Grooving

@ External Grooving G2~G42

Summary of External Grooving G2
KGBA / KGBAS G9
KGB / KGBS — Will be switched to KGBA / KGBAS G11
KGBF-F / S-KGBF G14
KTGF-F / KTGF G16
S-KTGF Sleeve Holder G17
KTG — Will be switched to KGBA G18
KGD (Integral Type for Automatic Lathe) G23
KGD (Integral Type) G24
KGD-S (0° Separate Type) G25
KGDS-S (90° Separate Type) G26
KGM (For automatic lathe) G36
KGM-T G37
KGMM / KGMS G38
KGMU G39
KGH / KGHS G40
KGA G41
KGMW (For Aluminum Wheel) G42
)
Internal Grooving G43~G65
Summary of Internal Grooving G43
EZG EZ Bars G45
VNG System Tip-Bars G47
PSG-S — Will be switched to EZG Tip-Bars G48
HPG — Will be switched to EZG 2-Edge Tip-Bars G48
SIGE-EH / SIGE-WH / SIGE-WH-90 G51
GIV / GIV-E / GIV-W G56
KIGBA G58
KITG — Will be switched to KIGBA G59
KIGM-V G62
KIGH G63
KIGM-8 / KIGMU-8 G64
KGIA G65
Face Grooving G66~G102
Summary of Face Grooving G66
EZFG G70
VNFG System Tip-Bars G72
PSFG-S — Will be switched to EZFG Tip-Bars G73
HPFG — Will be switched to EZFG 2-Edge Tip-Bars G73
TWFG / TWFGT Twin-Bars G74
KGDF (0° Separate Type) G80
KGDF-Z (Integral Type) G84
KGDF (90° Separate Type) G85
GFVS-AA/GFVT-AA G90
GFV G92
GFVS /GFVT G94
KFMS G98
KFMS-8 G100
KFTB-S G101
GIFV (Boring Bar Type) G102
Technical Information G103~G110
Recommended Cutting Conditions G103
Guide for Grooving G108

Alternative Toolholder Reference Table for Grooving Toolholder G110

G1




Summary of External Grooving -

B KGD Grooving (External Grooving & Turning) (G19~G31)

* Integral Type

Type KGD

Edge Width (mm) 2.0~8.0
Max. Grooving Depth (mm) 6~30
See Page G24

* Integral Type for Automatic Lathe

Type KGD

Edge Width (mm) 2.0~4.0
Max. Grooving Depth (mm) 10~21
See Page G23

* Separate Type

Type * KGDS-S
Edge Width (mm) 3.0
Max. Grooving Depth (mm) 10
See Page G26

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

Grooving @

+ Separate Type

__ — Type *KGD-S
External Edge Width (mm) 2.0~5.0
Max. Grooving Depth (mm) 10~25
Internal See Page G25
Face *The separgte type toolh.olders can accept all
the blades if their hand is matching.

Low Cutting Force Low Feed General purpose High Feed Copying

GS GL GM PH CM

y
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M External Grooving (Ge~G18, G40, G41)

Type KGBAS KGBA KGBS KGB KTG
Edge Width (mm) 0.33~4.8 0.33~4.8 0.5~4.8 0.5~4.8 0.75~4.5
Max. Grooving Depth (mm) 0.8~5.0 0.8~5.0 1.0~5.0 1.0~5.0 2.0~5.0
See Page G9 G9 G11 G11 G18

|| Grooving % n

Ground Chipbreaker Ground Chipbreaker ~GM Chipbreaker MY Chipbreaker Ground Chipbreaker ~ Ground Chipbreaker Ground Chipbreaker
L Full-R J Full-R
General (Square) [Full-R (Round)|GM Chipbreaker MY Chipbreaker h %
Ed i *These shallow groove types of the previous system will be switched to the system on the left.
ge
Shape KGBS — KGBAS

ko3 T} KkaBA

® Deep Grooving (Grooving Depth:~25mm)

Type KGHS KGH KGA
Edge Width (mm) 4.0~8.0 4.0~12.0 3.0~5.0
Max. Grooving Depth (mm) 13 13~17 20~25
See Page G40 G40 G41

Ground Chipbreaker Molded Chipbreaker Molded Chipbreaker

G3



Grooving %ﬁ

External

Internal

Face

G4

Summary of External Grooving s

B KGM Grooving (External Grooving & Turning) (G32~G39)

Type KGMM KGMS

Edge Width (mm) 3.0~5.0 3.0~5.0
Max. Grooving Depth (mm) 4.8 48
See Page G38 G38

o
'. .

