infinity «).
The value (') of Face Grooving Dia. (gD Min) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove
between MIN ~ MAX.

i Carbon Steel / Alloy Steel
M Applicable Inserts e ¥ Classifcation of usage
(mm) K |[CastIron @ | (© | @ : Continuous-Light Interruption /
Description N [Non-ferrous Metals o 1st9hoice ) !
GMM 8030-080MW S [Titanium Alloy Py O :(legtg];;g:-nght Interruption /
GMG 8030-050MG 30 55 H Hard materials (under 40HRC) O e @ : Continuous / 1st Choice
GMGA 8030-400R Hard materials (over 40HRC) O : Continuous / 2nd Choice
5| 2| P |8 =
Dimension (mm)| £ |85 Coated |2 S o
©| & caride | . o3
Insert Description (Previous © Applicable | 25
P Description) = 2|8|3|2| Toolholder | & <
Wire | M\ zo222= B2
F%ana ¥ o
Rt = éig
. T g
L ol GMM 8030-080MW GMM 8030-08 | 8.0 | 0.8 | 6.0 00000

GMG 8030-050MG |GMG 8030-05MG| 8.0 | 0.5 | 6.0 @ @® @ ® ® KFMS" ---8| G86

Sharp-Cutting Oriented / 15"~
Precision Class 1 1=

Ground Chipbreaker

= [
s s
/ %L GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 o

Sharp-Cutting Oriented / — —
Precision Class T

Full-R / Copying

\~ If using a full-R insert with KIGM-8 type toolholder, you need to modify the corner of insert adapter of toolholder. \

: Inserts are sold @ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

I
I
G86 ! in 10 piece boxes. ]



. CERACUT Cut-Off
Face Grooving Blade

M KFTB-S

- Dimension T shows available grooving depth. ‘

+ Face Grooving Dia.gD: The diameter range of the initial groove.

+ The insert has Self-Clamping system and it is not suitable for tight tolerance grooves (tolerance+0.05mm).
- KFTBR%.65100-4S toolholder is designed with the edge position 4mm above the Center.

* Dimension H shows the length between virtual tops.

g W |
£ B4 \
S8 S = | — W
& | |
‘ r&l \ L@\
r T I
A |
@: 150° ‘
L
I
T ® Right-hand Shown | ® | eft-hand Shown
@ Blade Dimensions
Std. Dimension (mm) Width Faoe.Grooving Spare Parts
(mm) Dia. D Wrench .
L Applicable |Applicable Blocks
Description Inserts S H23
RILI*"H| L |A | T|C W |MIN.| MAX.
KFTB"L 65100-4S ( J[ ) 25| 4 65 [100
90150-4S ( J[ ) 52 90 [150 KTKTB20-32
150250-4S (@@ 321150 30| 0 4.0 140|250 FTK4 25-32
250800-4S @ ©® 3.2 230| oo LTK-5 32-32
KFTB". 90150-5S [ J[ 59 30 90 [150 KTKTBF25-32
150250-5S @ @® 32 |150| " 32| 0 5.0 150|250 FTK5 32-32 o
250800-5S @@ 4.0 38 250| oo %
S
O

. App“cable Inserts 2 Car_bonStee”AuoySteel o Classification of usage
M |Stainless Steel [ )
K |Castlron (")
N  |Non-ferrous Metals o 0 :((:Zontinuous-liig:t |Interruption; ;std (g\hoice
. © : Continuous-Light Interruption / 2nd Choice
S Ul L @ : Continuous / 1st Choice
H Hard materials (under 40HRC) O O  Continuous / 2nd Choice
Hard materials (over 40HRC)
B| £ P | S =
Dimensions (mm) | £ 85| costes |2 S 5
O| 8| Carbide 8 . L o
Insert Description 0 Applicable g2
983882 Toolholder &3
W re Z § g = E) i)
FolaoalX
KFTB%.  65100-4S
90150-4S
@ FTK 4 4.0 00000 150250-4S
Ei[ﬁ 0.25 250800-4S | G87
& = KFTB%.  90150-5S
5 5.0 00000 150250-5S
250800-5S

For recommended cutting conditions, see page ® G92

@ Selection of Blade and Insert

Combination of Blade + KTKTB Combination of Blade + KTKTBF
Blade R-hand Blade L-hand Blade R-hand Blade L-hand
Insert No Hand Insert No Hand Insert No Hand Insert No Hand
(Reverse mounting) (Normal mounting) (Reverse mounting) (Normal mounting)
o 0 o o] ey N i Yoy N
Blade + Block Blade + Block Blade + Block Blade + Block
____ KFTBR KTKTB KFTBL KTKTB KFTBR KTKTBF __KFTBL KTKTBF _
e cke] Se e o e Seee—— Secor—
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. Item (L-hand Only)

G87



Integral Type

Face Grooving Toolholders (Round Shank) [GVF Inser]

M GIFV

;

\
\
\
\
\
I
yil \ (! AN
|
|
\
\
\
\

Face Grooving Dia oD1
(To outer dia.)

Face Grooving Dia gD1
(To outer dia.)

GIFVR3532B-201A
shows Right Figure.

GIFVL3532B-201A
shows Left Figure.

® | eft-hand Shown

® Right-hand Shown |
R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.

