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Product Lineup

B Product Lineup

H2

KTKF KTKFS (® H10)
Long Shank For sub spindle
For Small | for automatic lathe tooling
Diameter Cut-Off Dia. Cut-Off Dia.
Cut-Off $5~¢12 $6~¢12
~¢16 014~¢16 t
Width: 0.5~2.0mm Width: 1.0~2.0mm
KGD (® H15) | KGD-S (® H17)
Bolt Clamp o J J
KGD Cut-Off Dia. —
$12~450 t © % }
Width: 1.3~4.0mm Width: 2.0~4.0mm
KGM (® H20) | KGM-T (® H21)
CERACUT Bolt Clamp
Plunge&Turn Cut-Off Dia.
(2-edge) $18~¢60
Width: 1.5~4.0mm, 3~8mm Width: 2.0~6.0mm
KTKH-S (® H26) KTKB-S(S) (® H24)
CERACUT | Toolholder Type ( Blade type é ] t
Cut-Off Cut-Off Dia. @ f g Cut-Off Dia. |
(1-edge) $30~¢79 $32~¢120 8‘ |
Width: 2.2~5.1mm Width: 1.6~9.6mm
B Cut-Off Tools
Series Name Shape Advantage Applications
1) Insert clamp is side screw type from lateral side 1) For cut-off and grooving of small workpieces
For Small 2) 2-edge insert 2) For automatic lathe, small machine
Diameter 3) Max. Cutting Dia.: $16
Cut-Off
1) Insert is clamped from top side 1) PM Chipbreaker--- For Cut-Off
2) 1-edge and 2-edge inserts available 2) PH Chipbreaker --- E%rr%]:ﬂ/i(rég hFeed Rate)
3) Integral type and separate type are available. 3) PG Chipbreaker --- For Cut-Off (for automatic lathe)
KGD . 4) Max. Cutting Dia.: 50 Sharp-Cutting Oriented
) Max. Cutting Dia.: ¢ 4) PF Chipbreaker --- For Cut-Off (for automatic lathe)
Low feed
5) PQ Chipbreaker --- For Cut-Off (for automatic lathe)
Medium feed
1) Insert is clamped from top side 1) For cut-off and grooving of small workpieces
2) 1-edge and 2-edge inserts available 2) For automatic lathe, small machine
3) Max. Cutting Dia.: $60 3) TMR-Chipbreaker provides stable chip
CERACUT control up to high feed rate ranges.
Plunge&Turn
1) Self-Clamping System 1) For cut-off and deep grooving
Tap the insert lightly with a plastic hammer | 2) Standard chipbreaker is general cut-off type.
to set tin the pocket. Feed rate: over 0.1mm/rev y
2) 1-edge insert i
CERACUT 3) Blade type and Integral Shank type
Cut-Off
ut- na Dia -
4) Max. Cutting Dia.: $120 P-Chipbreaker is for cut-off at low feed rates
Feed rate: 0.03~0.08mm/rev¢




Guide for Cut-Off

/

M Tool Selection

For Small KGD CERACUT | CERACUT
Diameter Cut-Off Plunge&Turn Cut-Off
1. Insert's Edge Number ) ) ) o
1-edge Insert:--For Larger Dia. Workpiece (Max. $120)
2-edge Insert---For Smaller Dia. Workpiece o o o )
Cost per corner is reduced
TKF..S GDM
2. Use a neutral angle insert if there is no limit to the finished shape. TKF...NB GDMS GMM TKN
Insert TKFS...S
GDM-"1L _R, R,
3. Use an angled insert to reduce the size of the remaining boss. TKF...DR G(DCII\D/I'S:i-;-gD ?C_%ALVIIQ g (('1)—};;1)
4. Use a sharp-cornered lead-angled insert to make the remaining boss TKF..DR ) GMM-/. )
much smaller when machining small parts and thin parts. (@ Fig.2)
5. Use the minimum width insert suitable for the machining. O O O O
1. Use a suitable toolholder (blade) for the workpiece dia. O O @] (@)
Tooholder 2. Use a more rigid toolholder (blade). O O O O
3. Use a back clamp toolholder if there is no space for clamping tools o ) ) )
from top side (automatic lathe).

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

1. Use a neutral angle insert if there is no limit to the finished shape.
2. Use an angled insert to reduce the size of the remaining boss.

3. Use a sharp-cornered lead-angled insert to make the remaining boss much smaller when machining small parts and thin parts.

N R L
(No Hand) (Right-hand) (Left-hand)

Right-hand
Lead

Neutral

0
]

g

-Angled (0) insert can reduce the burr size when cutting off.

Hand of Lead Angle

|

‘When using a larger lead angle (0), cutting force becomes
smaller, but the feed rate should be reduced.

Example: Hollow Workpiece (Pipe) | Example: Solid Workpiece

Fig. 1

M Caution

1. Set the cutting edge height 0.1-0.2mm above the center height. (Fig.3)
2. Be sure to perform wet processing. Apply enough coolant to the cutting edge.

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

4. Cut off as close to the chuck as possible.

5. Lower the feed rate to 1/2 to 1/3 at the near center to prevent impact caused by cutting.

® Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade)

damage.
® Do not rework the insert and toolholder (blade) to prevent damage.
® Clean the insert pocket well with compressed air when replacing insert.

Sharp Corner

Bigger boss

Lead angle
Fig.2
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Summary of Cut-Off

B Small Dia. Cut-off ~$45

Small Shank

o

kkrs I Kow |

Cutting Dia.: ~$32
Shank: 010~16
Edge Width: 1.5~4.0
Top Clamp

Cutting Dia.: ~$45

Shank: 010~25

Edge Width: 2.2~4.1

Self Clamp
°

@ H26 @ H20

ol

Chipbreaker for
Low Feed Cut-Off

3

Chipbreaker for
General Cut-Off

Cutting Dia.: ~$42
Shank: 010~20
Edge Width: 1.3~4.0

KTKF

Cutting Dia.: ~¢16
Shank: (010~16
Edge Width: 0.5~2.0

KTKFS

Cutting Dia.: ~¢16
Shank: 010~12
Edge Width: 1.0~2.0

Top Clamp Lateral Side Clamp Lateral Side Clamp
® @H15 ®H8 @ H10
° ° o
° 000o,0° ¢
([

° KTKF

00080 KTKFS
P 2-edge
. )
([
® Low cutting force
® cut-off Chipbreaker
([
2-edge
Sharp Cutting Low feed Medium feed

PG Chipbreaker PF Chipbreaker

PQ Chipbreaker

CERACUT Cut-Off @ H23

General cut-off

Low feed Cut-off

Chamfer + hone Sharp Edge Hone

Chipbreaker edge shape

\

7~

(15° Lead Angle)

(15° Lead Angle) (15° Lead Angle)

CERACUT Cut-Off ® H26
(Self Clamp)

H4

=

KGD @ H15
(Top Clamp)

For Small Diameter Cut-Off ® H8
(Lateral Side Clamp)



M General Cut-Off ~$120

Integral Type

Cutting Dia.: ~¢50
Shank: 016~25
Edge Width: 1.3~4.0
Top Clamp

@ H16

Blade

+
Toolblock

KTKB

Integral Type

KTKH-S
Cutting Dia.: ~¢79
Shank: 010~25
Edge Width: 2.2~5.1

2-edge

Cutting Dia.: ~¢120
Shank: (016~32
Edge Width: 1.6~9.6

Good chip

control
PM Chipbreaker

Separate Type

Cutting Dia.: ~¢50
Shank: 020~32
Edge Width: 2.0~4.0
Top Clamp

@ H17

Integral Type

® H21
.ooo“.

Chipbreaker for
1-edge Sharp Cuttin
Self Clamp Self Clamp Goodzhip p g9
® H24 ® H26 control n
e0000000000® 2-edge 2
e PM Chipbreaker @. '
2-edge éf;ipbreaker
q’? ' ; High feeg for Stability
Chipbreaker for Chipbreaker for PH Chipbreaker .
General Cut-Off Low Feed Cut-Off 1-edge 1-edge - -
High feed &
rate fy
PH Chipbreaker Chipbreaker
for Stability
Blade
Toolblock Separate Type Integral Type
4 / ~ /
CERACUT Cut-Off KGD-S CERACUT Cut-Off KGD CERACUT Plunge&Turn
® H24 ® H17 @ H26 ®H16 ® H20

KGM-T
Cutting Dia.: ~¢60
Shank: 016~32
Edge Width: 2.0~6.0
Top Clamp

oo (2

H5



Cut-Off Toolholders (for small diametey

[
Cut-off

B TKF
Classification of usage P | Carbon Steel /Alloy Steel | @ O @) g
@ : Continuous-Light Interruption / 1st Choice | M | Stainless Steel ® o ® %
@:Contir)uous-Light Interruption/an Choice K | CastIron P m%
@ : Continuous / 1st Choice 5.0
e Applicable Inserts (TKF12) O : Continuous / 2nd Choice N | Non-ferrous Metals ™ g';
Dimension (mm) A?og)le MEGAGOAT NANO | Carbide E’E
Insert Description PR1425|PR1225|PR1025| KW10| S
Wl | 1| 6o £
Handed Insert shows Right-hand RILIR|L|R|L/R|L Ke]
TKF12% 050-S-16DR 05| 5 ( 2K 2K 3K BN BN BN 2K )
070-S-16DR 07| 8 ( 2K 2K N BN BN BN 2K )
100-S-16DR 1.0 ( 2K 2K K BN BN BN AN J
125-5-16DR |125| (003 3 |87 5 /16' g/ g|@ @
XON 150-S-16DR | 1.5 2 oo o000
Right lead angle 200-S-16DR 2.0 ( BN AN BN BN BN BN BN J
TKF12%. 050-S 05| 5 ( 2K 2K K BN BN BN AN J
070-S 07| 8 (2K 2K N BN BN BN AN J
100-S 1.0 ( BN AN BN BN BN BN BN J
125- 15| (0083 187510 gl gle @
150- 15| 2 oo 000000
200-S 2.0 ( 2K 2K K BN BN BN 2K )
TKF12%. 100-T-16DR 1.0 0o e
150-T-16DR 15| 12 /008 3 |87 | 5 |16°|® | @® ©® | @
A 200-T-16DR | 2.0 00 H8
TKF12% 100-T 1.0 0 oo
150-T 15| 12 |008| 3 |87| 5 |[0° @ ©® ©® @
Tough Edge 200-T 2.0 ( 2K 2N K J
. TKF12%. 050-NB-20DR | 05| 5 e e o e o e
S 070-NB-20DR | 0.7 | 8 0 eooo
- 100-NB-20DR | 1.0 0| 3[87| 5 (20°@® @ ® e o e
% 150-NB-20DR | 1.5 | 12 ( N J ® e oo
Right lead angle ' 200-NB-20DR | 2.0 ( 2K ) ( 2 A K
TKF12%. 050-NB 05| 5 ® o ( 2 AKX N
070-NB 07| 8 ( 2K J ® e oo
100-NB 1.0 0|3 |87|5 |0 |0 @® ® 000
DY ) 150-NB 1.5] 12 ( N J ® e oo
Without Chipbreaker : 200-NB 2.0 ( 2K J ( 2N 2N AN J
- Lead angle shows the angle when installed in toolholder.
- As Fig.1 of H8 shows, the cutting diameter of the insert is indicated when the top of the cutting edge progresses 1mm from the center.
¢ Inserts Identification System (Ref. to Table.1) Table 1
TKF 12 R 050_ S _ 1 6D R Toolholder| Right-hand  [Toolholder] Left-hand
el Insert | Right-hand Insert | Left-hand
| | | Lead angle| Right-hand |Lead angle| Right-hand
Name of Insert Width
Insert Size 0
Insert Hand Name of Chipbreaker Lead Angle (6) Hand of Lead Angle
R: Right-hand S: S-Chipbreaker (Front cutting R: Right-hand
- edge angle)
L: Left-hand T:T-Chipbreaker L: Left-hand
(Tough Edge type)
NB: Without Chipbreaker
e @ : Std. ltem