Molded
Chipbreaker

Molded Chipbreaker
Full-R

Ground
Chipbreaker

KGMU

3.0~5.0

3.5~4.5

G39

Type KGM KGM KGM-T
Edge Width (mm) 1.5~4.0 3.0~8.0 2.0~6.0
Max. Grooving Depth (mm) 10~16 9~25 17~30
See Page G36 G36 G37
o >
Molded Molded Chipbreaker Ground Deep Grooving /
Chipbreaker Full-R Chipbreaker Cut-off

7

Molded Chipbreaker
Full-R




B External Grooving of Precision Parts (G14, G16, G17 G23, G36)
For Automatic Lathe

Type KGD Type KGM
Edge Width (mm) 2.0~4.0 Edge Width (mm) 1.5~4.0
Max. Grooving Depth (mm) 10~21 Max. Grooving Depth (mm) 10~16
See Page G23 See Page G36

Molded Chipbreaker Ground Chipbreaker

Type KGBF-F
Edge Width (mm) 0.25~3.0
Max. Grooving Depth (mm) 0.6~3.0 @
See Page G14
Type S-KGBF Type KTGF-F | KTGF S-KTGF g
Edge Width (mm) 0.25~3.0 Edge Width (mm) 0.33~-25 0.33~25 3
Max. Grooving Depth (mm) 0.6~3.0 Max. Grooving Depth (mm) 0.8~25 0.8~25 8
See Page G14 See Page G16 G17
( 1\ 1\

Ground Chipbreaker GL Chipbreaker Ground Chipbreaker

. J

B For Aluminum Wheel External Grooving (External / Facing / Copying) (G42)

Type KGMW
Edge Width (mm) 6.0~8.0
Max. Grooving Depth (mm) 25
See Page G42
1-edge
PCD

G5



Grooving Inserts -

. Appllcable Inserts P Carbons1eel/AIIays1eel ‘ 0 @ @ Classification of usage
M |Stainless Steel o () O @ : Continuous-Light Interruption /
(mm) | K [Cast Iron (") (@) 1st Choice g
Descriptio A e N |Non-ferrous Metals @ |(O:Continuous-Light Interruption /| %
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys o 2nd Choice ﬁ =
GBA43_ 12.70 4.76 5.5 Hard materials (~40HRC) ® | O O ®:Continuous / 1st Choice| &2
GBA437.480 12.70 500 55 H Hard materas (40HPG-) () Continuous / 2nd Choice % %
(0]
Dimension (mm) ’ggfgog Cermet ’gg%\ PVD Coated Carbide |Carbide Applicabl K %
Insert Description wlel e PV7040[TC40N| TN9O |PR1215|PR1115|PR905| PRI30(KW10 To%ﬁ)hlg%efs <
Handed Insert shows Right-hand RIL|RILIR|L|R|IL|IR|L|RIL|R|L[R|L
GBA327. 033-005 *1 0.33 | 0.8 9000
) 1.0 (] o0
050-005 +2 0.50 12 YO0 e X
075-005 0.75 005 @@ o 00000 0000
095-005 0.95 : 000000 [ OOGOGO
100-005 1.00 o0 o000 O00O6 0000
110-005 1.10 | 2.0 000
120-005 1.20 000000
125-020 1.25 (0) o0o00000 0000
130-020 1.30 000 00
140-020 1.40 | 25 0000 e KGBAR/LL...16
1451020 145 2.0 o0 @ @ KGBAS'%...16
@@ 25 o000 00 KIGBA'...16(Internal)
2.0 e o0 o0
150-020 1.50 OO D
o 160-020 160 | 25 | 0.2 000 00
£ 170-020 1.70 00ee
8 ] 2.0 (0 o0
s 175-020 1.75 eoeee o0
200-020 2.00 e 000000000000
 E— 225-020 225 | 25 o000 |
External 250-020 2.50 o0o0000 | OO0 OO
] 300-020 3.00 000000
Internal GBA437. 125-010 195 | 2o |0 00
I 125-020 ) ) 000000 0OC0OCONS 000
Face A *?;025 140-020 140 | 35 | 00000
A o 5020 | 145 22 8080 s G9
B eeeee o0 a1
o 150-010 150 0.1 00
150-020 ' 00000 e0eeOeeHoeOeOde e e e KGAY..2215
170-020 1.70 o000 00 KGBAS'...22-15 |G58
175-020 1.75 0.2 000000006 eee e e e Kaa:. 22tma))/tn
185-020 185 | 35 000000000000 00
195-020 1.95 000
200-010 200 0.1 o000
200-020 ] 00000000 00000000
225-020 225 0.2 000000
230-020 2.30 000000000 0 0 00
250-010 5.0 | 0.1 0000 *1
) 250 | 4.0 o000 00O 00 *2
5.0 .....0.0...0..:1
4.0 2
265-030 2.65 5.0 0.3 ........DD....:1
4.0 2
280-030 2.80
50 00000000 *1
300-010 0.1 0000
300-030 3.00 | 4.0 00/0000 00 *2
50 00/000000 *1
325-030 3.25 0.3 ® O *2
330030 | 330 2 UL U =o
00000000 *1
350-010 350 0.1 0000
350-030 ) 0.3 000000 00O0OCOGCOGOGS
400-010 400 | 50 0.1 o000 KGBAY....22-35
400-040 ' ‘ 00000 o0 e eeee e e e e KGBAS,. 2235
430-040 4.30 04 000 0000 |®|®® KIGBA+..22(nema)
450-040 4.50 : 000 0000 [ 000
480-040 4.80 000 o006 [0 O0O
[ - Dimension B shows available grooving depth. | Recommended Cutting Conditions @ G103

*1. The edge width tolerance of GBA32%. 033-005 : 0.33:3%
*2. The edge width tolerance of GBA32%. 050-005 : 0.50:3%

% Applicable Toolholders
1:KGBA"....22-25T5, KGBAS'...22-25T5, KIGBA'*...22
2:KGBAY....22-25T5, KGBAS'%...22-25T5, KGBA"....22-25, KGBAS'%...22-25, KIGBA':...22