@ Toolholder Dimensions

. . Face Grooving Spare Parts
Std. Dimension (mm) Dia. gD Clamp Set — Aoolicable Insert
L = pplicable Inserts
Description | e
RIL|A|eD| H |L1/L2| F | T [MIN.|MAX. '\-/ % Fi / Rhess
U
@ R 35 GVF%.200A~340A
o GIFV?.  3532B-201A ®® 35 E 2.2 (12) oo | CPS-5V - FT-15 - GVF¥.100AR~150AR
> R 35|50 GVF?.250B~350B
g GIFV?. 3532B-351B o0 . 4.6 (25)|(c0) GVF¥,150BR
) R ~
3532B-352B (@@ 5.1 (gg) (ig) gﬁ%ggg;gos
30 CPS-6V LW-3
50| 70 GVF?.250B~350B
5032B-501B o0 . 321301250 16 (4.6 (25) (o) GVF?L150BR
50 | 70 i i GVF?L400B~490B
5032B-502B o0 L 51 (25)| () GVF?L200BR
GIFV". 5032B-501C o0 6.6 (gg) (7)8 GVF?/350C~450C
50 35 50 (70) CPS-8V LW-4
- R ~|
5032B-502C o0 8.1 (25)|(o0) GVF%.500C~600C
Note 1 \ Dimension T shows available grooving depth. \
2. Standard toolholders are designed with the edge position 1.0mm above the center.
@ Face Grooving Dia. D1 depends on the application.
Face Grooving | Face Grooving Dia.
Application Description Dia. o1 oD1 Remarks
(MIN.) | MIN. | MAX.|(MAX.)
GIFVRL 3532B-201A o
‘ % GIFVRL. 3532B-351B 35 50
- /ﬁl: 5 3532B-352B
3 5032B-501B - (o) -
9 1 dU9£B=-0VIB |
= 5032B-502B 0 | 70
)~ GIFVF. 5032B-501C
5032B-502C
A‘ GIFVRL 3532B-201A 12 o) If 6D2 2 58-9W. the F. G ing Di
R - pD2 2 58-2W, the Face Grooving Dia.
- 7 /t —la AT —ggggg_gg;g B2 50 can be expanded to gd1 (MIN.) toward
2 o 5032B-501B | o the Center. W = Edge Width
0 J— SF® T If D2 Z 75-2W, the Face Grooving Dia.
= 50 | 70 can be expanded to @d1 (MIN.) toward
// b GIFVL % the Center. W = Edge Width
GIFV?. 3532B-201A 12 (o)
/ GIFVRL. 3532B-351B 35 50
- /W: = 3532B-352B
o 5032B-501B o] -
RS ( e A S
: ® 5032B-502B S [
¢ - GIFVFL 5032B-501C
5032B-502C
* The value () of Face Grooving Dia. (D1 (Max)) is the maximum outer diameter value after the initial groove between MIN~MAX. (It is possible to widen the groove to infinity =)

- The value () of Face Grooving Dia. (gd1 (MIN)) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove
between MIN~MAX.

@ :Std. Item O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G88



Recommended Cutting Conditions

@ GBA type insert (Ground Chipbreaker)

Recommended Insert Grade (Cutting Speed: m/min) (el Enaer e i)
. ] ® f at Traversing (mm/rev) @
. Cermet |MEGAPVD Coated Carbide|Carhidel CBN |PCD ® ap at Traversing (mm) ~
Workpiece - =5 ©
: =3 ) w0 o -qlow R R R R R e
Material S 8 8 2|8 ¢ D82 GBAOO% | GBAOO | GBAOOM | GBAOO | GBAOO™ | &
- -
g E 14 E 14 E E mo aa| 033~100 125~200 230~300 330~400 400~480 | X
o o XX XX
(10.03~0.08 (10.04~0.09 (10.05~0.1 (0.05~0.12 (10.05~0.12
Carbon Steel 15?};20 150{320 80~*2'00 80?1?80 80<~A1780 - - - - | @Traversing N.A. | @0.04~0.09 | @0.05~0.1 0.05~0.1 0.05~0.1
(SxxC etc.) @Traversing N.A. | ®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8
(10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1
A”Oy Steel 138%*;00 13500 BOﬁBO 80160 80?%760 - - - - @Traversing N.A. | 0.04~0.08 ®0.05~0.09 ®0.05~0.1 ®0.05~0.1
(SCM etc.) (®Traversing N.A. | ®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8
; 10.03~0.07 | M0.04~0.08 | 0.05~0.09 | (10.05~0.1 (0.05~0.1
Stainless Steel ; 70?}?50 eo???so eo???ao so:(ao | o | - ] - | @TaversingNA | @0.04~008 | @0.05~0.09 | @005~0.1 | ®0.05~0.1
(SUS304 etc.) @ Traversing N.A. | @Max. 0.3 (®Max. 0.5 (®Max. 0.5 (3Max. 0.8 =
(10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 (10.05~0.12 ©
Cast Iron - - - - - 80~*1'80 60?\?720 150*;100 B @Traversing N.A. | 0.04~0.09 ®0.05~0.1 ®0.05~0.1 ®0.05~0.1 8
(FC/FCD etc.) (®Traversing N.A. | ®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8 (@)
* & | 0005-0.12° [@0.05-0.15 | D0.05~0.15 |1D0.08-0.15 |(10.08-0.15
Aluminum - - - - - “ lisowionl " |1stano0 @Traversing N.A. | @0.05~0.15 (20.05~0.15 (20.08~0.15 (0.08~0.15
(®Traversing N.A. | @Max. 0.5 ®Max. 0.8 ®Max. 0.8 ®Max. 0.8
* * (10.05~0.12 10.05~0.15 (10.05~0.15 (10.08~0.15 (10.08~0.15
Brass - - - - - s bonssgg| @Traversing NA.| @0.05~0.15 | @0.05~0.15 | @0.08~0.15 | 20.08~0.15
(®Traversing N.A. | ®Max. 0.5 ®Max. 0.8 ®Max. 0.8 ®Max. 0.8
* ©0.02~0.05 | (00.03~0.07
Hard materials - - - - - - © leomizo| - - @Traversing N.A. | @0.01~0.04 - -
(®Traversing N.A. | @Max. 0.1

* Above cutting condition is for external grooving. Set both cutting speed and feed 10% higher for internal grooving. MEGA indicates MEGACOAT. % : 1st Recommendation s : 2nd Recommendation

@ GBA type insert (MY Chipbreaker)

Recommended Insert Grade (vc: m/min) %;g: ?rfaovf’:;ﬁ g('FnTr:fr‘Qv)