Classification of usage P | Carbon Steel /Alloy Steel | @ O @) g
@ : Continuous-Light Interruption / 1st Choice | M | Stainless Steel ® o ® %
() : Continuous-Light Interruption / 2nd Choice K | @il Py =
. @ : Continuous / 1st Choice NS
e Applicable Inserts (TKF16) O : Continuous / 2nd Choice N | Non-ferrous Metals ) 5\3';
: - Angle] MEGACOAT | PVD g2
Dimension (mm) )| MEGACOAT NANO |sCatie | Carbide| @ 8
Insert Description 5 PR1425|PR1225 PR1025 KW10| S
W e | T | H| |6 <
Handed Insert shows Right-hand R/ILIRIL|IR|L|R|L o
TKF16%. 150-S-16DR 1.5 ( BN A BN BN AK BN BN )
16 |005| 4 |95 | 5 |16°
200-S-16DR 2.0 ( BN AN BN BN BK BN BN J
Right lead angle
‘ TKF16%. 150-S 1.5 ( BN AN BN BN BK BN BN J
) 16 |0.05| 4 | 95| 5 | 0°
200-S 2.0 ( BK AN BN BN BK BN BN J
TKF16%. 150-T-16DR 1.5 ( 3K AN BN )
16 ({008 4 (95| 5 |16°
Right lead angle 200-T-16DR 2.0 ® o 00
Tough Edge
H8 .l
f TKF16%. 150-T 1.5 ( BN AN BN ) =
) 16 (008| 4 |95| 5 |o0° f;
200-T 2.0 oo oo ©
Tough Edge —
TKF16%. 150-NB-20DR | 1.5 ( 2N J ( 2K BN AN )
16 | 0 4 195 5 |20°
Right lead angle 200-NB-20DR | 2.0 [ BN ) ( 2K BN BN )
Without Chipbreaker
TKF16%. 150-NB 1.5 ( 2N J ( 2K BN BN )
16 | 0 4 95| 5 |0°
200-NB 2.0 ( BN J ( 2N 2N AN J
Without Chipbreaker

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

eDescriptions of Chipbreaker Edge Shape

Chipbreaker LA T-Chipbreaker AR
S-Chipbreaker (Tough Edge type) NB-Chipbreaker
Edge Shape o Description o Description o Description
15° |TKF12.--S
o soe | TKF16--S 1o |TKE=T . |TkF--NB

0° ITKF16.--S-16DR TKF--T-16DR % TKF..-NB-20DR

25° | TKF12..-S-16DR
@ : Std. Item e
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Cut-off

H8

Cut-Off Toolholders (for small diametey

B KTKF (For small diameter cut-off)

A

e E“
D Ly
A

@ Right-hand shown

only for above shape

— y A
T m
l y — | Y
2 1° El A * Clamp Screw can be operated from both front and back side.
KTKF#/, 1616JX-..(F2=10mm) 0«\(‘}*
KTKF#/, 2020JX-..(F2=12mm) Y
only for above shape /,/’\‘
A
[ / A
o <L T
\A
A Y
A
KTKF®.2020.. L2 ~ _ L1 ‘
only for above shape = =1 Fig. 1
KTKF?.1010JX-..

Right-hand Insert for Right-hand Toolholder.

<Goose-neck Holder>

A A © A
== o L !
m w R
Y Al
— - ¥ J 4
KTKFL1620JX-12 shows above
figure.
A Y
I . 787
Y
Fig.2
® Left-hand shown Left-hand Insert for Left-hand Toolholder.
®Toolholder Dimensions
S Part
Std. Dimension (mm) Ci 3 pare Ter SW h
g’) amp oScrew renc Appllcable
Description 2 @) Inserts
R L | Hi=h B L1 L2 F1 T a E’/ K @ H6, H7
KTKF?. 1010JX-12 | @ | @ 10 10 15 10
1212dX-12 | @ | © 12 12 12
120 6 SB-4590TRWN LTW-10S | TKF12%L ...
1616JX-12 | @ | @ 16 16 - 16
@2020JX-1 2| @ | © 20 20 20
KTKF?L. 1010JX-16 | @ | @ 10 10 20 10 Fio 1
1g.
1212JX-16 | @ | @ 12 12 12 9
120 8 SB-4590TRWN LTW-10S | TKF16"L ...
1616JX-16 | @ | @ 16 16 - 16
ED2020JX-16 | ® | ® | 20 | 20 20
KTKF?L 1212F-12 e o 6 TKF12% ...
12 12 85 - 12 SB-4590TRWN LTW-10S
1212F-16 e o 8 TKF16%L ...
KTKFL  1216JX-12 o 12 16 16 )
120 - 6 Fig.2| SB-4590TRWN LTW-10S | TKF12L ...
1620JX-12 () 16 20 20

‘~ Dimension T shows the distance from the Toolholder to the cutting edge. @ H6, H7 for the actual cutting diameter. ‘

Note: Cutting diameter of -12 type toolholder ( ¢Dmax ) depends on the insert grooving width.

M How to Use

1) When using Main Spindle only
Workpiece maximum ¢D1 (Fig.1)=¢Dmax

Even if the cutting edge runs beyond the center line, the insert does not

contact the workpiece, since the workpiece falls off.

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

Main Spindle

Recommended Cutting Conditions ®H27

¢D1
|

Fig.1
(When the edge is at the center)

Fig.2

(When the edge is 1mm beyond the center)

@ : Std. Iltem



2) When using both Main and Sub spindles

In this case, when the cutting edge runs beyond the center line, the insert

will contact the workpiece, since the workpiece does not fall off.

e.g.) When the cutting edge is programmed to run 1mm beyond the center.

Workpiece maximum, $D2 (Fig.4) [pDmax—1mmx2] (mm)
(The clearance between the insert and the workpiece is 0.2mm)

M Tough Edge, T Chipbreaker

oFracture resistance comparison (Interruption)

Cutting Edge (Front Relief Surface)

Main Spindle

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

T Chipbreaker (PR1225)
3,000 passes

Competitor C
700 Passes

Competitor D
3,000 Passes

Jof é]:r.néf

1,000 Passes

2,000 Passes

3,000 Passes

Tough Edge, T Chipbreaker (PR1225)

—

Competitor C

#x

Sub Spindle

$D2

Fig.4

<Cutting Conditions>

- Ve=80m/min

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

- Workpiece material: SK4

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

(When the edge is 1Tmm beyond the center)

(PR1225)

Competitor D | X
Compared to Comp. C and D, Tough Edge “T Chipbreaker” achieves superior fracture resistance in interrupted cutting.
B How to select edge prep.
e Troubleshooting

Countermeasures
Lead Angle (0) Edge Width Name of Chipbreaker
No (0°) Yes Narrower Wider S T NB
Problems Countermeasures
Insert Fracture . . . .
Insert Fracture Prevention Effective Effective Effective Effective
Long cutting time il e’ Effective Effective Effective Effective
reduction
. Prevention of chip . . .

Entangled chips entanglement Effective Effective Effective

Large boss remain | Small boss remain Effective Effective Effective
Ring Remain Prevention of Ring . . .

(Hollow Workpiece) Sy Effective Effective Effective
Deformat_|on of I_-Iollow Preventlljg Effective Effective Effective

Workpiece (pipe) deformation

@ : Std. Item
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Cut-off

H10

Cut-Off Toolholders (for sub spindle tooling)/

B KTKFS (For small diameter cut-off)

30° L3

$40(-12A,-16A)
$50(-12B,-16B)
B
-
]

Sub Spindle Dia.