S @ : Std. ltem

I
: Insert_s are : [] : Deleted from the next catalogue
G6 L sold in 10 piece boxes. )



. Appl |Cab|e Inserts ® O [ @ &) Classification of usage
m [ ) [ ) O @ : Continuous-Light Interruption /
1st Choice 8
Description od () Continuous-Light Interruption / 5 %
GBA32_ 9.525 3.18 4.4 2nd Chaice o
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) o @) @) . Continuous / 1st Choice 5,2
GBA43%.480 12.70 5.00 55 Hard materials (40HRC-) O:Continuous / 2nd Choice| * - 2
O'®
Dimension (mm) Cermet MEGACOAT| PVD Coated Carbide @ %
Insert Description Applicable =

-
=
(=]
N
(=]

TN6020 | PR1215 | PR1115 | PR930
W B . Toolholders

|| Grooving % n

450-040F 4.50
480-040F 4.80

KIGBAh...22(Internal)| G9
G111

KIGBA'...22l(nternal)

KGBA'....22-35
KGBASY;...22-35

KIGBA...22(Internal)

330-030GM 3.30 | 5.0
350-030GM 3.50

400-040GM 4.00 0.4

Handed Insert shows Right-hand R{L|R|L|IR|L|R|L|R|L
GBA327.  050-005F * 0.50 | 1.0 o o
075-005F 0.75 005 @1 @
095-005F 0.95 ’ [ 2K )
100-005F 1.00 (2K R
12500F | 125 | 20 o e KB 18
KGBASY...16
145-020F 145 T3 >
150-020F 150 02 o © KIGBA'...16(Internal)
175-020F 175 e @
200-020F 200 | ,. C 3K
250-020F 250 | = C3K )
GBA43%.  125:020F 125 |, T3
i‘:;’zs 145-020F 145 | © C3K ) CGBATL.22-15
- 150-020F 150 C 3K ) L 22-
( ol I 11500F | 1.75 02 [@]® KGBAS...22-15
S T R < [ 185-020F 185 | 3.5 [ B KIGBA'...22(Internal)
Sharo Ed i 200-020F 2.00 K0
arp =dge 230-020F 2.30 o o
250-030F 2.50 T3
265-030F 2.65 (2K KGBA"....22-25T5
280-030F 280 | 40 | (. (@ ® KGBASY,...22-25T5
gggggg; ggg ' : : KIGBAY%...22(Internal)
3B0-030F | 3.50 o o
400-040F 4.00 (2K KGBA"....22-35
430-040F 230 | 50 | o, [ @ KGBASY,...22-35
' [ )
[)
Prew 2 GBA437.  140-010GM | 1.40 01 | @ ®
150020GM__ | 1.50 T3 _—
50060 | 175 | 3K ﬁggﬁs/t/"-zzzzfs G58
. e
185-020GM 1.85 02 @] @ (Internal)
A IO 200-020GM | 2.00 3K ) KIGBA'...22(Internal)
Molded Chipbreaker | | R 230-020GM 2.30 [ 2K )
Q) = 20030GM .50 o o KGBA'....22-25T5
GM Chipbreaker || S g gggggggm 265 : : KGBAS}....22-25T5
T ~ B 0.3
[
[ BN J
[ BN J

GBAMSL ISt | 175 s e ® 8 8 9 koBal.2215
: ' KGBASY...22-1
, 200000 | 200 | 3° | 02 (3K o o 0 o K¢ SL//“ 5
ﬁ 230-020MY 2.30 () ® © o o | KIGBA%..22(Intenal)
N - 002 250-030MY 2.50 4.0 L N *2
Se— AT 5.0 ® 0 0 o  *xi
Molded Chipbreaker % i 265-030MY 265 |20 [ 2K ) *2
4@ El 5.0 @ 0|0 [][ki
MY Chipbreaker JLL 300-030MY 3.00 gg 0.3 [ 3K o ole o If
i 4.0 ® *2
1_‘,3{ _ 330-030MY | 330 N X
350-030MY | 3.50 KGBAT....22-35
_ 5.0 bl bl Bl Bl B KGBAS'...22-35
S .00 04 il ® @ & O (iGBAk..22(nema)

[ - Dimension B shows available grooving depth. | Recommended Cutting Conditions @ G103
* The edge width tolerance of GBA32%.050-005F :0.50 3%
% Applicable Toolholders

1:KGBA"....22-25T5, KGBAS'}; ...22-25T5, KIGBA'...22

2:KGBAW....22-25T5, KGBASY ...22-25T5, KGBA"....22-25, KGBASY: ...22-25, KIGBA'%...22

®Rake Angle (o) after I T Doscrint ®Rake Angle () after Insert Descrintion
Installment of GBA-GM type | & nsert Description Instaliment of GBA-MY type — P

10° GBA43%.150-020GM GBA43%.175-020MY
GBA43%.175-020GM 15° t

15° 0 GBA43%.350-030MY
GBA43R/L265'030GM 140 GBA43H/L400-040MY
GBAA37.300-030GM G st e ek argl st e conor ofthe

12° !
GBA43%.400-040GM

o indicates the rake angle at the center of the
® : Std. ltem edge width, after installing insert. Inserts are