Workpiece Cermet | MEGA | PVD Coated Caride | Carbide | CBN | PCD ® ap at Traversing (mm) g o
. S © © © |5 S| GBA43Y | GBA43Y GBA43 i S
Material S e || =825 |85 : " | GBA43 L " | GBA43% | € 3
© s e @ = = Z oo 175MY~ 230MY~ 300MY 330MY~ 400MY & <}
F|F & e a ¥ |2 &% 200my | 265MY 350MY o
Carbon Steel % x| % | % 0.03~0.08 | 10.04-0.09 | (®0.05-0.1 | 1D0.05~0.12 | (00.05~0.12 —
- - - | ®0.03~008 |@004~0.09 |@0.05-0.1 |@0.05~0.1 | (@0.05~0.1
(SxxC etc.) 150-220 80~200 | 80~200 | 80-200 @Max.03 |@Max.03 |@Max.05 |@Max.05 | (@Max. 0.8 -
C
Alloy Steel % * | & % 0.03~0.07 | (00.04~0.08 | (00.05-0.09 | 10.05~0.1 | (00.05~0.1 5
; ©003~0.1 | @0.04~0.08 | (@0.05-0.09 |(@0.05~0.1 | @0.05~0.1
(SCM etc.) 130~200 80-180 | 80~180 | 80~180 @Max.0.3 |@Max.03 |@Max.05 |@Max.05 | @Max. 0.8 §
Stainless Steel % FU VU @0.03~0.07 | (0.04=0.08 | (0.05-0.09 | 10.05~0.1 | (10.05~0.1
- ©003~0.1 | @0.04~0.08 | (@0.05-0.09 |@0.05~0.1 | @0.05~0.1
(SUS304 etc.) 70~150 60~150 | 60~150 | 60~150 ®Max.03 |@Max.03 |@Max.05 |@Max.05 |@Max. 0.8

* Above cutting condition is for external grooving. Set both cutting speed and feed 10% higher for internal grooving. MEGA indicates MEGACOAT. % : 1st Recommendation s : 2nd Recommendation

@ GB type insert (Ground Chipbreaker) ®& GB type will be switched to GBA type.

Recommended Insert Grade (Cutting Speed: m/min) @ f at Grooving (mmrev)
- - @ f at Traversing (mm/rev) @
. Cermet PVD Coated Carbide | Carbide | CBN | PCD ® ap at Traversing (mm) X
Workpiece o | o o |- @
Material g1 s/ 8|ga|8 |2 § § g GBOO™ | GBOO™. | GBOO. | GBOO™ | GBOO™M. | §
E 8 g x x E m [aa| 050~100 125~200 230~300 330~400 400~480 | X
o o >3 >4 5
(10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 | 10.05~0.12
Carbon Steel - 1 Oikzzo 0327 0 80%00 80*80 - - - @TraversingN.A. | 20.04~0.09 ®0.05~0.1 @0.05~0.1 @0.05~0.1
(SxxC etc.) 50~220{100~150, 80~ ~1 (@Traversing NA. | @Max. 0.3 (®Max. 0.5 ®Max. 0.5 (®Max. 0.8
(10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1
A”Oy Steel - 7’1\*7 ﬁ * - - - @TraversingN.A. | @0.04~0.08 @0.05~0.09 @0.05~0.1 @0.05~0.1
(SCM etc.) 130~200|80~13080~18080~160 @ Traversing NA. | @®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8
i (10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1
Stainless Steel - - 6(;%700 GOﬁSO 60~*1'30 - - - @TraversingN.A. | @0.04~0.08 0.05~0.09 @0.05~0.1 0.05~0.1
(SUS304 etc.) @Traversing NA. | ®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8 3
(10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 | 10.05~0.12 ;
Cast Iron - - - - - * - - @TraversingN.A. | @0.04~0.09 ®0.05~0.1 @0.05~0.1 @0.05~0.1
(FC/FCD etc.) 60-100 @Traversing NA. | @Max. 0.3 @®Max. 0.5 @®Max. 0.5 @Max. 0.8
* * (10.05~0.12 (10.05~0.15 (10.05~0.15 (10.08~0.15 | (10.08~0.15
Aluminum - - - - = lisomool T lsoro0p| @TraversingNA. | @0.05-0.15 | @0.05-0.15 | 0.08~0.15 | 20.08-0.15
@ TraversingN.A. | @®Max. 0.5 (®Max. 0.8 (®Max. 0.8 (®Max. 0.8
* * (10.05~0.12 (10.05~0.15 10.05~0.15 10.08~0.15 | 10.08~0.15
Brass - - - - = lisosool " |200-800 @Traversing N.A. | @0.05~0.15 @0.05~0.15 (0.08~0.15 | @0.08~0.15
(®Traversing NA. | @Max. 0.5 (®Max. 0.8 (®Max. 0.8 (®Max. 0.8

% : 1st Recommendation ¥ : 2nd Recommendation

©® Recommended Insert Grade (Tip-Bars)

Recommended Insert Grade (Cuting Spee: miin) Note for using the grooving insert bar PSG-S type
. ) PSG06 How to Install
Workpi M - Cermet| PVD Coated Carbide | Carbide PSG05|PSGO07 | Remarks Ultra small grooving requires accurate installation because an error
orkpiece Materia — = o PSG08 of insert height or angle can affect the machining precision.When
8 (=3} E installing, set the cutting edge higher than the center line as shown in
(= E & | Feed Rate (mmirev) the Table 1. The cutting edge of all the PSG-S type bars is designed
to be higher than the center line. (L4 of insert bar dimension)
General Steel (S45C €tc) | o023, . -0.03 | ~0.05
Stainless Steel (SUS304 etc.) 50?\1?00 30280 ~0.02 | ~0.03 | Wet
Non-ferrous Metals (Aluminum / Brass efc.) 300 | ~0.05 | ~0.08

% : 1st Recommendation ¥y : 2nd Recommendation

G89



Grooving

G90

Recommended Cutting Conditions

@ TGF insert (Ground Chipbreaker)

Recommended Insert Grade (Cutting Speed: m/min)

@ f at Grooving (mm/rev)
@ f at Traversing (mm/rev)