L1

o
— [ >
L E I;{’ oy
~. 2

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

B
2L

30° L3

L1

Sub Spindle Dia.
$40(-12A-16A)
$50(-12B-16B)

H1
&
h\

— KTKFS%.1010K-16A

| E(' ), ' KTKFS7.1010K-12A

I N only for left shape.
@ Left-hand shown Left-hand Insert for Left-hand Toolholder
eToolholder Dimensions
. Cut-Off 5 . Spare Parts
td. Dia. imension (mm) Clamp Screw Wrench Applicable
Description Inserts
i @ @H11
R|L | ¢Dmax|H-h| B | L1 |L2 | L3 |“L4|F1| T E’
KTKFS"i 1010K-12A (@ @ 10 | 10 |120] 15 20
1212F-12A |(@|@®| 6~12 12 | 12 85| 26| 5 | 6 |SB-4050TRN| LTW-10S TKFS12%1
1212K-12B (@@ 120 26
KTKFS"L 1010K-16A (@@ 10 | 10 |120| 20 20
1212F-16A |@® @®| 14~16 12| 12 85| 30| 5 | 8 |SB-4050TRN| LTW-10S TKFS16"1L
1212K-16B (@ @ 120 26
‘- Dimension T shows the distance from the Toolholder to the cutting edge. @ H10 for the actual cutting diameter. ‘ Recommended Cutting Conditions ® H11
- Cutting diameter ()Dmax) depends on the insert grooving width.
* Only Right-hand is available for L4 dimension.
B TKFS (For small diameter cut-off) Main Spindle Main Spindle
Insert Description Dimension (mm)

Handed insert shows Left-Hand

W |pDmax
TKFS12%. 100-S| 1.0 6

150-S| 15 ¢
200-S| 2.0 12
TKFS16%. 150-S| 15 14
200-S| 2.0 16

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

Sub Spindle

Sub Spindle

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

@ : Std. Item



® Applicable Inserts Classification of usage | P |CabonSeel/AloySes] @ | © | ©
@ : Continuous-Light Interruption / 1st Choice | M | Stainless Steel | (%) [ @)
( : Continuous-Light Interruption / 2nd Choice
@ : Continuous / 1st Choice < el =
O : Continuous / 2nd Choice | N |Non-ferrous Metals [
. . Angle|  MEGACOAT PVD )
Dimension (mm) (% MEGACOAT NANO oz Catid CD/E
Insert Description D § § § g
WrﬁaxrgTHq)deggg!
Handed insert shows Left-Hand RIL|R|L|R|L[R|L
TKFS12% 100-S| 1.0 | 6 00 oo o oo
150-S | 1.5 9 005|122 |87 |44 | 0° ®©® ©®©® 0O 00O
200-S| 2.0 | 12 o 00 e e oo
TKFS16"%. 150-S| 1.5 | 14 .00 0 e e e e e
200-S| 2.0 | 16 005)22 195 44 0 00 oo o oo
- As Fig.2 of H10 shows, the cutting diameter of the insert is indicated when the top of the cutting edge progresses 1mm from the center.
* Lead angle shows the angle when installed in toolholder.
¢ Recommended Cutting Conditions
Recommended Insert Grades (Cutting Speed Vc: m/min) TKFS12 TKFS16
(%]
Workpiece MEGACOAT MEGACOAT PVD C(_)ated Carbide Edge Width (mm) Edge Width (mm) _:%
Material NANO Carbide 10 [ 15 | 20 15 | 20 |E&
o
PR1425 PR1225 PR1025 KW10 f (mm/rev) f (mm/rev)
Carbon Steel * = laf - 0.01 ~0.03/0.01 ~0.03/0.01 ~ 0.03{0.01 ~0.03/0.01 ~ 0.03
70~170 | 70~150 | 60~ 130 it el idiheed hatiihed it e N
* RS w :
Alloy Steel 70 ~ 170 70 ~ 150 60 ~ 130 - 0.01 ~0.03/0.01 ~0.03{0.01 ~0.03{0.01 ~0.03/0.01 ~ 0.03 %
Stainless Steel &l * lad - 0.01~0.02|0.01 ~0.02/0.01 ~ 0.03]0.01 ~0.02(0.01 ~0.03| € 3
60~140 | 60~120 | 50~ 100 e sl et i ihasl MRt -1
o
* o I
Cast Iron - - - 50 ~ 100 0.01 ~0.03/0.01 ~0.03/0.01 ~0.03{0.01 ~0.03/0.01 ~0.03| O
. *
Aluminum Alloys - - - 200 ~ 450 0.01 ~0.03/0.01 ~0.03{0.01 ~0.03{0.01 ~0.03/0.01 ~ 0.03
*
Brass - - - 100 ~ 200 0.01 ~0.04/0.01 ~0.04{0.01 ~ 0.04{0.01 ~0.04|0.01 ~ 0.04
*: 1st Recommendation vr: 2nd Recommendation
B How to use small diameter cut-off tool
oKTKF OoKTKFS

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

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

KTKFR type
(Right-hand toolholder)

KTKFL type
(Left-hand toolholder)

KTKFSR type
(Right-hand toolholder)

KTKFSL type
(Left-hand toolholder)

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

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

Main Spindle

Main Spindle
Sub Spindle

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

Main Spindle

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

Sub Spindle

=
°
=
Q
(7]
=
(]
=

<How to select>
L3 dimension
- Sub Spindle Dia.
$40—22(A type)
$50—26(B type)

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

Sub Spindle

<How to select>
L3 dimension
- Sub Spindle Dia.
$40—22(A type)
$50—26(B type)

@ : Std. Item .
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Cut-off

H12

Cut-Off Inserts

/

. GDMIGDG Classification of usage [ @) 2
=
@ : Continuous-Light nterruption / st Choice . Bl
() : Confinuous-Light Inerruption / 2nd Choice M | Stainless Steel ° © '_g
@ : Continuous / 1st Choice @0 |2
(O : Continuous / 2nd Choice E
Dimension (mm) Angle (*) MEGACOAT | Carbide| &
5
Insert Description w S/ 8 2|8
re | M L H 0 = | e s | &
Handed Insert shows Right-hand Tolerance o o o ?-q:T)
GDM  1316N-003PF 13 0.03 10 [ ] [ )
o 1316N-015PF ' 0.15| I ' )
<@ @ . H15
R = ISEN00PF | 00| o o
oY i e — . .
=Rl W T 1516N-015PF +0.04| 0.15 el e
@ Im 2020N-003PF 2.0 17 o o H15
2520N-003PF 2.5 0.03| 21| 20 | 43 e o H16
Low feed
2-0dge 3020N-003PF 3.0 2.3 e o H17
GDM  1316%.-003PF-15D | 1.3 1.0 (] [ J
16 | 3.7 H15
1516%.-003PF-15D | 1.5 1.2 o [ J
2020%.-003PF-15D [ 2.0 |+0.04|0.03| 1.7 15° | @ [ )
\v-v I@ 25207.-003PF-15D | 2.5 21|20 |43 )
15° Lead Angle
e 30207.-003PF-15D | 3.0 23 L)
GDM  2020N-010PQ 2.0 1.7 o [ J
2520N-010PQ 2.5 |+0.03| 0.1 | 21 | 20 | 4.3 - (] [ ]
S| Modium foed 3020N-010PQ 3.0 2.3 C
5 2-edge
(G]
GDM 2020R-010PQ-15D | 2.0 1.7 o [ ]
2520R-010PQ-15D | 2.5 [+0.03| 0.1 [ 2.1 | 20 |43 |15°| @ | @ Hi5
15 Load Ang LAY H16
Moo fnge 3020R-010PQ-15D | 3.0 2.3 [ I H17
2-edge
GDG  2020N-005PG 2.0 1.7 [ )
2520N-005PG 2.5 [+0.02/0.05| 2.1 | 20 | 4.3 - [ )
Low cutting force 3020N-005PG 3.0 2.3 )
2-edge
o GDG 2020R-005PG-15D | 2.0 1.7 [ )
s et
© L " 2520R-005PG-15D | 2.5 [+0.02|0.05| 2.1 | 20 | 4.3 | 15° o
e O A1
Lo outing s ' 7 3020R-005PG-15D | 3.0 23 °
2-edge

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

Il

Groove bottom created
by PF/PM chipbreaker




B GDM/GDMS

Classification of usage [ J O |
@ : Continuous-Light nterruption / st Choice N
() : Continyous-Light Interuption / 2nd Choice M ° © §
@ : Continuous / 1st Choice © & g
. . . <
© : Continuous / 2nd Choice 5 %
. . o
Dimension (mm) Angle ()| MEGACOAT | 5§
0,0
inti -
Lzt Description w S22
re M L H 0 = = @
Handed Insert shows Right-hand Toerance o o T
GDM  2020N-020PM 2.0 02 | 15 [ J [
2520N-020PM 25 02 | 195 [ ) (]
+0.03 20 -
3020N-025PM 3.0 025 | 2.3 ([ J [
2-edge 4020N-030PM 4.0 03 | 33 ([ J [
o GDM  2020R-020PM-6D | 2.0 02 | 15 o o
/ 2520R-020PM-6D | 2.5 (+0.03| 0.2 | 1.95 | 20 6° [ J [
= 3020R-025PM-6D | 3.0 025 | 2.3 [ J o
Q 2-edge
= 4.3
o GDMS  2020N-020PM 2.0 02 | 15 o o
3020N-025PM 3.0 |£0.03|/ 025 | 2.3 | 20 - ([ J [
4020N-030PM 4.0 03 | 33 o ([ H15
1-edge
H16
GDMS 2020R-020PM-6D | 2.0 02 | 15 [ ] ® | H17
/ 3020R-025PM-6D | 3.0 (+0.03| 0.25 | 2.3 | 20 6° o [
4020R-030PM-6D | 4.0 03 | 33 o ([
1-edge
GDM  2020N-020PH 2.0 02 | 15 [ J [
= / 3020N-030PH | 30 |20.03| 03 | 23 | 20 -le| e
3
Re) High Feed Rate 4020N-030PH 4.0 03 | 33 o o
c 2-edge
© 4.3
8 GDMS 2020N-020PH 2.0 02 | 15 [ J [
3
o
G / 3020N-030PH | 3.0 |0.03| 0.3 | 23 | 20 - e e
High Feed Rate 4020N-030PH 4.0 03 | 3.3 o ([
1-edge
Note) 1.Using the PF/PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure).
m Groov/ePk'ngrt(r)]m bcrea;ed
e e bv PE d
@ Inserts Identification System Y chipbrearer
(4) Width (6) Hand of Tool (8) Chipbreaker Symbol
(2) Accuracy 131.3mm _ 25:2.56mm R: Right-hand PF-Cut-Of (Low feed) PM:Cut-Off (General Purpose)
G:Ground Insert 15:1.5mm 30:3mm L: Left-hand PQ:Cut-Off (Medium feed) PH:Groove and Cut-off
M: Class M 20:2mm 40:4mm N: Neutral PG:Cut-Off (Low cutting force)  (High feed rate)
I I I I
G D M S 3020 R-025 PM|-6D
[ I | | |
(1) Series (3) No. of edge (5) Insert Length (7) Corner-R (re) (9) Lead Angle
Newly grooving (blank): 2-edge 16:16mm 003:0.03mm 020:0.2mm Without Indication: 0°
GD Series S: 1-edge 20:20mm 005:0.05mm 025:0.25mm 6D: 6°
010:0.1mm 030:0.3mm 15D: 15°
015:0.15mm
@ : Std. ltem S



Cut-Off Inserts

/

eApplication Map

L
a
>

< Cting force mmmlp>

,_
o}
=

General E igg
Purpose ce
f P
Ten. PM

PF For. automatic'lathe"(Medium feed)
PG For automatic lathe (Low feed)

For automatic lathe (Low cutting force)