1
|
. ) 1
[[] : Deleted from the next catalogue - _s_o_ld_'fjt_) Elft_:e_lzo_xt_es:. ) G7



Grooving Inserts @/

. App"cable Inserts ® O @ @ @) Classification of usage
m [ } ("] D) @ : Continuous-Light Interruption /
o (@) 1st Choice “
Description od m @ |© :Continuous-Light Interruption / g
GBA32_ 9.525 3.18 4.4 @ | 2ndChoe s
GBA43_ 12.70 4.76 55 H Hard materials (~40HRC) ) O @) @ : Continuous / 1st Choice 5%
GBA43%.480 12.70 5.00 55 Hard materials (40HRC-) (O Continuous / 2nd Choice 2 2
N VEGACON MEGA . . w2
Dimension (mm) s Cermet COAT PVD Coated Carbide |Carbide g
At Applicable
Insert Description wl B e PV7040[TN620| TN9O [PR1215|PR1115 PR905 PR930|KW10 ToFc))FI)hoIders
Handed Insert shows Right-hand RILIR|L|RILIR|LIRILIR|L|R|LIR|L
GBA32R  200-100R | 2.00 1.00 o (@ KGBAR...16
2.5 KGBASL...16
300-150R 3.00 1.50 o |@ KIGBAL...16(Internal)
A GBA43%.  100-050R 1.00] 2.0 |0.50 |@ @ 000000 I |00 ®® KGBA..22-15
150-075R 1.50 35 0.75 | @|® 000000 e ®ele e KGBASK..22-15
‘ 0 200-100R 2.00| 77 |1.00 @@ 00000 Oe e e e o0 e KGBA...22(nkemna)
" 'h 250-125R 250 , 125 000000 [ 0000 *2 G9
W 300-150R 3.00| T |1.50 000000000000
_Ful-R KGBA"....22-35 G11
RF : Sharp Edge 400-200R | 4.00 | 5.0 | 2.00 @ 0000 | |®0®® KGBAS'..22-35
KIGBA'...22(Intemal) | G58
Full-R (Round) (p GBA43T.  100-050RF | 1.00 | 2.0 | 0.50 () KGBA'....22-15 (termal)
150-075RF | 1.50 | , [ 0.75 (0 KGBAS'...22-15
@ ¢ 200-100RF 2.00 ’ 1.00 o0 KIGBA'...22(Internal)
— 250-15RF | 2.50| , 125 0] *2
o 300-150RF 3.00 1.50 ( J(J
< KGBA....22-35
5 400-200RF 4.00| 5.0 | 2.00 ( ] KGBAS'%...22-35
e} KIGBA'%...22(Internal)
(O]

&T;;Ts;g;h;g;:j;::isg couna et Recommended Cutting Conditions @ G103

2:KGBAY....22-25T5, KGBAS'%...22-25T5, KGBA"....22-25, KGBAS'%...22-25, KIGBA':...22
External .
| Appllcable Inserts Classification of usage
Internal m @ : Continuous-Light Interruption /
1st Choice »
Face Description od m [ ) () : Continuous-Light Interruption / g
GBA32_ 9.525 3.18 4.4 ° 2nd Chce £
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) @ : Continuous / 1st Choice 5%
GBA437.480 12.70 5.00 5.5 Hard materials (40HRC~) |~ O 0 O Continuous / 2nd Chaice | ' 10
»n L
Dimension (mm) CBN PCD ;&
L Applicable
Insert Description wls | re KBN510 | KBN525 | KPD0O1 | KPDO10 To%?holders
Handed Insert shows Right-hand R L R L R L R L
GBA32R  125-010 1.25 () KGBAR...16
2.0 | 01 KGBASL...16
150-010 1.50 o o KIGBAL...16(Internal)
R u|
GBA43%  125-010 125! 20 0.1 (B
125-020 02 @ © @ o KGBAL..22-15 G9
Lesalbl™
1se0t0 | 0.1 ® ® O O s 15 |Gl
150-020 3.5 2/ ® @ ® @ KIGBAY...22(Internal)
200010 500 0.1 o e o o G58
1-edge GbAsaSo1e 200020 . 02/ @ ® | ® @ (Internal)
250-010 050 0.1 e 6 o o
250-020 ' 40 |02 e 6 o o *2
300-010 3.00 ’ 0.1 ® 6 o o
300-020 ' 02 @ @@ @ | @
\ - Dimension B shows available grooving depth. \ Recommended Cutting Conditions @ G103

% Applicable Toolholders
2:KGBAY....22-25T5, KGBAS':...22-25T5, KGBA"....22-25, KGBAS'%...22-25, KIGBA'...22

GBA type applicable for KGBA / KGBAS type toolholders is also usable for KGB / KGBS type toolholders.
©® Rake Angle (o) after Installment of GBA type

GBA32%/.000-000 GBA43%.000-000 GBA43%.000-000R (Full-R)
o Insert Grades o Insert Grades o Insert Grades Full-R Description
TN620,TN90,PV7040,PR930 | 0° KBN510, KBN525 | (0 |TN620,TN9O,PV7040,PRI30| oo 40

o PR1115,PR1215,PR905
AR TN620, TC40N, TN9O,PV7040 |~ [TN620,TNGO,PV7040,PR930

KPD001,KPD010 °
’ 10° |PR930,PR1115,PR1215,PR905 200R
KPD001, KPDO10 140 PR1115,PR1215,PR905
20° KW10 20° KW10 KW10 050R~200R