_ Cermet PVD Coated Carbide | Carbide| CBN | PCD ®  #  ap(mm) £
Workpiece = | = o =B S
Material S| 8§ 8| 8| = g D § g | TGF32% | TGF32% | TGF32% | TGF32% 5
4 (&) o ¥ = - - - " 4
FI P P B & | S| @ gg 033-050 | 075-095 | 100~145 | 150~250
0.01~0.05 0.02~0.07 0.03~0.08 0.03~0.08
Carbon Steel A AY AS * - - - Traversing N.A. Traversing N.A. 0.03~0.06 0.03~0.06
150-220150~220|100~150| 80180 | 80~180 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
0.01~0.04 0.02~0.06 0.03~0.07 0.03~0.07
Alloy Steel ¥ ¥ 3 * - - - Traversing NA. | @Traversing NA. | 20.02~0.05 | 20.02~0.05
y 130-200|130~200 80-130| 80~160 | 80~160 Traversing N.A. | ®Traversing N.A. Max. 0.2 Max. 0.2
0.01~0.04 0.02~0.06 (10.03~0.07 (10.03~0.07
Stainless Steel s - 4 RS * - - - Traversing NA. | @Traversing N.A. | 20.02~0.05 0.02~0.05 k=
70-150 60-100 | 60~130 | 60-130 Traversing N.A. Q Traversing N.A. Max. 0.2 Max. 0.2 o
* 0.01~0.05 (10.02~0.07 0.03~0.08 0.03~0.08 8
Cast Iron - - - - - - - Traversing NA. | @Traversing NA. | ®0.03~0.06 0.03~0.06 o
60~100 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
Al . )0.01~0.05 0.02~0.07 0.03~0.08 0.03~0.08
uminum - - - - - - Traversing N.A. Traversing N.A. 0.03~0.06 0.03~0.06
150-400 150~2000 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
* * 0.01~0.04 0.02~0.06 0.03~0.07 0.03~0.07
Brass - - - - - - Traversing N.A. Traversing N.A. 0.02~0.05 0.02~0.05
150-300 200-800 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
. . % : 1st Recommendation ¥ : 2nd Recommendation
@ TG insert (Ground Chipbreaker) @) changes to GBA.
Recommended Insert Grade (Cutting Speed: m/min)
T Feed Rate (mm/rev
; Cermet PVD Coated Cartide (Carbide] CBN | PCD ( ) £
Workpiece o - S =B @
Material 28 g2/ 8|38 g B § 2| T6OO% | TGOO% | TGOO% | TGOO% | TGO g
4 O (&) 4 4 - - - - - Y
= [t = o o % E & & 075~095 125~200 230~300 330~400 430~450
Carbon Steel 155(220 - - - - - - - 10.03-0.07 | 0.03-0.08 | 0.05-0.1 |0.05-0.12 | 0.05-0.12 g
°©
o
Alloy Steel wXo - | -1 - - | -1 - - 0020.060.03-0.07|0.050.09 | 0.05-0.1 | 0.05-0.1 | 3

@ GH insert (Ground

* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10

Chipbreaker)

% for internal grooving.

% : 1st Recommendation s : 2nd Recommendation

Recommended Insert Grade (Cutting Speed: m/min)

@ f at Grooving (mm/rev)
@ f at Traversing (mm/rev)

Workoi Cermet PVD Coated Carbide| Carbide| Ceramic 1/ ap (mm) g
orkpiece ©
2 ; o o o = 1= = b4 S
Material S S 3 2 2 E 9 = GH GH GH GH 5
4 ©
F R B 2|2 3| <8 4050 55~70 75~80 | 100~120 o
0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
PAY * | Y| ok ; . ) - - - -
Carbon Steel 155 5] e s0'S00 s o0k |Qor-ats |goror |Guiass
0.07~0.18 0.07~0.18 0.1~0.23 0.15~0.27
DAq * | | K ) . ) - - - -
Alloy Steel 130-200|130~200| 80~130 | 80-180 | 80~160 0.07-0.13 | B007-0.13 | @0.1-0.18 0.15-0.22
0.07~0.16 0.07~0.16 0.1~0.21 0.15~0.25
Stainless Steel o - ¥ ¥ * - - - 0.07~0.13 0.07~0.13 0.1~0.18 0.15~0.22
70-150 60-100 | 60~150 | 60130 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
007-02  |0007-02 | (014025 | (0016-03
0.07~0.15 0.07~0.15 | @0.1~0.2 ®0.15~0.25 €
Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0 ©
Cast Iron : ) : ) " |60-100|150-300|150-300| A5 /AGBN | AG5/AGEN | AB5/ABEN | AB5 / AGEN g
0.03~0.07 0.03~0.07 0.05~0.09 0.05~0.09 o
Traversing N.A. Traversing N.A. Traversing N.A. Traversing N.A.
Traversing N.A. Traversing N.A. Traversing N.A. Traversing N.A.
0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
Aluminum - - - - - - - 0.07~0.15 0.07~0.15 0.1~0.2 0.15~0.25
150-400 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
Brass - - - - - * - - 0.07~0.15 0.07~0.15 0.1~0.2 0.15~0.25
150~300 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
0.02~0.05 0.02~0.05 0.02~0.05
Hard Materials - - - - - - 0.01~0.03 0.01~0.03 0.01~0.04
40-80 | 40-80 | (m)\tax, 0.1 Max. 0.2 Max. 0.2
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation v : 2nd Recommendation
@ GHU insert (Molded Chipbreaker)
Recommended Insert Grade (Cutting Speed: m/min) % ;g: ?Ef::.ag Emﬁm
Cermet coid e | PVD Coated Carbide| - Ceramic ® # ap (mm) R
Workpiece ©
. Q1o | o e
Material § g § S| 28/3|% = GHU GHU GHU o
©
Flr P2 B BT < 40 50 60 s
e e 0.06~0.12 0.06~0.12 0.06~0.15
Carbon Steel - - - - - - 0.05~0.1 0.05~0.1 0.05~0.12
130-200 80-180 Max. 1.0 Max. 1.0 Max. 1.5 =
e e 0.06~0.12 0.06~0.12 0.06~0.15 &
Alloy Steel - - - - - - 0.05~0.1 0.05~0.1 0.05~0.12 S
100-180 80-160 Max. 1.0 Max. 1.0 Max. 1.5 Q
0.06~0.1 0.06~0.1 0.06~0.12 o
Stainless Steel - - - - - - - 0.05~0.08 0.05~0.08 0.05~0.1
60-130 Max. 0.8 Max. 0.8 Max. 1.2

* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving.