Small (. Fccd Ratc M | orge

eRecommended Cutting Conditions (PF/PQ/PG Chipbreaker)

n f (mm/rev)
Recommended Insert Grades
(Cutting Speed Vc: m/min) PE PQ PG g
. Workpiece Material g
I MEGACOAT | Carbide Width W (mm) Width W (mm) Width W (mm) g
o
% PR1225 | PR1215 | GW15 1.3/1.5 2.0 2.5/3.0 2.0 2.5/3.0 2.0 2.5/3.0
3 Carbon Steel 70: 50 70ﬁ 80 -
* . 0.01~0.04 | 0.02~0.06 | 0.02~0.08 | 0.03~0.1 | 0.04~0.12 - -
- Alloy Steel | 79 450 | 70-180 | -
Stainless Steel * * - 0.01~0.03 | 0.01~0.04 | 0.01~0.05 | 0.02~0.07 | 0.02~0.08 - - =
60~120 | 60~150 : ’ ’ : : : ’ ’ ’ ’ ©
o)
* ¥ o)
Cast Iron - 80~200 | 50~100 0.01~0.05 | 0.02~0.07 | 0.03~0.08 | 0.04~0.1 0.04~0.12 | 0.01~0.04 | 0.01~0.05 [
. *
Aluminium Alloys| - - 200~450 - - - - - 0.01~0.05 | 0.01~0.06
*
Brass - - 100~200 - - - - - 0.01~0.07 | 0.01~0.08
*: 1st Recommendation ~r: 2nd Recommendation
eRecommended Cutting Conditions (PM/PH Chipbreaker) @ Example of feed (m i the graph inicates the most recommended vlue of feed (7]
Recommended f (mm/rev) € - PM Chipbreaker  [workpiece material: $50C]
Insert Grades oM @ £
. . g . 4 Al T e
Workpiece | (Cuting Speed Ve:m/min) | ghinreaker Al il izEier g = 24 (W}
Material : : B
MEGACOAT vv(um)w vv(um)w gl | = I T I
0.1 0.2 0.3
PR1225 | PR1215 2~4 2 3~4 Feed Rate f (mm/rev)
* * - PH Chipbreaker [Workpiece material: S50C
Carbon Steel | o, 549 | 100-200 _ p [Workpi I ]
0.08~0.18 | 0.10~0.25 | 0.15~0.28 S -
x| = 0 [ Y S— Y ——
Alloy Steel | 75 180 | go-180 SR
— g |% 2 f— L —
: S
Stainless Steel 60~150 | 60~150 0.06~0.12 | 0.05~0.12 | 0.08~0.15 | O s | | | | | |
* 0.1 0.2 0.3
Cast Iron - | 400.200 | 0:08~0.18 | 0.10~0.25 | 0.15~0.28 Feed Rate f (mmirev)

@ Caution (Cut-Off)
1. Be sure to perform wet processing. Apply enough coolant to the cutting edge.

*: 1st Recommendation ¥r: 2nd Recommendation

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

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

4. Lower the feed rate to 1/2 to 1/3 at the near center to prevent impact caused by cutting.

H14



B KGD (For automatic lathe) Width: 1.3~4.0mm

m
Insert setting
r angle
Insert setting o
angle T e P
/
< =] v
1°L A' vt 1° /! -
\ / T srd A T
// 1]
— 1 &
A &
Al of
N L1

- Right-hand shown

oToolholder Dimensions

- Spare Parts
Std. C%tifﬁ Dimension (mm) W('g]tg])w
' Screw Wrench
Description
D)
R|L |¢Dmax| Hizh | H2 | H3 | H4 | B | L1 | L2 F A | MIN. | MAX. é
KGD®, 1010JX-1.3 )
! ®/® 20 10 2 8 | 10 120 18 | 95 10 | 1.3 | 1.3
1212JX-1.3 |@ (@ | 24 | 12 10 | 12 19.5(11.5
KGD%. 1010JX-1.5 ® ® 20 10 8 10 18 | 9.4 m
TSR ool 22 12 2 4.5 10 12 120 195114 12 | 1.5 | 1.5 [SB-40120TR| LTW-15S I
KGD. 1212F-1.3 5] 1. . i 5
GD @0 12 2 10| 12 | 85 |195 12/ 10 13 | 13 2
1212F-1.5 [ BN J 114|112 | 1.5 | 1.5 8
KGD#%, 1010JX-2 ®@ ® 20 | 10 5 8 10 18 |9.15
1212JX-2 ® @ 24| 12 10 12 | 120 | 19.5|11.15| 1.7 | 2.0 | 3.0 | SB-40120TR| LTW-15S
1616JX-2 ® o 32 16 - 16 24.5115.15
KGD?. 1010JX-2.4 ® ® 20 | 10 5 8 10 18 9
1212JX-24 (@ (@ | 24 | 12 45 | 10 12 | 120 |19.5| 11 | 2.0 | 2.4 | 3.0 |SB-40120TR| LTW-15S
1616JX-24 (@ |@®| 32 | 16 - ' 16 245| 15
KGDW. 1212JX-3 ® 0 24 12 2 12 19.5/10.8 3.0
1 12 2.4 | 3. B-40120TR | LTW-1
1616JX-3 ® ® 32| 16 - 0 16 0 245|14.8 3.0 4.0 SB-40120 5S
KGD%. 1212F-2 e o 11.15| 1.7 | 2.0
AW °ole 24 12 2 10 12 | 85 |19.5 1 20| 24 3.0 | SB-40120TR | LTW-15S
KGD%. 1616JX-3D38 (@ |® | 38 | 16 - 10 | 16 29 |14.8
2012JX-3D42 @ © 42 | 20 6 14 12 | 120 31 10.8| 2.4 | 3.0 | 4.0 |SE-50125TR| LTW-20
2020JX-3D42 @ | @ 20 18.8

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

eToolholder Identification System (For automatic lathe)

(2) Shank Size (4) Applicable Inserts
GDM/GDMS
16x16mm Width: 3~4mm
| |
KGD | R 1616 || JX|-| 3 | D38
I | |
(1) Toolholder Hand (3) Toolholder length (5) Cutting Dia.
R: Right-hand oDmax
L: Left-hand 120mm 38mm

@ : Std. Item

H15



[
Cut-off

H16

Grooving / Cut-Off

M KGD (Integral Type)

-

|

I~

- Right-hand shown

F1

L1

H1

oToolholder Dimensions

= \E/ Std. Dimension (mm) difelin B R
E E ) Clamp Bolt | Wrench
E ; Description
© =,
= ‘00’_ R | L [Hi=h| H2 | H3 B L1 L2 | L3 | F1 A T | MIN.| MAX. /
g
KGD?, 1616H-2T06 ® ® 16 4.0 16 | 100 |27.7|28.0/15.2 HH5X16
6 2020K-2T06 ® 0 20 i 20 125 28.0| - 19.2 6
2525M-2T06 @ @ | 25 25 | 150 24.2 HH5X25
KGD%.  1616H-2T10 ® @® 16 | 4.0 16 | 100 30.2|/30.5|15.2 HH5X16
10 2020K-2T10 ® 0 20 20 125 19.2 10
2 2525M-2T10 | @ |@ | 25 | 25 (150 1°0° 7 (242 7 20130 Mpexes | WV
KGD%.  1616H-2T17 ® @ 16 | 4.0 16 | 100 (31.2|/31.5/15.2
17 2012K-2T17 [ BN J 20 12 |125 11.2 17 HH5X16
2020K-2T17 [ BN ) - 20 |125|32.5| - |19.2
2525M-2T17 | @ @ | 25 25 [ 150 24.2 HH5X25
KGD%. 2012K-2.4T17 (@ | @ 12 |125 11.0
2.4 | 17 2020k24T17 | ® | ® 20 - 20 1125 325 - 19.0 20|17 |24 | 3.0 | HH5X16 LW-4
KGD%.  1616H-3T06 ® @® 16 | 4.0 16 | 100 |27.7|28.0|/14.8 HH5X16
6 2020K-3T06 ® 0 20 i 95| 20 |125 280! - 18.8 6
2525M-3T06 @ @ | 25 25 | 150 23.8 HH5X25
KGD%.  1616H-3T10 ® @ 16 | 4.0 16 | 100 /30.2/30.5|14.8 HH5X16
10 2020K-3T10 ® 0 20 20 125 18.8 10
8 2525M-3T10 | @ |@ | 25 | 25 (150 °0° 7 [23.8] 24 30140 hexos | HWH
KGD%.  1616H-3T20 ® @® 16 | 4.0 16 | 100 |34.2/34.5|14.8
20 2012K-3T20 [ BN J 20 12 |125 345 10.8 20 HH5X16
2020K-3T20 [ BN ) - 20 125 - 118.8
2525M-3T20 (@ @ | 25 25 | 150 35.5 23.8 HH5X25
10 KGD%.  2020K-4T10 ® 0o 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| 34 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

Note) 1. Dimension T shows the distance from the Toolholder to the cutting edge.
(If the dimension T is 20 mm or more, the maximum depth of groove made by the 2-edge insert will be 18 mm.)
2.Recommended tightening torque of clamp bolt for insert: 6.5N-m (Groove width 2 - 4mm)

Recommended Cutting Conditions @ H14

@ : Std. Item



M KGD-S (0° separate type)

_ T/
1] [ E
— |
o 1 E
A L1 J
- Right-hand shown
eToolholder Dimensions (Toolholder+Blade)
é’ g -%_’g §§ Blalde. Too|h<‘>ld‘er Unit Description Std. Dimension (mm) W('r?]tr:)w
: c |83 £ e Description | Description (Standa_rd _StOCk
2| g 33 g% ®Hs O E Description) | R| L | Hi=n|H2| H3 | B | L1 | L2 [L3 | F1 | A | T |MIN.|uAX
20 KGD?.2020-C [KGD%. 2020X-2T17S (@ |@ | 20 | 12 20 | 122 23.4
2 | 17 |25 KGD%.-2T17-C | KGD#.2525-C 2525X-2T17S (@ |@ | 25 | 7 25 | 147 | 40 28.4/17 |17 | 2.0 | 3.0
(032 KGD?.3232-C - -l -] 382 - 32 | 167 35.4
(20 KGD?.2020-C [KGD. 2020X-3T10S (@ |@ | 20 | 12 20 | 115 23.0 m
10 |[J25 | KGD¥.-3T10-C | KGD%.2525-C 2525X-3T10S (@ |@ | 25 | 7 25 | 140 | 33 28.0 10 1
(132 KGD%.3232-C 3232X-3T10S (@ |@ | 32 | - 32 | 160 35.0 ”é
° (20 KGD?%.2020-C [KGD". 2020X-3T20S |® |@ | 20 | 12 20 | 125 23.0 243040 3
20 |25 | KGD?.-3T20-C | KGD%2525-C 2525X-3T20S (@ |@ | 25 | 7 25 | 150 | 43 28.0 20 —
o (132 KGD?.3232-C 3232X-3T20S (@ |@ | 32 | - . 32 [ 170 |50
2o KGD?.2020-C [KGD¥. 2020X-4T10S (@ |@ | 20 | 12 20 | 115 225
10 |[J25 | KGDY.-4T10-C | KGD¥.2525-C 2525X-4T10S (@ |@ | 25 | 7 25 | 140 | 33 27.5 10
(132 KGD?.3232-C 3232X-4T10S (@ |@ | 32 | - 32 | 160 345
20 KGD?.2020-C [KGD?. 2020X-4T20S (@ |@ | 20 | 12 20 | 125 225 | |
4 | 20 |[125| KGD.-4T20-C | KGD?.2525-C 2525X-4T20S (@ |@ | 25 | 7 25 | 150 | 43 275|3.4|20|4.0|50
032 KGD?.3232-C 3232X-4T20S (@ |@ | 32 | - 32 [ 170 345
2o KGD?.2020-C [KGD. 2020X-4T25S (@ |@ | 20 | 12 20 | 130 225 | |
25 |[125 | KGD¥-4T25-C | KGD¥2525-C 2525X-4T25S (@ |@ | 25 | 7 25 | 155 | 48 275 25
(032 KGDY.3232-C 3232X-4T25S (@ |@ | 32 | - 32 | 175 345

Notes) 1. In case of normal mounting position, the toolholder body may interfere with the tool presetter.

2. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGD-S: Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
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 shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum depth of groove made by the

2-edge insert will be 18 mm.)

Recommended Cutting Conditions ® H14

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

eSpare Parts (Common with separate types)
* The parts are included in the toolholder and unit.

Spare Parts
Clamp Bolt Fixing bolt
(For insert) (For Blade) L
Unit
Description |..{g 1P)
=
KGD".-----S BH6X10TR SB-60120TR LTW-25
@ : Std. Item

H17



Cut-Off Inserts

/

[ ]
Cut-off

| GMM / GMN / GMR/L Classification of usage [ P | Carbon Steel/AlloySteel | O | © | @ | © | @ 5
@ : ConfinvousiLight Interuption /15t Chaice | M| Stainless Steel ORN RGN %
(5 Confinuous-Light nterruption / 2nd Cholce =
@ - Continuous / 1st Choice | jrastiron — o 9
O : Continuous / 2nd Choice | N | Non-ferrous Metals [ ) g %
: : W2 Eg P |3 "> s
Dimension (mm)  |Angle(’) 3 ég Coated Catice| § | © 8
Insert Description ol R v g 2 =) <%
Wire L IH|M| o8l|2 &2 2E5 2 5
Handed Insert shows Right-hand [3) oo o
0 [ [ )
9 /& < /rz: GMM 1520-MT 1.5 0.05 1.2 ry H20
3 \ \ N 0 [ ] [
JY:? TN 2020-MT 201006 | 45115 - o0
. 2520-MT 250 1.9 oL @
= 00 e H21
CutOf Sharp-Cuting 3020-MT 3.0 595 2.3 e
9 GMM  1520%.-MT-15D | 1.5 59 1.2 A% H20
S{N:@%g 20207:-MT-15D | 2.0 |52 15 e
=& L re ) 20 4.3 15° N ° H20
2520%.-MT-15D | 2.5 1.9
= 0.05 R H21
Cut-Off / Sharp-Cutting 30207.-MT-15D | 3.0 0 23 () °
2-edge / Lead Angle s "~ 10.05 ' R
GMM 1520-NB 15505 1.2 ® ® H2
0 [ [)
2020-NB 2.0 0.05 00 4.3 1.5
0 ' ) ° 0
2520-NB 2.5 0.05 1.9
CutéOfL / S?%{){hcul;ting 0 °® °®
G HUEULLE 3.0/5.05 23
-~
: GMM 2020-TK 2.0(0.20 1.5 ( BN ] [
- 2520-TK 2.5(0.20/ 20 (4.3/1.9| - [ BN BN J [
CutOff/ Stabilty-oriented 3020-TK 3.0/0.25 23 e o o )
-edge
: GMM 2020%.-TK-8D |2.0 0.20 15 RIR| R
-~ 2520%.-TK-8D |2.5/0.20/ 20 (4.3|1.9| 8° R|R|R R
Cut-Off / Stability-oriented 3020%.-TK-8D |3.0/0.25 2.3 R|R|R R
2-edge / Lead Angle
GMM 2020-TMR 2.010.20 1.5 [
2520-TMR 2.5|0.20/ 20 |[4.3|/1.9]| - [
3020-TMR 3.00.25 2.3 [ J
Cut-Off / High Feed Rate
2-edge
GMM 2020%.-TMR-6D | 2.0 [0.20 1.5 R
2520%.-TMR-6D |2.5/0.20 20 (4.3|1.9| 6° R H20
3020%.-TMR-6D | 3.0 0.25 2.3 R
Cut-Off / High Feed Rate H21
2-edge / Lead Angle
GMN 2-TK 2.010.20 1.5 ([ BN J [
- 3-TK 3.0/0.25 20 (4.3|2.3| - [ BN AN J [
Cul-Off/S1(agility-oriented 4-TK 4.0/0.30 3.3 o o o °
-edge
P GM*. 2-TK-8D 2.0(0.20 1.5 R IR R
- 3-TK-8D 3.0/0.25 20 |4.3|2.3| 8° R|R|R R
Cut-Off / Stability-oriented 4-TK-8D 4.0/0.30 3.3 RIR|R R
1-edge / Lead Angle
Shows GMN2.2 Shows GMN2.2 GMN 2.2 ) 017 18 PRI ° °
Ay 3 3.0(0.20 2.3 o0 ° °
< ‘ Nk 4 4002520 43|33 - (@ @] @ |@
\ L 3 5 5.0(0.80 4.2 o o (o
Cut O Shar-Cuting C S Iiilj 6 6.0 (0.80 5.2 ° ° °
Shows GMR2.2-8D / 15D Shows GMR2.2-8D / 15D
- ,{\g%\ " GM". 2.2-8D 2.210.17 18/ 8° |R|R ® R
/ E&ﬂf}g 2.2-15D 2.2/0.00) 5 |, 5|1.8/15°| R | R R R
= L e 3-4D 3.010.20 “123[4°|R|@® ® R
CutOf  Sharp-Gutting — @ 4-4D 4.0(0.25 3.3| 4° ° R
1-edge / Lead Angle
R @ : Std. Item

R : Std. ltem (Right-hand Only)




B Edge Preparation

Series MT-Chipbreaker TK-Chipbreaker TMR-Chipbreaker| Without Chipbreaker (NB)
Chamfer + hone | Chamfer + hone | Chamfer + hone | Sharp Edge Chamfer + hone Hone Sharp Edge
Corner-R0.05 | Sharp Corner |Corner-R0.2-0.3 | Corner-R0.2-0.3 Corner-R0.2 Corner-R0.05 | Sharp Corner
Edge ! ; ] . = " =
Specification | - AL
CR9025/PR915 PR930/KW10 | CR9025/PR915 PR930/KW10 PR1115 CR9025 PR930/KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
Series Advantage
GMM-MT Spg0|f|c chipbreaker for cut-off operations requiring sharp cutting performance.
Minimizes the Boss.
GMM-NB Cutting edge is flat with non-chipbreaker.
Good performance for brass, etc.
GMM-TK Stable design with .chipbreaker for cut-off. Large corner-R.
2-edge for economical performance.
GMN-TK Same chir_)breakelj gepmetry as GMM-TK.
1-edge. Wide application range.
GMN (Std.) | Mainly for deep grooving, but available for groove widening and turning due to projection near side cutting edge.
(No Indication)| 1-edge and wide application range. Available for cut-off applications.

B TMR-Chipbreaker

e Chipbreaker Advantages

Depression in center of cutting edge.

©GMM Chipbreaker MAP

Improved chip evacuation
by squeezing chips

Chip width < grooving width

o TMR-chipbreaker enables stable chip control also for high feed rates.
Good chip control even when cutting speed (spindle revolution) is increased.

Low €= Feed Rate == High

Sharp Cutting <essss=p Stability

(Cutting Condition: SCM415, 30, constant spindle revolution)

Application Range

. n=1,060min"(Vc=100m/min) n=2,123min"(Vc=200m/min)
Description f=0.12mm/rev f=0.18mm/rev f=0.12mm/rev f=0.18mm/rev
(No Hand) © Q) ocCoe ’6\(\/\ @000

GMM
3020R-TMR-6D @@@@ @@@@ @@@@ ©@@©
(Right-hand) ®0 ©6 60 © Q9 ©999

®Recommended Cutting Conditions

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

Cutting Speed Vc (m/min)

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

- GMM2020R-TMR-6D

(Vc=200m/min)

oo |
100 TMR
Chipbreaker
50 ‘ ‘
0.10 0.15 0.20
Feed Rate f (mm/rev)

- GMM2020-TMR
(Vec=200m/mi

n)

o]

Roughness Rz (um)

!