____________________ T @ : Std. Item
| Inserts are
oLz I Lo CTD [[]: Deleted from the next catalogue

I |
I |
G 8 | sold in 10 piece boxes. ,' sold in 1 piece boxes. |



Lever Lock

External Shallow Grooving Toolholdely

B KGBA
T @ Alternative Toolholder Reference Table
| - @ o KGBA <= (KGB)
P =1 szo KGBA®L ...22-15 KGB"L ...22-15
< L2 L1 o KGBAY. ..2225 |KGB% ...22-25
&) KGBAY. ..22:35 |KGBY. ...22-35
< | T KGBY. ...22-25
' ) ) KGBA". ...22-25T5 (Available grooving
Rioht-hand sh Right-hand Insert for Right-hand Toolholder, depth has a limit)
-Right- _ Ny
9 and shown Left-hand Insert for Left-hand Toolholder. - Short shank type is not available for KGB / KGBS.
B KGBAS
20 @ Alternative Toolholder Reference Table
‘ ) @ KGBAS <= (KGBS)
l | R g o KGBASY. ..2215 | KGBS¥. ...22-15
—“ | KGBAS". ...22-25 KGBS". ...22-25
. ‘ * KGBASY. ..2235 | KGBS'. ...22-35
o KGBS. ...22-25
) Left-hand Insert for Right-hand Toolholder, KGBAS'. ...22-25T5 (Available grooving
" Right-hand shown Right-hand Insert for Left-hand Toolholder. depth has a limit)
® Toolholder Dimensions o
Spare Parts 'g
. . 8
Std. Dimension (mm) Clamp Set | Wrench 5]
L Applicable Inserts
Description ® G6-G8 —
R|L[HI=hfH3 | B |L1 |L2|F1| A | T
KGBA®L 2020K-16 @ 0® 20 20 |125 25 | i
5525M-16 e e > 4.0 55 | 150 24 30 25 LGBA-16°..S GBA32%/.type
2020K22-15 ® 0 20 20 |125 25
2525M22-15 @@ 25 40|55 150[255| 30 | 10|40
2020K22-25 ® 0 20 20 |125 25
2525M22-25 @ @ 25 *0| o5 150255 30 |20 |45
2020K22-25T5 ® 0 20 4.0 20 |125 255 25 50 FT-15
2525M22-25T5 ® e 25 125 [150 130 | 5.5 LGBA-22%.S GBA43F/.type
2020K22-35 ® 0 20 4.0 20 |125 255 25 3.0 ’
2525M22-35 ® 0 25 U125 [150 "~ 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
KGBAS". 2020K-16 ® @® 20 40|20 |125 25 | AL .
2525M-16 @ ®| 25 45| 25 |150 25 30 2.5 LGBA-16/S GBA324ktype
2020K22-15 ® @® 20 45|20 (125 o5 27 1040
2525M22-15 ® @® 25 5025|150 32 | )
2020K22-25 ® @® 20 45|20 |125 27
2525M22-25 ® ®| 25|50/ 25|150| 25 | 32|20 |45 Leaazys | TP GBAd3 e
2020K22-25T5 ®/®| 20 4520 [125| . [27 |, Y
2525M22-25T5 ® ® 25 5025|150 32 i 5.5
2020K22-35 ® ® 20 45|20 |125 o5 27 3.0 ’
2525M22-35 ® @® 25 5025150 32 |7
- Dimension T shows the distance from the toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert. * Mark indicates short shank type

- Clamp Set : KGBAL.....LGBA-OORS for Right-hand Toolholder and LGBA-OOLS for Left-hand Toolholder.

KGBAS"L...LGBA-OOLS for Right-hand Toolholder and LGBA-OORS for Left-hand Toolholder.
- See Page G7 and G8 for Applicable Insert & Rake Angle (a) after Installment of 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

G9



Grooving Inserts

GB inserts will be switched to
GBA (G6~G8)