% : 1st Recommendation ¥ : 2nd Recommendation



@ GAinsert (Molded Chipbreaker)

Recommended Insert Grade (Cutting Speed: m/min) @ fat Grooving (mm/rev)
roTh) - - @ f at Traversing (mm/rev) @
) Cermet coated Catice | PVD Coated Carbide | Carbide ® / ap (mm) X
Workpiece © | o | o @
Material 2138 9 | 8 § @ @ g GA GA GA g
4 4 o (&) Y
e ot - - 5 E E 7 30 40 50
. Y * @0.06~0.18 0.06~0.21 0.06~0.25
0.05~0.15 0.05~0.17 0.05~0.2
aroon stee 130-200 80-180 Max. 0.8 Max. 1.0 Max. 1.3 .
P Y * 0.06~0.15 0.06~0.18 0.06~0.22 S
®0.05~0.12 0.05~0.15 0.05~0.18 o
oy stee 100-180 80-160 Max. 0.3 Max. 0.5 Max. 0.8 8
* 0.06~0.1 0.06~0.1 10.06~0.12 O
Stainless Steel 60330 (@0.05~0.08 0.05~0.08 0.05~0.1
Max. 0.8 Max. 0.8 Max. 1.2
’ G|A insert (Molded Chipbreaker) % : 1st Recommendation 7% : 2nd Recommendation
Recommended Insert Grade (Cutting Speed: m/min) @ fat Grooving (mmirev)
o0 - - @ f at Traversing (mm/rev) @
) Cermet cued canice | PVD Coated Carbide | Carbide ® # ap (mm) R
Workpiece © | o | o ©
Material 8 8 8/8 g 282 g GIA GIA GIA g
4 4 o (&) e
e [ [t - 5 E E 7 30 40 50
R Y * 0.04~0.08 0.04~0.09 0.05~0.1
0.02~0.08 0.02~0.08 0.05~0.08
aroon siee 60~120 60-120 @Max. 0.3 Max. 0.4 Max. 0.5 -
P % * 0.04~0.07 0.04~0.07 0.05~0.08 S
0.02~0.07 0.02~0.07 0.05~0.08 °
oy stee 60-100 60-100 Max. 0.3 Max. 0.4 Max. 0.5 8
* D0.04~0.07 0.04~0.07 D0.05~0.08 O
Stainless Steel (@0.02~0.07 0.02~0.07 0.05~0.08
60-80 Max. 0.3 Max. 0.4 Max. 0.5
’ GMN insert (CBN / PCD) % : 1st Recommendation v : 2nd Recommendation 8’
g 0 i @ f at Grooving (mm/rev) >
Recommended Insert Grade (Cutting Speed: m/min) B i T ) w S
. CBN PCD ® " ap (mm) f =
Workpiece KEN510 o o
. MN4 5| =
Material KBN525 Koo GMN2 GMN3 e omNe | 8
(KBN10B)
* 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20
Aluminum - 1503000 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20
Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8
* 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20 -
Brass - 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20 c
200-800 Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8 S
* 0.04~0.09 0.05~0.1 D0.05~0.12 0.05~0.15 S
Cast Iron ] - 0.04~0.09 0.05~0.1 0.05~0.12 0.05~0.15 IS)
50-400 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8
] * 0.02~0.05 0.03~0.07 0.03~0.08 0.05~0.1
Hard Materials - )0.01~0.03 0.01~0.05 (20.03~0.08 0.05~0.1
80-120 Max. 0.1 Max. 0.2 (®Max. 0.3 Max. 0.4
* Above cutting condition is for external grooving. Set feed rate lower than 20% for face grooving. % : 1st Recommendation
B FMM ¢« FMN
Recommended Insert Grade (Cutting Speed: m/min) Face Grooving (FMM type / FMN type) Traversing (Case of FMM type)
) Cermet|cos aiel PVD Coated Carbide |Carbide Width (mm) Width (mm) %’
Workpiece - o o - ©
Material 8 S = & S ° 3.0 40 |50/60| 3.0 40 |50/60 |5
z e @ @ @ S 4
o o o o f (mm/rev) f (mm/rev)
Carbon Steel ; 00%7220 80?:2?00 80?\5?00 802‘2'00 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
Alloy Steel 60500 | 70550 | 7050 | 70%e0 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
. e =
Stainless Steel 70ﬁ60 60150 60:‘1‘50 60?\*1750 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 %
Cast Iron aoﬁso 70?\;?50 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | S
Aluminum - - - - - 20(;5500 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
Brass 100*200 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
Set the feed rate 1/100 of edge width on the first groove and check chip evacuation. % : 1st Recommendation ¥ : 2nd Recommendation

FMN type Inserts are only for Deep Grooving, and when used for traversing. set to ap=0.2mm and under.
@ See the notes below for traversing conditions.
ap and f of FMM

Recommended Conditions
ap (MAX) mm under 50% of Edge Width| - ap=0.5w
f (MAX) mm/rev under 3~5% of Edge Width | - f= [0.03 (Min.)~0.05 (MAX.)] w
apxf should be as follows.
Load (mm?) EdeWidh(m)l 39 4.0 5.0 6.0
apxf ~0.09 ~0.14 ~0.25 ~0.36
- apxf=0.01 w?
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Recommended Cutting Conditions

@ GV insert (Ground

Chipbreaker)