—— Competitor's chipbreaker A
[ | -+~ GMM2020R-TMR-6D

\

Roughness Rz (um)

o]

—— Competitor's chipbreaker A
[ | =~ GMM2020R-TMR

0.08

0.12
f (mm/rev)

0.18

0.12
f (mm/rev)

0.18

H19
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Cut-off

H20

Cut-Off Toolholders

B KGM (For automatic lathe)

Width: 1.5~4.0mm

-

H3

H3

| S ;’ T
f j T R | IS ;:rt\ -/Jj T
@ i B ] T I
KGM?.1616 Al ¢ )
@ Right-hand shown
eToolholder Dimensions
: . . Width Spare Parts
Std. |Cut-Off Dia, Dimension (mm) W(mm) E— -
Description a@n)
R|L|¢Dmax H1=h| H2 | H3 | H4 | B | L1 | L2 | F A |MIN. MAX. E’
KGM®. 1010JX-1.5 ® e 20 10 3 8 | 10 18 | 9.4 j
1212JX1.5 oo 25 12 2 4 10 12 120 205114 1.2 | 1.5 | 2.0 | SE-40120TR |LTW-15S
KGM". 1010JX-2 ® e 20 10 3 8 | 10 18 |9.15
1212JX-2 oo 25 12 2 , | 1012 120 19 [1115] 1.7 | 20| 3.0 SE-40120TR LTW-155
1616JX-2 ® e 32 16 | - 9 | 16 24.5|15.15 SE-50125TR | LTW-20
KGM". 1010JX-2.5 ® e 20 10 3 8 | 10 18 | 9
1212JX-2.5 ® e 25 12 2 4 10 | 12 [120]205| 11 | 2.0 |24 | 3.0 SE-40120TR |LTW-15S
1616JX-2.5 e 32 16 | - 9 | 16 255 | 15 SE-50125TR | LTW-20
KGM". 1616JX-3 ® e 32 16 | - 4 9 | 16 |120|255|14.8| 2.4 | 3.0 | 4.0 | SE-50125TR | LTW-20
KGM". 1212F-1.5-85 |@ 25 12 | 2 4 |10 | 12 | 85 | 19 [11.4| 1.2 | 1.5 | 2.0 | SE-40120TR |[LTW-15S
KGM?. 1212F-2-85 ® e 25 12 | 2 4 | 10 | 12 | 85 | 19 [11.15/ 1.7 | 2.0 | 3.0 | SE-40120TR |[LTW-15S
KGM?. 1212F-25-85 @ ® 25 12 | 2 4 |10 |12 | 8 | 19 | 11 | 2.0 | 2.4 | 3.0 | SE-40120TR |[LTW-15S
B KGM Width: 3.0~8.0mm
T i
L= o
3o |
i
5pe L2 2
— =<
=] P A
' Y
A P ) L1 -~
@ Right-hand shown ~ .
oToolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W(mm) — —
Description g)
R|L\Hi=hjH2 |H3| B |L1|L2|F1| A | T MIN.|MAX. g
KGM. 1212H-3 o0 12 4 6 |12 100 10.8 3.0/3.0| SB-5TR - LTW-20
1616H-3 ®® 16 7 |16 14.8
2020k-3 (@@ 20 | _ |20/125 >  188°* ° | |a0ja0| - O Lw-4
2525M-3 o0 25 25 |150 23.8 HH5X25
KGM". 2020K-4 ® e 20 20 |125 18.3 HH5X16
2525M-4 o0 25| | 7 25150 % 33t 10 4.0/5.0 i HH5X25 LW-4
KGM. 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 e 32 32 (170 29.8
KGM™. 2525M-8 ®® 25 75 = 25 |150 22.0
3232P-8 o 32 . 10.5 32 1170 40 590 6.0 25 8.0/8.0 - HH6X25 LW-5
\~ Dimension T shows the distance from the Toolholder to the cutting edge. \
- 4mm 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 Width: 2.0~6.0mm

F1
w
D
©
B

L2

©

® Right-hand shown

oToolholder Dimensions

. . Width Spare Parts
Std. Dimension (mm) W(mm) Wrench
Description
R|IL\HI=hfH2 |H3| B | L1 |L2 F1| A | T MIN.|MAX. %

KGM"1 2012K-2T17 |®|®| 20 12 125 11.15 LTW-20 -
2020K-2T17 |®|/® 20| - | 7 |20 |125| 33 [19.15/1.7 | 17 2.0|3.0 ) HH5X16 i LW-a
2525M-2T17 |®|@®| 25 25 150 2415 HH5X25

KGM. 1616H-3T20 (@ ® 16 | 4 16 (100 14.8 - HH5X16 - LW-4
2012K-3T20 (@ @ 12 10.8 SB-5TR - LTW-20 -
2020K-3T20 (@ ® 200 |7 20 125/ 36 18.8 2420 3040 ) HH5X16 i LW-a
2525M-3T20 (@ ® 25 25 [150 23.8 HH5X25

KGM"L 2020K-4T20 |®@ ®| 20 20 |125 36 18.3 20 HH5X16 m
2525M-4T20 (@ ® - |75 3.4 4.0|5.0 - - LW-4
2525M-4T25 (@ ® 25 251|150 e 23.3 5 HH5X25 -

KGM"1. 2525M-5T25 |®|@®| 25 25150 22.8 =
3232P-5T25 (@@ 32| 8.5 32 1170 42 208 4425 5.0|6.0 - HH5X25 - LW-4 3

KGM"1. 2525M-6T30 (@ ® 25| - |9.5| 25 |150| 45 |22.4/5.2 | 30 6.0|6.0 - HH5X25 - LW-4

- Dimension T shows the distance from the Toolholder to the cutting edge. Ref. to the Table H22 for the relationship between the Grooving Depth and the Cutting Dia.
- When using GMG / GMM type (2-edge) Insert, set the groove depth under 15mm.

e Applicable Inserts
Applications |Grooving / Turning| Grooving / Turning Grooving  |Full-R / Copying|Full-R / Copying|Cut Off / Deep Grooving | Cut Off/ Deep Grooving | Cut Off / Deep Grooving | Cut Off/ Deep Grooving | Cut Off / Deep Grooving

Ref. Page G32 G32 G32 G32 G33 H18 H18 H18 H18 H18
Insert | MW mMS MG MT NB . | TK - |TK
E -
Toolholder Description TMR
GMM1520..MT
KGMY.---1.5 3 3 ) ) ) GMM2020.MT |GMM1520.NB| GMM2020.T. | GMN2..TK
Lo GMM15207..MT |GMM2020..NB| GMM2020...T. | GM.2..TK
GMM2020%..MT
GMM2020..MT GMM2020..T.
GMM2520.MT | <\ viooog gl GMM2520.T. | GMN2.TK | GMN2.2
KGM.---2(T) GMM2420. MW|GMG3020..MS|GMG2520..MG| GMG3020..R ) GMM3020.MT | o Ng| GMM3020.T. | GMN3.TK | GMN3
. GMM3020..MW|GMM3020..MS|GMG3020..MG|GMM3020..R GMM2020°L.MT | Zyveds Ng| GMM2020%.T. | GM%2.TK |  GMf2.2
GMM2520%...MT - GMM2520%.T. | GMY3.TK | GM3
GMM3020%...MT GMM3020%%..T.
GMM2520..MT GMM2520..T.
KGMi---2.5 |GMM2420.MW|GMG3020. MS|GMG2520. MG GMG3020..R GMM3020.MT  |GMM2520..NB| GMM3020..T. | GMN3.TK | GMN3
L**74.9 | GMM3020..MW|GMM3020..MS|GMG3020..MG| GMM3020..R GMM2520%..MT |GMM3020..NB| GMM2520%.T. | GM¥3.TK | GM%3
GMM3020%..MT GMM3020%%..T.
GMG3020..MS| svi63020. MG | GMG3020..R GMN3..TK GMN3
KGM.---3(T) GMM3020. MW|GMM3020.MS| 3y ac20 -1 2| GMM3020..R GMM3020.MT | <\ viaoon ng| GMM3020.T. | GMN4..TK GMN4
L GMM4020. MW|GMG4020..MS| a0y | GMG4020..R GMM3020%...MT - GMM3020%..T. | GM*%3..TK GM.3
GMM4020..MS V91 GMM4020..R GM4..TK GM.4
GMG4020..MS GMGA4020..R GMN4
KGM.---4(T) GMM4020..MW|GMM4020..MS| GMG4020..MG |GMM4020..R GMN4..TK GMNS
L GMMS5020..MW|GMG5020..MS| GMG5020..MG | GMG5020..R GM4..TK aMiLa
GMM5020..MS GMM5020..R ‘
. GMG5020..MS GMG5020..R
R MM5020..MW|GMM5020..MS| GMG5020..MG | GMM5020..R GMN5
KGM7.--5T | Eivig020 Mw| GMG6020. M3| GMGB020. MG | GMGB020. R | GMEAB020.R GMN6
GMM6020..MS GMM6020..R
R GMG6020..MS GMG6020..R
KGM".---6T |GMM6020.MW GMMB020 Ma| GMG6020.MG| 2Mans T 5| GMGAS020..R - - - - GMN6
KGM".---8 GMMB8030..MW - GMG8030..MG - GMGA8030..R

Recommended Cutting Conditions @ H27

@ : Std. Item
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H22

Cut-Off Toolholders

/

B Possible cut-off diameter of KGM / KGM-T type

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

©

20 (Dimension t, $40)

18 (Dimension t, $130)

A

0
39

If the workpiece diameter is large, the possible grooving depth
becomes smaller due to interference with the toolholder.

Machining Example: KGMR2525M-3T20+GMN3

©® KGM (For Automatic Lathe) Possible Cutting Dia.

Toolholder Description

¢D (Cutting Dia.)

KGM%. 0810K-1.5-125 - - 10 | 14 | 16 | 32
10100-1.5... - - - | 20| 25 | 32 | 40 | 60
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 | 50
16160-2--- 32 |40 [ 50 | 60 | 80 [100| | o | ~ | * | © | %
10100-2.5... - - - 20 25 32 40 60 © 0 © ©
12120-2.5... - - . - | 25 | 26 | 28 | 32 | 36 | 40 | 60 | 100
16160-2.5.. 32 | 40 | 50 | 60 | 80 | 100
16160-3-.- 32 |40 |50 [ 60 | 80 [100] * | || * | 7]

Grooving Depth t (mm) 16 | 15 | 14 | 13 |125] 12 | 11 10 9 8 7 6 5 4 3 2
@ KGM-T Possible Cutting Dia. Table (GMN, GM?. type When using 1-edge inserts)
Toolholder Description ¢D (Cutting Dia.)