HA licable Inserts Classification of usage
pp @ : Continuous-Light Interruption /
(mm) 1st Choice
Description A T () :Continuous-Light Interruption /
GB32_ 9.525 3.18 2nd Choice
GB43_ 12.70 476 H Hard materials (~40HRC) @ : Continuous / 1st Choice
GB43%.480 12.70 5.00 Hard materials (40HRC-~) (:Continuous / 2nd Choice
Dimension (mm) | Cermet |PYD Coaled| pop S Page
L Applicable for
Insert Description TC40N TC60M[PR630PR930|KPD010 Applicabl
W B [Corre Toolholders To%?hlgiieres
Handed Insert shows Right-hand RILIRILIRILIRIL|R|L
GB32%.050 * | 0.50 | 1.0 | C0.05 [
075 0.75 ) |
A 095 0.95 I (]
100 100 ,, ][] ] ] KGBY. -6
LEoN 125 C0.10 = LE KGBSY  ---16
145 1.45 ' L (O]
po———s 150 1.50 0 |0
(C:r:zrrias(()hfrnuf:rreed)) (Corner is Chamfered) 200 2.00 o5 OO
250 2.50 ) I (]
3 0.1 0|0
[ amawnizs | 12|, 2 T
B3z type 145 1.45 0.2 |[]|]|[] []
150 | 150 0.1 =
) 0.2 |LO|OO|E O KGB*®L -+22-15
175 1.75 0.2 |CNCIOT0I|C] KGBS'Y/: ---22-15
o 185 1.85 | 35 | 0.2 |00|0I|C)C
= 0.1 i
g A R 200 |20 OR300 ] o ] o ]
15} er 230 2.30 0.2 OO0
0.1 ][
—— 250 2.50 03 OOoole
External Gonoral (Square) 265 2.65 0.3 |LILJC] (E] A oo
(Cone s shape 280 280 | 40 | 03 |00 O iggsﬁ% gggg
Internal 300 3.00 0.1 |
: 0.3 | OI|OO|E ]
Face 330 3.30 03 |00 |0 |7
| GB43tvoe | 0.1 N
GB43 type
350 3.50 03 IOooon G111
0.1 oo © .
GB insert will be switched to GBA. <y 4.00 5.0 0.4 |01 ] ESSS/LL/R . :g-g:
S::ﬁkcr:nz?r:gferﬂ(rg) of the insert 430 430 04 D
450 4.50 04 |[] L] Ll
480 4.80 0.4 I
GB43%. 125 1.25 | 2.0 I
R oo -
’ et 150 3.5 O ﬁggsﬂ% . :2-:2
200 200 | 0.1 O
250 2.50 40 O |KGB™W. ..22.25
T-edge 300 3.00 ) [/ KGBSY  ---22-25
GB43%. 050R 1.00 | 2.0 0.50 OO0y
KGB®L -++22-15
O75R | 150 ] | 078 OEn KGBSY ---22-15
A 100R 2.00 1.00 (I
125R | 2.50 ‘o 1.25 . KGB". ..22.25
: L .. -
150R | 3.00 1.50 [} KGBS  ---22:25
KGB*®L +++22-35
Full-R 200R 4.00 | 5.0 2.00 0o KGBSY: ---22-35

\ - Dimension B shows available grooving depth.\
- The edge width tolerance of GB32%.050 is different. 0.50:¢% (*)

* Insert grades selection standard when changing to GBA.

GB Inserts == GBA Inserts
TC40N TC40N/PV7040
TC60M TN620/TN90
PR630 PR1215/PR1115
PR930 PR1215/PR1115
KPDO010 KPD001(KPDO010)

* Check the corner-R(re) of the insert when changing.
| Inserts are
sold in 10 piece boxes.

CBN & PCD Inserts are
sold in 1 piece boxes.

Recommended Cutting Conditions @ G103

[] . Deleted from the next catalogue




External Shallow Grooving Toolholders [for GB / GBA Insert]/

Top Clamp

B KGB (will be switched to KGBA @ G9 )

*Right-hand shown

L1

_H1 |H3

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

B KGBS (will be switched to KGBAS @ G9)

*Right-hand shown

T
1 [ :
h | Ll -t
n [s2]
_T
AL _
A -
2 -

‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

@ Toolholder Dimensions

. . Spare Parts
Std. Dimension (mm) Clamp Clamp Bolt Spring Wrench |Applicable
L Inserts
Description © G6-G8
RILH1=h H3 | B | L1 |L2 | F1 | A | T @ -
-" @G10
KGB"/. 2020K-16 O|O| 20 11 20 | 125 o4 25 o5 GB32%. type
2525M-16 O|O] 25 25 | 150 30 . ’ GBA327. type
2020K22-15 |O|O| 20 20 [125 25
2525M22-15 |O|O| 25 | '] 25 | 150 |?%®| 30 | 10| 40 CGBY, | BHeX25 | SP6 LWed
2020K22-25 (OO} 20 |, 51 20 | 125,001 25 | 5 | 4 GBA43. type
2525M22-25 O|O| 25 "~ 25 [150 "~ 30 ) ) GBA437. type
2020K22-35 (O|O| 20 20 | 125 25
2525M22-35 |00 25 11.5 25 | 150 25.5 30 3.0| 55
KGBS". 2020K-16 OO0 20 | ., [20 [125] |25 | |, GB32% type
2525M-16 O|O] 25 25 | 150 30 ) GBA32% type
2020K22-15 |00} 20 | 4 5| 20 |125] o [ 27 [ 4 ([ 44
2525M22-15 |O|O| 25 | V| 25 | 150 32 | - : L g .
2020K22-25 (010 20 |11 20 1125 o | 27 | 5o 4g| CODTR | BHEXES | SR T LA opi e
2525M22-25 |O/O] 25 | ' *°| 25 | 150 32 |~ : GBA43% type
2020K22-35 O|O| 20 20 [ 125 27
2525M22-35 (O/O| 25 | '1°| 25 |150| 2° | 32 | 30|55

\- Dimension T shows the distance from the toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert. \

- Clamp: KGB®.

... CGBR for Right-hand Toolholder and CGBL for Left-hand Toolholder.
KGBS". ... CGBL for Right-hand Toolholder and CGBR for Left-hand Toolholder.