@ f at Grooving (mm/rev)
Recomm_ended Insert_ Grade @ 1 at Traversing (mmirev)
(Cutting Speed: m/min) ® /I ap (mm)
: PVD Coated GVL | Gvi | GV | GV L
Workpiece Cermet Carbid Carbide|100SS~300SS 1455~1858 | 200B-2808 | 300B~400B ©
Material arige 1008~3003 £
o o R @
5 % 8 8 8% o GV | GV | GV | GV | GV
-4 (&) (] 4 I = . - -
= = = ke e S | 100AR~150AR 100BR 150BR | 280C~300C | 340C~400C | 430C~500C
Comon S ool ool | DO | DO | Toben | oY | oo | Ty [Ty
arbon Stee .03~0. .03~0. (0.04~0. .05~0. .04~0. .05~0. .05~0.
120-180120~180) 80-120 | 80~160 | 80-140 Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5
0.03~0.07 | 10.03-0.07 | 10.04~0.08 | (10.05-0.1 0.04-0.08 | (10.05-0.1 0.05~0.1
Alloy Steel Yo | v | v | ve | %k 0.03~0.1 0.03-0.1 | @0.04~0.08 | (@0.05~0.1 0.04-0.08 | (20.05-0.1 0.05~0.1
100~160100~160| 80-100 | 80~140 | 80-120 Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5
Seess St || - lonlotalotel | Boay | FOma | Goms deter uiers emerdneey
ainless Stee 1S
70-130 60-100 60~130 | 60-110 Max. 0.3 Max. 0.3 | ®Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max.05 |8
0.03-0.08 | (00.03-0.08 | (10.04~0.08 | 10.05-0.12 | 0.04-0.09 | 10.05-0.12 | (00.05-0.12 | §
Cast Iron - - | gooo| 20.030.08 | 20.03-0.08 | @0.04-0.09 | @0.05-0.1 0.04-0.09 | @0.05-0.1 0.05-0.1 | O
Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5
* 0.05~0.12 | (00.05-0.12 | 10.05~0.15 | (10.08~0.15 | 10.05-0.15 | (100.08~0.15 | (00.08-0.15
Aluminum - - - - 0.05-0.12 | @0.05-0.12 | @0.05~0.15 | (@0.08-0.15 | @0.05-0.15 | 20.08-0.15 | @0.08-0.15
150-300| 3)Max. 0.5 Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.5 Max. 0.8 Max. 0.8
0.05-0.12 | (00.05-0.12 | 10.05~0.15 | (10.08~0.15 | 10.05-0.15 | (100.08-0.15 | (00.08-0.15
Brass - - - - 0.05-0.12 | @0.05-0.12 | @0.05~0.15 | (@0.08-0.15 | @0.05-0.15 | 20.08-0.15 | @0.08-0.15
100-250| 3)Max. 0.5 Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.5 Max. 0.8 Max. 0.8
* Use PVD coated grade or carbide for traversing with edge width 1Tmm (GV#.100SS / 100S / 100A) % : 1st Recommendation ¥ : 2nd Recommendation
@ GVF insert (Ground Chipbreaker)
@ f at Grooving (mm/rev)
Recommended Ir?sert_ Grade ® f at Traversing (mm/rev)
(Cutting Speed: m/min) ® I/ ap (mm)
()
R, R, R, R, R, s
g, Workpiece Cermet CCo\a/“E;d PVD C(I)ated Carbide GVFL GVFL GVFL GVFL GVFL =
S Material Carbide | Carbide 200A~340A | 250B~350B | 400B~490B | 350C~450C |500C~600C | £
1) [0)
o] 0 x
(=] (=]
0] 218 9 | 3 § @ | & | 2| GVF% GVFL GVFL
FlE| PP | B B |E S | 100AR-TS0AR | 150BR | 200BR
0.03-0.08 0.04~0.09 0.05~0.1 0.05-0.12 | (100.05-0.12
Carbon Steel - Y| S | 9 - ¥ K 0.03-0.08 0.04~0.09 0.05~0.1 0.05~0.1 0.05~0.1
150-2201150-220 100-150 80-200 | 80-180 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8
0.03~0.07 0.04~0.08 0.05~0.09 0.05~0.1 0.05~0.1
Alloy Steel - ¥ ¥ g - ¥ * 0.03~0.1 0.04~0.08 0.05~0.09 0.05~0.1 0.05~0.1
y 130-200{130~200| 80-130 80~180 | 80~160 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8
0.03-0.07 0.04-0.08 0.05~0.09 0.05~0.1 0.05~0.1
Stainless Steel - ¥ - ¥ - ¥ * 0.03~0.1 0.04~0.08 0.05~0.09 0.05~0.1 0.05~0.1 k=
70-150 60-100 60-150 | 60-130 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8 I
* 0.03~0.08 0.04~0.09 0.05~0.1 0.05~0.12 0.05-0.12 8
Cast Iron - - - - - 0.03~0.08 0.04~0.09 0.05~0.1 0.05~0.1 0.05~0.1 o
60-100] (®Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8
0.05~0.12 0.05~0.15 0.05~0.15 0.08~0.15 0.08~0.15
Aluminum - - - - - 0.05~0.12 0.05~0.15 0.05~0.15 0.08~0.15 0.08~0.15
150-400| 5)Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8
* 0.05~0.12 0.05~0.15 0.05~0.15 0.08~0.15 0.08~0.15
Brass - - - - - 0.05~0.12 0.05~0.15 0.05~0.15 0.08~0.15 0.08-0.15
150-300| 5)Max. 0.5 Max. 0.5 (@Max. 0.8 Max. 0.8 (@Max. 0.8
+ The ap should be under 0.5mm if a good surface finish is required. % : 1st Recommendation ¥ : 2nd Recommendation
@ FTK Recommended Cutting Conditions
. Recommended Insert Grade (Cutting Speed: m/min) Edge Width (mm) L2
Workpiece . . 5]
Material Cermet |CvDCoatedCatie| PVD Coated Carbide | Carbide 4.0 ‘ 5.0 ‘ ‘ =
TN90 | CR9025 | PR660 | PR930 KW10 f (mm/rev) &
Carbon Steel s * w % - ~ ~
120~200 | 80~180 60~130 60~130 0.05~0.15 | 0.05~0.15
Alloy Steel * ¥ - ~ ~
y 100~160 | 70~150 | 60~130 | 60~130 0.05~0.15 | 0.05~0.15
. ¥ e ) -
Stainless Steel 804150 | 60~140 | 50~120 | 50-120 0.05~0.15 | 0.05~0.15 5
[e]
o
Cast Iron : ) : -~ | Xy | 0.10~030 | 0.10~0.30 3
Aluminum . . . . X 10.05~0.25 | 0.05~0.25
200~450 | : : :
Brass . . . . X 10.05~0.25 | 0.05~0.25
100~200 | . : :
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CERACUT Plunge & Turn Recommended Cutting Conditions