KGM%.  2012K-2T17 - - - 66 | 80 | 130 | 260
2020K-2T17 66 | 80 | 130 | 260
2525M-2T17 - - - | 66 | 80 | 130 | 260
1616H-3T20 40 | 54 | 70 | 100 | 180
2012K-3T20 40 | 90 | 130 | 240
2020K-3T20 40 | 90 | 130 | 240
2525M-3T20 40 | 90 | 130 | 240 @
2020K-4T20 40 | 90 | 130 | 240
2525M-4T20 - - | -4 9 [130]240] o | © | *
2525M-4T25 50 | 140 | 240
2525M-5T25 50 | 140 | 240
3232P-5T25 - | - |50 [280]600| * | * | * |7
2525M-6T30 100 | 300 | « © 0

Grooving Depth t (mm) 30 | 27 | 256 | 283 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 Under 13




Cut-Off Inserts

/

. TKN / TKR/ L Classification of usage | P | Carbon Steel/Alloy Steel| O o O .
@ : Confivvous-Light Ineruption 15t Choice| M | Stainless Steel @) () O ﬁ
(5 : Confinuous-Light Interruption  2nd Choice o
@  Continuous / 1st Choice [t | COSEITON Ld @ %
O : Continuous / 2nd Choice| N | Non-ferrous Metals (") % |9
- - [
Dimension | Angle oD PVD . a3
mm) ©) Cermetluustuse| Goated Carbide - 0 ;0:3 8
Insert Description c &8 g/g | e §
w re 0 2|2 2|2 = 5
. - | & 7 L
Handed Insert shows Right-hand (&) o o
TKN 1.6 1.6 0.15 [ [ [ O [
2 2.2 0.20 o [ J o O [ ]
24 2.4 0.20 o [ J [ ] O [ ] H24
-y y 3 3.1 0.25 - [ [ J [ O o H26
- 5 4 4.1 | 0.30 e o | o O | o
-« 13 4.8 48 | 0.30 °
) 5 5.1 | 0.30 e o O | e
6 6.4 0.35 ([ [ ] [ ]
8 8.0 0.40 ([ [ ] H24
9 9.6 0.45 [ J [
' % g TKN 1.6-P 1.6 0.20 ([ [ [
g 2-P 2.2 0.20 - [ ([ [ ] O [ ]
A 3-P 3.1 | 025 e o O | o
Low Feed
TK%. 1.6 1.6 0.15 R [ R [
0 2 2.2 0.20 R [ J [ R [ m
T 24 2.4 0.20 g° (] [ R [ H24 I
=43 s 3 31 | 025 Rl , e|®| O e H26 =
& 4 4.1 0.30 R [ J [ [ ] =
tead angle 5 51 | 0.30 o | o R o
TQ TK%. 1.6-P 16 | 0.20 R —
@ § 2-P 2.2 0.20 8° R ([ R R
T 3-P 3.1 | 025 R R |® | R|R
Low Feed / Lead-Angle
Recommended Cutting Conditions @ H27
¢ Cut-Off Tools
Cutting Range Chipbreaker Advantages
General cut-off Standard - General cut-off type for feed rates over 0.1mm/rev.
(No Indication) "y Superior chip evacuation
Chipbreaker specially designed for low feed machining on automatic lathes, etc.
Low feed Cut-off P ﬁ Chips are controlled at feed rate 0.03~0.08mm/rev.

¢ Inserts Edge Shape (CERACUT Cut-Off)

Chamfer + hone Sharp Edge Hone
[
Edge : W

Specification

TNOO
CR9025 / PR660

. TN9O / CR9025
P-Chipbreaker - - PR660 / PR930 / KW10

Std. Chipbreaker PR930 / KW10 -

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

Releasing Wrench

B Set Up (Tkn/TK")

D
1. Tap the insert lightly with a plastic hammer to push it in to the extent that it — ]
can not be removed by hand. (Fig.1) ; :
(Pull it to the point where it does not fall out when picked up lightly with a 4 ‘
flnger) . . ) . Insert’s back end does not
2. Remove the insert with the supplied wrench. (Fig.2) Plastic Hammer contact the toolholder.
Fig. 1 How to attach inserts Fig. 2 How to detach inserts
@ : Std. Item
O : Check Availability e )
R : Std. ltem (Right-hand Only) ! Inserts are sold in 10 piece boxes :
I



Cut-Off Blades

B KTKB-S / KTKB-SS

1C

—
¢

KTKB

KTKBR

w

\ 15°

H
S

=

Fig. 1

A

"

150°

Fig. 2

Fig. 3

150°

©® Blade Dimensions

H24

Ctljjti-aOﬁ Dimension (mm)  Widt _ Applicable Inserts & H23
. Dl 2 -
Description g c% Applicable Blocks
¢Dmax| *H| h | B | L | A W | 3 @ H25
Low Feed Lead angle Low Feed / Lead-Angle
m KTKB 19-1SS (@ | 32 |19 (157 2.4 86 1.2 1.6 Fig.3 TKN16 | TKN1.6-P | TK%16 | TK%t.e-P |KTKTE 1619
5 |KTKB 26-1SS [@ | 35 |26 21424110 1.2|16[Fig.3 TKN1.6 | TKN1.6-P | TK%16  TKui.ep KTKTE 1620
3 KTKTB 2032
=== |KTKB 32-1SS |®| 35  32|25|2.4/150/1.2|1.6 Fig3| TKN1.6 | TKN1.6-P | TK%1.6 | TK%1.6-P 32-32
KTKTBF 25-32
32-32
22 TKN2 TK.2 ; KTKTB 16-19
KTKB 1925 |®| 40 |19 157 - |86 |1.8/59 NG, | TKN2P | KIS | TK%2-P jos
2.2 TKN2 TK7.2
KTKB 2625 |®| 50 18/55) | TkNoa | TKN2P | T8 | TKY2-P
2635 (@] 75 |, ., |4026[317 1 TKN3 [ TKN&-P | TK%3 | TKUSP | KTKTB 16-26
2645 |®| 80 : 3.4 4.1 TKN4 - TKL4 § 20-26
438 TKN4.8
26-55 |®| 80 4238 e . TK5 .
22) | TKN2 TKY.2
KTKB 3225 |®| 50 26 |18/22Fig2 TKkNa, | TKN2-P | TRI2 | TK%2-P
R, R,
3235 |®| 100 2.6/3.1 TKN3 | TKN3-P | TK%3 | TKU3P | yrern s0p
324S |®| 100 |32|25| |150/3.4|4.1 TKN4 i TKY.4 i 55.32
) - 4.8 Fig. 1| TKN4.8 ] ; ] 32-32
el @ 120 4251 TKN5 K5 KTKTBF 25-32
3265 |® 120 5.4 6.4 TKN6 - - - 32-32
KTKB7.32-85 |® | 120 6.8/8.0_ . TKNS - - i
3295 |Rr 120 225 - |05 0106 | TkNO - - -

Note) 1. Suffix “-SS” means silver coating.

2. Releasing wrench is “LTK-5".

®How to install toolblock and blade.

* Dimension H shows virtual apex distance.

@ Correct way

Edge Height

Incorrect Edge Height

O

Datum Plane

=

X

Datum Plane

@ Incorrect setting of clamp element

Incorrect setting of clamp element

X

Datum Plane

If the clamp element is mounted backward, a
large gap will occur between the clamp and the
toolblock, and the blade may come off during
cutting. Be careful when installing the clamp for

safety.

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




CERACUT Cut-Off

Toolblocks (for Holding Blade) -

B KTKTB (separate type)

o Eﬁ ﬁﬁ;ﬁhﬁ#\
r ! : [ Location of edge f—rrtrr——n rrrrh
_ \ Bl | | i(]
T
[
B1 L1
T

B KTKTBF (Separate / Perpendicular type)

@

8 |9 &

© 2
®
L1 T

<
Location of edge Ty

T

® Toolblock Dimensions

H2
| Cut-off %

Dimension (mm) Spare Parts Applicable Blade
Clamp Set Screw Wrench Cut-off Face Grooving
Description g Separate Type |Integral Type
H1|H2|H3|H4 | B1|B2|L1|L2 f\ / ® H24 @ G97
&7
KTKTB 16-19 ® 16 15.5/29.5 KTKB19-OS
20-19 ® 20 4 /12| 2 19134 76| - - BCS-1 | HH5X25 | LW-4 KTKB19-1SS
16-26 ® 16|13 15.531.5 KTKB26-0OS
20-26 ® 20 9 14 |2.5 19136 86| - BCS-2 - HH6X30 | LW-5 KTKB26-1SS
20-32 ® (20|13 1938|100 BCS-3 KTKB32-0S B
2532 | @ (2518 17/35(23(42] | - [ gog, | - | HHOX30  Lws |KTkBa21ss (AT
32-32 ® 32| 5 29|48 KTKB%32-0S
KTKTBF 25-32 ® (25|95 25 102|84.5 KTKB32-US ~ [KFTBY -4S
Sl - - -5 | KTKB32-1SS
3232 | @ 3225 '/ 3% 32| % 117005 BCSS | HHEX30 | LW | KIKBS2 198 [KFTBYOOC0-58

¢ How to mount the Toolblock

| 3 |Tighten clamp set | _\-_ | @ _ @_ (&7 Lﬁz
) 3 ul

/ =

When mounting the toolblock on a small lathe, the space to tighten the clamp
bolt may be narrow due to the H4 dimension.

H4

N

H4

| 1 |Mount the toolblock body to toolpostl

| 2 [Install the blade in the toolblock | /

@ : Std. Item

H25



[
Cut-off

H26

Cut-Off Toolholders (Integral type) Ve

B KTKH-S

For General Cut-Off (Self Clamp)

- Vs
o W w
I
+— H .
: - 0 U
X 7,
% L2 o
L1 Fig. 1
m
L2
® N \ w w
I
— T
E ]
L1 2
@ Right-hand shown Fig.2
@ Toolholder Dimensions
Std. (Cut-Off Dia. Dimension (mm) Width Spare Parts
Releasing Wrench Ref. Page for
Description Drawing Recommended
R|L|¢Dmax H1=h H2 | H3 | B L1 L2 | W Cutting Conditions
KTKH%.  1010F-2S [ AN J 30 10 5 4 10 | 80 [18.6
1212H-2S [ AN J 33 12 4 5 12 | 100 [19.8
1612H-2S ([ AN J 33 16 - 3 12 | 100 (19.8| 2.2 Fig. 1
1616H-2S [ AN J B8 16 - 3 16 | 100 |19.8| 2.4 9
2012K-2S [ AN J 38 20 - 4 12 | 125 |22.8
2020K-2S [ AN J 38 20 - 4 20 | 125 |22.8
1612H-3S [ AN J 36 16 4 4 12 | 100 |21.7
1616H-3S ([ AN J 36 16 4 4 16 | 100 |21.7 Fig. 1 LTK-5 H27
2012K-3S [ AN J 41 20 - 5 12 | 125 |25.3| 3.1
2020K-3S [ AN J 52 20 - 5 20 | 125 |31.0 Fig. 2
2525M-3S @e® 53 | 25| - | 5 | 25150315 '9-
2012K-4S [ AN J 44 20 - 5 12 | 125 [ 26.3 Fig. 1
2020K-4S [ AN} 62 20 - 5 20 | 125 |35.0| 4.1 Fig. 2
2525M-4S @ e 68 |25 - | 5 | 25150 38.0 '9.
2525M-5S ( 2K J 79 25 - 5 25 | 150 | 43.5(48,5.1|Fig. 2
KTKH%.  2020K-3T17S [ AN J 35 20 - 5 20 | 125 |21.8 31
2525M-3T22S [ AN ) 45 25 - 5 25 1150 (26.8| .
2020K-4T22S [ AN J 45 20 - 5 20 | 125 | 26.8 41 Fig. 1 LTK-S H27
2525M-4T22S [ 2N J 45 25 - 5 25 | 150 |26.8|
@ Applicable Inserts ¢ Application Example of CERACUT Cut-Off
Ref. Page ®H23 1. Cut-Off after Chamfering
Insert > \ (1) Grooving (2)(3) Chamfering (4)Cut-Off
I : o ‘
Toolholder Description Low Feed Lead angle Low Feed / Lead-Angle T @
R TKN2 TKR/LZ R,
KTKH%. ...-2... TKN2.4 TKN2-P TK2.4 TK¥.2-P . .
2. Wide Grooving
KTKH" ...-3... TKN3 TKN3-P TK%.3 TK%.3-P (1)~(5) Groove Widening
. . (6) Longitudinal Finishing
KTKH. ..-4... TKN4 ) TK4 ) (Value of “ap” shall be under the value of Corner-R)
R TKN4.8 R
KTKH". ...-5... TKN5 - TK%.5 -

i

1) E)