@ Rake Angle (o) after Installment of GB type

GB32%. OO0 GB43%. OO0 GB43%. OO0 R (Full-R)
o Insert Grades o Insert Grades o Insert Grades
\ TC60M .| TC40oN TCe0M . | TCa0M
5 PR630 5" PR630 PRO30 | > | PR630 } 050R~150R
10° KPD010 TC60M
20° KW10 . o 14°|PRO30 | 200R
0 0 KW10:--050R~200R

O : Check Availability

KGB Toolholder

KGBA Toolholder

* KGB / KGBS toolholder will be switched to KGBA / KGBAS.
Better Chip flow.

* For applicable insert, GB insert will be switched to GBA.
There are various types of GBA insert grades available
dependent on the user's cutting condition requirements.

|| Grooving % n

G11



Grooving Tools For Automatic Lathe

<@

/

GBF

High Precision With Edge Width Tolerance of + 0.02mm
High Efficiency MEGACOAT Coating Technology for Long Tool Life

Stable Chip Control with GL Chipbreaker

GL Chipbreaker for stable chip control in both grooving and turning.

(Turning is not recommended for GBF32R075-005GL)

Stable Chip Control

Grooving @

I
External
Front Edge Dot hi h 1 K Vi
Internal Chips are s or.t, .cur ed and brea. even y in
low feed machining. Prevents chip clogging.
Face

Good Surface Finish

GL Chipbreaker stable chip control at high feed rates,
Good surface finish of side wall.

Surface Roughness Comparison (Intemal evaluation)

10.0

M GL Chipbreaker
8.0 B Competitor A

6.0

4.0

Surface Roughness Rz (um)

2.0

0.02 0.04

f(mm/rev)

0.06

Cutting Conditions : Vc = 80 m/min, d = 1.5 mm, f = 0.03~0.05 mm/rev, Edge Width 1 mm
Workpiece Material : SCM415

G12

Comparison of Chip Control (intemal evaluation)

GL Chipbreaker Competitor A
Grooving m © @ w (]
f=0.05 mm/rev
d=1.5mm O ® o o é C
Turning o R gy §
gtk — =™
f=0.04 mm/rev -
ap=0.2mm il \.’"r"_ i

Cutting Conditions : V¢ = 80 m/min, Edge Width 1 mm
Workpiece Material : SUS304

Comparison of Chip Control (interal evaluation)

ks w8 e 9 = e 0 e
GL Chipbreaker EEFUEEYEE J" | » e e S
® g = @ L e %
Q:‘ﬁ e B ) '-‘\-\"‘: o 8
Competitor A - AN E
(Molded Chipbreaker) [l AN ® e ® 5 P & O
e = © 0o B o & ¢ i
f=0.03 f=0.04 f=0.05




For Automatic Lathe External Shallow Grooving Inserts 9

|| Grooving % n

. GBF / GBF-GL (] O Classification of usage
(M| StanessSteel | O 0 @ : Continuous-Light
(") Interruption / 1st Choice
@ © : Continuous-Light
™ Interruption / 2nd Choice
Description A T H Hard materials (~40HRC) ,. - Continuous / 1st Choice
GBF32_ 9.525 3.18 Hard materials (40HRC~) ) Continuous / 2nd Choice
Dimension (mm) | megacoaT |MEGACOAT - carbide See Page
Insert Description PR1215 | PR1535 | GW15 Applicable b
W B e Toolholders | Applicable
Handed Insert shows Right-hand R L R L R L (EEIES
GBF32%. 025-005 0.25 | 0.6 ® 6 6 6 o o
030-005 030 | ;4o ® 6 6 6 o ©o
033-005 033 | o 6 6 6 o o
043-005 0.43 | 1.0 e 6 6 6 o o
050-005 0.50 ® 6 6 6 o ©o
053-005 0.53 | 12 o 6 6 6 o o
065-005 0.65 005 @ © @ ®© & ©o
075-005 0.75 e 6 6 6 o ©o
080-005 0.80 o 6 6 6 o o
095-005 0.95 e 6 6 6 o o
100-005 100 | , e 6 6 6 o o
110-005 1.10 ) o 6 6 6 o o
120-005 1.20 o 6 6 6 o o
125-010 1.25 e 6 6 6 o ©o
130-010 1.30 ® 6 6 & o ©o _—
140-010 | 1.40 ® 00 0 0 o EFLITE gy
145-010 145 | . e 6 6 6 o ©o
150-010 150 | < o 6 6 6 o o
165-010 1.65 01 e 6 6 6 o o
170-010 1.70 ) o 6 6 6 o o
175-010 1.75 o 6 6 6 o o
200-010 2.00 3.0 o 6 6 6 o o
225-010 225 | 7 e 6 6 6 o o
250-010 2.50 o 6 6 6 o o
300-010 3.00 e 6 6 6 o o
GBF32R 075-005GL| 0.75 o [
095-005GL| 0.95 | 2.0 0.05 ([ ] ([}
100-005GL| 1.00 [ ) [
150-010GL| 150 | 2.7 [ [ J
200-010GL| 2.00 3.0 0.1 ([ ] [
300-010GL| 3.00 ’ [ ) [
Max. Cutting Dia. : See Page G15 Recommended Cutting Conditions @ G15
@ : Std. ltem ‘ Inserts are :

i sold in 10 piece boxes. | G‘l 3



External

Internal

Face

G14

For Automatic Lathe External Shallow Grooving Toolholders [for GBF Insert@

Screw

Clamp

. KGBF-F (without offset)

Clamp screw can also be operated from this side.