B GMG * GMM * GMN * GMGA

Recommended InsetGrade (Cutting Speed: m/min)
Cermet oo i Carbide

Grooving
Width (mm)

Traversing
Width (mm)

PVD
Coated Carbide

Workpiece

Material =

E 2.0~3.0 4.0 50 |6.0/8.0| 2.0~3.0 4.0 50 [6.0/8.0
4

PR905
Remarks

f (mm/rev)
0.15~0.30 | 0.20-0.40

0.15~0.30 | 0.20~0.40
0.15-0.25 | 0.20~0.40
0.15-0.35 | 0.20~0.45

f (mm/rev)
0.10~0.25 | 0.15+0.35

0.10~0.25 | 0.15~0.35
0.10~0.20 | 0.15~0.35
0.10-0.30 | 0.15-0.40

X+| TN90
*+| CR9025
*-| PR915
% | PR930

0.05-0.15
0.05-0.15
0.05-0.15
0.05-0.20

0.20-0.35
0.20~0.35
0.20~0.35
0.20~0.40

0.10-0.20
0.10~0.20
0.10~0.20
0.10~0.25

0.25-0.40
0.25~0.40
0.25-0.40
0.25-0.45

Carbon Steel

o
=}
7
N
N
o
@
o
1
N
o
o
@
o
1
N
o
o
@
o
1
N
o
o

X
X
X
»*

Alloy Steel

@
o
7
N
o
o
~
o
1
@
o
~
o
1
@
o
~
o
1
=
[
o

X
X
»*
X

Stainless Steel 702160

[o2]
o
1
o
o
[o2]
o
1
feu
o
D
o
1
o
feu
o

Coolant

AY
70~150

*
Cast Iron 100200

0.05-0.20
0.05:0.15

0.08-0.25
0.08~0.20

0.10-0.25
0.10~0.25

0.12-0.30
0.12~0.30

0.10-0.20
0.10~0.20

0.10-0.25
0.10~0.25

0.10-0.25
0.10~0.25

0.15-0.30
0.15~0.30

i *
Aluminum 200500

Brass

100~200

@ See the notes below for traversing conditions.

@ Case of KGM Toolholder

Recommended Conditions

ap (MAX) mm

under 80% of Edge Width

f (MAX) mm/rev

under 10% of Edge Width

(ap)x(f) shall not exceed 1/2 of ap(Max)*f(Max)

- ap=0.8w

- f=0.1w

Edge Width (mm|

Load (mm?) 2.0~2.5

3.0 4.0

5.0

6.0 8.0

apxf ~0.20

~0.36 ~0.64

~1.00

~1.44 ~2.56

- apxf=<  3x0.8wx0.1w=0.04w?

® Case of KGM-T Toolholder (Deep Grooving Type) : Use 90% of KGM conditions
® Case of KGMM / KGMS / KFMS-8 Toolholder

% : 1st Recommendation ¥ : 2nd Recommendation

ap

Recommended Conditions
ap (MAX) mm under 50% of Edge Width| - ap=0.5w
f (MAX) mm/rev under 4% of Edge Width - f=0.04w
apxf should be as follows. (Under 50% of KGM)
Load () LW (o) 5 95 5 3.0 4.0 5.0 6.0 8.0
apxf ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28
- apxf=0.02w”
@ Case of KIGM Toolholder
Recommended Conditions
ap (MAX) mm under 70% of Edge Width| - ap=0.7w
f (MAX) mm/rev under 8% of Edge Width | - f=0.08w
apxf should be as follows. (Under 70% of KGM)
Load (mm?) Edge Widh (nm) -~ 3.9 4.0 5.0
apxf ~0.25 ~0.44 ~0.70
- apxf=0.04w®

. GMG / GMM / GMGA 8030 (Face Grooving)

Recommended Insert Grade (Cutting Speed: m/min) Face Grooving Traversing
) Cermet|cs omice] PVD Coated Carbide | Carbide Width (mm) Width (mm) ¢
Workpiece © - o - S
Material S S o 2 S = 8.0 8.0 g
z e 4 @ & S 4
O o o o f (mm/rev) f (mm/rev)
Carbon Steel 00| 80550 | 8050 | 8Xeo 0.1~0.2 0.1~0.25
Alloy Steel 805500 | 705560 | 70560 | 7660 0.1~0.2 0.1~0.25
Stainless Steel 700540 60ﬁ30 601‘1'30 60?\3?30 0.1~0.2 0.1~0.25 €
9]
Cast Iron 802\1'80 70?;730 0.1~0.3 0.1~0.35 8
Aluminum 2002300 | 0-08~0.25 0.08~0.30
Brass 10Kis0| 0.08~0.25 0.08~0.30

% : 1st Recommendation ¥t : 2nd Recommendation

| Grooving %
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i

Grooving

Guide for Grooving

7

M Guide for External Grooving

® Point ( I ) (Traversing after Grooving)
(D Grooving Depth Over 0.5mm: At roughing (Refer to Fig.1)

CERACUT Plunge&Turn

Before traversing, pull the tool back about 0.1mm after grooving, instead of

traversing subsequent to grooving.

(Failure to pull the tool back before traverse cutting will result in an unbalanced

load applied on only one side of the cutting edge.)
® Grooving Depth under 0.5mm: At finishing (Refer to Fig.2)

Traversing subsequent to grooving is possible because shallow groove depths

relate a small load on the cutting edge.
(Dwell-motion is not necessary.)