(4)(5)
(In order to prevent both corners’ unequal wear)

@ : Std. Item



Recommended Cutting Conditions Ve

B TKF12/16 Recommended Cutting Conditions

Recommended Insert Grades TKF12 TKF16
(Cutting Speed Vc: m/min) Width W (mm) Width W (mm) g
. . ©
Workpiece Material| MEGRCOAT yegucomr YD 002 Garpige | 0.5 0.7 10 125 15 2.0 15 20 |&
o
PR1425 | PR1225 | PR1025 | KW10 f (mm/rev) f (mm/rev)
* pAe
¥ 0.01 ~0.04 0.01 ~0.04/0.01 ~ 0.04{0.02 ~ 0.07|0.02 ~ 0.07
Carbon Steel 70~170 | 70~150 - 0.01 ~0.02{0.01 ~0.03 0.01 ~0.04
(50~140) | (50~120) 60~130 (0.01~0.05) (0.02~0.1) | (0.02~0.1) | (0.02~0.1) | (0.02~0.1)
* pAe
5 0.01 ~0.04 0.01 ~0.04/0.01 ~ 0.04{0.02 ~ 0.07{0.02 ~ 0.07
Alloy Steel 70~170 | 70~150 X - 0.01 ~0.02{0.01 ~0.03 N 0.01 ~0.04 N 5 5 5
(50~140) | (50~120) 60~130 (0.01~0.05) (0.02~0.1) | (0.02~0.1) | (0.02~0.1) | (0.02~0.1)
* * i 0.01 ~0.02 0.01 ~0.02/0.01 ~ 0.02{0.01 ~ 0.04|0.01 ~ 0.04 E
Stainless Steel 60~140 | 60~120 - 0.005~0.015] 0.01 ~ 0.02| * o, " ooy | 001~ 0.02] 70 ™ = 0n| = o " R s
(40-120) | (40~100) 50~100 (0.01~0.03) (0.01~0.05) | (0.01~0.05) | (0.01~0.05) | (0.01~0.05) 8
Cast Iron - - - 50:00 0.01 ~0.03|0.01 ~ 0.04| 0.01 ~ 0.05|0.01 ~ 0.05| 0.01 ~ 0.05| 0.01 ~ 0.05{0.02 ~ 0.08/0.02 ~ 0.08
Aluminum Alloys - - - 200f450 0.01 ~ 0.03|0.01 ~ 0.04| 0.01 ~ 0.05|0.01 ~ 0.05| 0.01 ~ 0.05| 0.01 ~ 0.05{0.02 ~ 0.08(0.02 ~ 0.08
Brass N - - 1001(200 0.01 ~ 0.03|0.01 ~ 0.04| 0.01 ~ 0.06|0.01 ~ 0.06| 0.01 ~ 0.06| 0.01 ~ 0.06| 0.02 ~ 0.1 | 0.02 ~ 0.1
‘*( ): Tough edge type (TKF.T..) ‘ *: 1st Recommendation s : 2nd Recommendation

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

Recommended Insert Grades (Cutting Speed Vc: m/min) Width W (mm) g
Workpiece Material | Cermet |CVDCutedCatide] PVD Coated Carbide | Carbide 15 2.0/2.5 ‘ 3.0 ‘ 4.0 ‘ g m
= CR9025 | PR915 | PR930 | KW10 f (mm/rev) % 1
e * ¥ 5
Carbon Steel - 80~180 | 60~150 | 60~130 0.01~0.04|0.02~0.15]0.03~0.20|0.08~0.30 <
w * W (@)
Alloy Steel - 70~150 | 60~150 | 60~130 0.01~0.04|0.02~0.15|0.03~0.20|0.08~0.30
. A * At —
Stainless Steel - 60~140 | 50~140 | 50~120 0.01~0.03|0.02~0.10|0.03~0.15]0.08~0.25 §
* o}
Cast Iron - - - - 50~100 0.01~0.05|0.05~0.12]0.10~0.250.10~0.30 &)
. *
Aluminum Alloys - - - - 200~450 0.01~0.05|0.05~0.10|0.05~0.20|0.05~0.25
*
Brass - - - - 100~200 0.01~0.05|0.05~0.10|0.05~0.15]0.05~0.20
- When machining Steel and Stainless Steel by 4mm width Insert of PR930, decrease the Feed Rate by 20%. *: 1st Recommendation +: 2nd Recommendation
B Recommended Cutting Conditions (Tkn, TK. type Inserts)
Recommended Insert Grades (Cutting Speed Ve: m/min) Width W (mm) g
Workpiece Material | Cermet (VD CutedCatice) PVD Coated Carbide | Carbide 1.6 ‘ 2.2/2.4 ‘ 3.1 ‘ 4.1 4.8~9.6 g
TN90 | CR9025 | PR660 | PR930 | KW10 f (mm/rev) &
o * P o
Carbon Steel 120~200| 80~180 | 60~130 | 60~130 0.02~0.08 | 0.04~0.18 | 0.05~0.25 | 0.08~0.30 | 0.15~ 0.40
w * w W
Alloy Steel 100~160| 70~150 | 60~130 | 60~130 0.02~0.08 | 0.04~ 0.18 | 0.05~0.25 | 0.08~0.30 | 0.15~0.40
. w PAe * Ad +—
Stainless Steel 80~150 | 60~140 | 50~120 | 60~140 0.02~0.06 | 0.04~0.12 | 0.05~ 0.18 | 0.08~0.25 | 0.10~0.30 ‘—E
Cast Iron - - - - 50:00 0.02~0.08 | 0.05~0.12 | 0.10~0.25 | 0.10~0.30 | 0.15~0.35 8
Aluminum Alloys - - - - 100t450 0.02~0.10 | 0.05~0.10 | 0.05~0.20 | 0.05~0.25 | 0.10~0.25
*
Brass - - - - 100~200 0.02~0.10 | 0.05~0.10 | 0.05~0.15 | 0.05~0.20 | 0.10~0.25

*: 1st Recommendation #: 2nd Recommendation

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

Workpiece Material Vc (m/min) f (mm/rev) Remarks
Carbon Steel 60 ~ 200

Alloy Steel 60 ~ 150 0.08 ~0.18 | Coolant
Stainless Steel 50 ~ 140
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Alternative Toolholder Reference Table for Cut-off TooIhoIder/

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

Conventional Toolholder

Alternative Toolholder

= Spare Parts €
E E

< | Clamp Screw Wrench = 9

- B - 5 S

Description 5 Description S | Remarks | &

= @D / = 3

© — < o
5 g 5
> >
©) ©)
KTKF.  1010K-12 125 KTKF%  1010JX-12 120
KTKF%.  1212M-12 150 KTKF.  1212JX-12 120
KTKF.  1616M-12 150 KTKF%.  1616JX-12 120

KTKF.  1010K-16 125 SB-ASS0TRWN LTW-10S KTKF%.  1010JX-16 120 H8
KTKF%.  1212M-16 150 KTKF.  1212JX-16 120
KTKF%. 1616M-16 150 KTKF.  1616JX-16 120

KGM%.  0810K-1.5-125 125 - - |No replacement
KGM%.  1010K-1.5-125 125 | SE-40120TR LTW-15S KGM%.  1010JX-1.5 120
KGM%.  1212M-1.5-150 150 KGM%.  1212JX-1.5 120
KGM%.  0810K-2-125 125 - - |No replacement

KGM%.  1010K-2-125 125 | SE-40120TR LTW-15S8 KGM%. ~ 1010JX-2 120

KGM%.  1212M-2-150 150 KGM%.  1212JX-2 120 H20
KGM%.  1616M-2-150 150 | SE-50125TR LTW-20 KGM%.  1616JX-2 120
KGM. 1010K-2.5-125 125 KGMY. 1010JX-2.5 120
KGM%.  1212M-2.5-150 150 SE-40120TR LTW-15S KGM%.  1212JX-2.5 120
KGM%.  1616M-2.5-150 150 | SE-50125TR LTW-20 KGM%.  1616JX-2.5 120
KGM%. ~ 1616M-3-150 150 | SE-50125TR LTW-20 KGM%. ~ 1616JX-3 120

| Cut-off :b

H28

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

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

Conventional Toolholder

Alternative Toolholder

Spare Parts
© Releasing « o
a Wrench Clamp Bolt Wrench a >
Description 5 Description & | Remarks | &
% = 5 3
o g o
KTKH. 0808K-1.6-125B $10 = - |No replacement
KTKHY. 1010K-1.6-125B $20 KGM%.  1010JX-1.5 $20
KTKH7. 1212M-1.6-150B | ¢25 SE-40120TR FT5 em% 1212415 025
KTKH%. 1414M-1.6-150B | ¢26 = - |No replacement
KTKHY. 1010K-2-125B $20 KGM%.  1010JX-2 $20
KTKHY. 1212M-2-150B 425 SE-40120TR FT15 ke 12120%-2 025
KTKH%. 1616M-2-150B $32 KGM%.  1616JX-2 $32
KTKH7. 1616M-3-150B $32 ) SE50125TR | LTW-20  "eGm7.  16164%-3 $32 H20
Processing
KTKHR  1010K-2-125S $30 KGMR 1010JX-2 $20 diametﬁr is
smail.
Processing
KTKHY.  1212M-2-150S8 $30 KGM%.  1212JX-2 ¢25 | diameter is
LTK-5 R ) small.
Processing
KTKHY. 1616M-2-150S $36 KGM%.  1616JX-2 $32 diametﬁr is
smail.
Processing
KTKHY. 1616M-3-150S 645 KGM%.  1616JX-3 $32 diametﬁr is
small.

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