® Point (II)
When widening the groove width, apply the “Step Turning”
as shown in Fig.3.

Before traversing, pull the tool back
about 0.1mm after grooving
(Grooving Depth Over 0.5mm: At roughing)

Fig.1

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

Traversing subsequent to grooving
(Grooving Depth under 0.5mm: At
finishing)

Fig.2

— [ Guide for Face Grooving

G94

(Toolholder Selection)

(D Choose the best tool depending on the groove width.
The machining Dia. @D listed in the catalog indicates the depth
of the first plunge of face grooving as shown in Fig.1.

® Confirm Grooving Depth (dimension T)

(® Toolholder's hand is recommended so as to be Toolholder

mounted in reverse. (Fig.2)

e
=l
a s s
T
Fig.1
R-hand Toolholder L-hand
Insert (No Hand) Insert (No Hand)

This will provide smooth chip flow and chip
clearance.

(Traversing Tips)
Traversing direction should be from the outer
diameter to the inner diameter as shown in Fig.3.

This improves chip evacuation.

=Om
'._
o]

[
L

Fig.3

Fig.2 Toolholder's Hand and Rotation



CERACUT Plunge&Turn

B Guide for Face Grooving (Continued)

® Point ( I ) (Traversing after Grooving)
(D Grooving Depth Over 0.5mm: At roughing (Refer to Fig.4)
Before traversing, pull the tool back about 0.1mm after grooving, instead of
traversing subsequent to grooving.
(Failure to pull the tool back before traverse cutting will result in an unbalanced

load applied on only one side of the cutting edge.)

Before traversing, pull the tool back
about 0.1mm after grooving
(Grooving Depth Over 0.5mm: At roughing)

Fig.4

® Grooving Depth under 0.5mm: At finishing (Refer to Fig.5)
Traversing subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge.
(Dwell-motion is not necessary.)

Traversing subsequent to grooving
(Grooving Depth under 0.5mm: At finishing)

Fig.5

| Grooving %

® Point (II)
When widening the groove width, apply the “Step Turning”
as shown in Fig.6.
The widened groove and side walls should be finished last.
(For better chip control, ap over 0.5mm is recommended.)

0.1mm

Fig.6
@ Trouble shooting

Trouble Countermeasures

(This can handle most of the cases).

@ Increase the cutting speed for finishing process only.

If the method is not successful, try ®

|

1
as follows. %0°ts ‘ ‘
Whitish trace remains at the | @ Check the insert edge's parallelness. |- @ 1
groove bottom. Adjustment: Apply the insert edge to 7% | ;
the work face and adjust the toolholder
within the angle of +5'. (Fig.7)

Fig.7

® Apply the toolholder's reverse mounting.
Adjust the coolant flow to the cutting edge.

(@ When widening the groove, do not machine one deep groove.
Instead, repeat shallow grooving and turning.

Chips are entangled.

Insert cracks when . o
. Reverse the facing direction.
traversing.

Check the edge's parallelness.

Groove is not straight. Decrease the feed rate.

G95



Grooving Insert with Molded Chipbreaker

Guide for Grooving s

M Guide for Grooving by Cermet Insert (Steel)
1. Set the f under 0.12mm/rev (0.05~0.10mm/rev normally).
2. Coolant is recommended.
3. Set the cutting speed Vc=150-220m/min.
4. Set the toolholder overhang as short as possible.

I How to Improve Surface Finish (when surface roughness below 3 ym Rz is required)

1. Increase the cutting speed (Vc=220m/min.MAX) ' Chips for Easy
2. Program dwell-motion at the groove bottom. . Evacuation
3. Apply a light hone to the cutting edge by hand lapper.

I Chip Control of Grooving Insert with Molded Chipbreaker -2 improved o conrol
eAdvantages of MY Chipbreaker back pojections.

1. Molded chipbreaker curls chips spirally and Good chip contrl at shoulder

grooving due to the combination of
front rake and front projections.

evacuates chips easily.

2. High precision molded Insert with
economical 3 cutting edges.

3. Can be used in automated production.

GBA-MY

3-Edge Molded Chipbreaker

a3

Good surface finish of groove wall due to Less cutting force due to rake
narrow chips' evacuation by the effect of angle 14 -15° when installing
side rake and front projections. on toolholder.

(@]
=
>
3
© M Alternative Toolholder Reference Table for Grooving Toolholder
Conventional Toolholder Alternative Toolholder
Spare Parts
Clamp Screw| Wrench Wrench o
Overall Overall =
Description length Description length Remarks ot
(mm) 6‘ (mm) ;aC')
e
KTGF?L. 1010K-16F 125 KTGF%. 1010JX-16F| 120
1212M-16F 150 | SB-4070TRW FT-8 - 1212JX-16F| 120 G16
1616M-16F 150 1616JX-16F| 120
A _ No
KGM?®. 0810K-1.5-125 | 125 - replacement
1010K-1.5-125 | 125 | SE-40120TR - LTW-15S  'KGM# 1010JX-1.5 | 120
1212M-1.5-150 | 150 1212JX-1.5 | 120
R _ No
KGM?. 0810K-2-125 125 - replacement
1010K24125 | 125 | SE40120TR - LTW-15S  KGM7. 1010JX-2 | 120 636
1212M-2-150 150 1212JX-2 120
1616M-2-150 150 | SE-50125TR - LTW-20 1616JX-2 120
KGM?®. 1010K-2.5-125 | 125 KGM%. 1010JX-2.5 | 120
1212M2.5-150 | 150 | SC40120R ) LTW-158 1212JX-2.5 | 120
1616M-2.5-150 | 150 | SE-50125TR - LTW-20 1616JX-2.5 | 120
KGM?. 1616M-3-150 150 | SE-50125TR - LTW-20 KGM%. 1616JX-3 120
Note) The corresponding replacements may be different from the conventional parts in insert clamping system or insert size. Make sure their specifications referring to the catalog or other
documents.
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