¢ Right-hand shown

|
Oﬂji _ I B
o w o
NL i |
* g\,ﬁ T L1 -
N L2 g:o
I
] _
) ! i
1T

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

@ Toolholder Dimensions

. 8 Rake Spare Parts
st Dimension (mm) Angle Clamp Screw Wrench
Description
R L |Hi=h| H2 | H3 |B=F1| L1 L2 *T o E/)
KGBF?%. 1010JX-16F | @ | @ 10 4 10
1212JX-16F | @ | @ 12 12
2.1 120 | 185 | 3 20° | SB-4070TRW FT-8
1616JX-16F @ | @ 16 - 16
2020JX-16F | @ | @ 20 - 20

. S-KGBF (Sleeve Holder)

*Dimension T shows the distance from the toolholder to the cutting edge. Available Groove Depth : "B" Dimension of Insert.

¢ Left-hand shown

LT

Note 1|

F1

F2

‘ Right-hand Insert for Left-hand Toolholder.

Note 1) Dimension B shows available grooving depth.

@ Toolholder Dimensions

: : Rake Spare Parts
Std. Dimension (mm) Angle Ciamp Sorow e
Description
L | op | L1 F1 F2 | ¢dl | ¢d2 |Hi=H2 | « g’
S16F-KGBFL16 ® 16 85 9 15 15
S19G-KGBFL16 @ 90
S19K-KGBFL16 ® 19.05 120 5 105 18 o7 17
S20G-KGBFL16 { ] 90 R
S20K-KGBFL16 ° 20 20 11 19 18 20 SB-4070TRW FT-8
S22K-KGBFL16 o 22 21 20
S$25.0H-KGBFL16 | @ 25 100
S25K-KGBFL16 ® | 254 120 10 14 24 82 23
@ :Std. Item



Recommended Cutting Conditions -

¥ Recommended Cutting Conditions (GBF)

Recommended Insert Grades D i )
(Cutting Speed Vc: m/min)
Wﬁ;'t‘gr';‘l’e MEGACOAT |MEGACOATNANO| Carbide (2) f for Turning (mm/rev) R
2 § © (3) ap for Turning (mm)
E E % GBF32%.025 - 053 GBF327.065 — 095 GBF32%.100 - 145 GBF32%.150 - 300
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Carbon Steel 80;‘;80 70E§60 - (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX.0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Alloy Steel 80;‘;80 70E§60 - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX.0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Stainless Steel GOE\\;SO 50}; 20 - (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX.0.2 Coolant
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 00
Cast Iron - - GOf;OO (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX.0.2
(1) 0.01~0.05 (1) 0.02~ 0.07 (1) 0.03~0.08 (1) 0.03~0.08
Aluminum Alloys - - 150t400 (2) Not recom. (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX.0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Brass - - 15(:7300 (2) Not recom. (2) Not recom. (2) 0.02~0.05 (2) 0.02~0.05
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX.0.2

@ Recommended Cutting Conditions (GBF-GL)

% : 1st Recommendation ¥t : 2nd Recommendation

Recomrqended Insert (.a‘-rades O i )
(Cutting Speed Vc: m/min)
W&;‘:::;(I:e MEGI;\oCOAT MESA':El:g AT (2) f for Turning (mm/rev) Remarks
b 8 (3) ap for Turning (mm)
E E GBF32R075 - 005GL | GBF32R095 - 100-005GL | GBF32R150 - 200-010GL |  GBF32R300 - 010GL
(1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 (1) 0.04~0.1
Carbon Steel 80§ 80 70?‘; 60 (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (2) 0.04~0.08
(3) Not recom. (3) MAX.0.2 (3) MAX.0.3 (3) MAX.0.5
(1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 (1) 0.04~0.09
Alloy Steel 80j 80 70?‘; 60 (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (2) 0.04~0.08 Coolant
(3) Not recom. (3) MAX.0.2 (3) MAX.0.3 (3) MAX.0.5
(1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07 (1) 0.04~0.09
Stainless Steel GOE\\; 30 50:‘1' 20 (2) Not recom. (2) 0.03~0.06 (2) 0.03~0.06 (2) 0.04~0.08
(3) Not recom. (3) MAX. 0.2 (3) MAX.0.3 (3) MAX.0.5

® Precautions
Compatibility with GBF and GBA

D GBF will fit KGBA / KGBAS toolholders

Caution: The maximum groove depth for KGBA / KGBAS toolholders is 2.5 mm
B GBA inserts will also fit KGBF-F toolholders

Caution: The rake angle after installation in the toolholder is 11°

KGBF-F toolholder with GBF Insert Maximum Machining
Diameter

3 mm groove depth is available on workpiece diameters up to $51mm
2.7 mm groove depth is available on workpiece diameters up to $100mm,
2.5 mm groove depth is available on workpiece diameters up to $200mm
The workpiece will interfere with the holder at maximum cutting
diameters or larger.

(Max. Grooving Depth)

% : 1st Recommendation ¢ : 2nd Recommendation

3

| Grooving %

G15



Screw Clamp

External Shallow Grooving Toolholders [for TGF Insert]/

B KTGF-F (without offset)

> 2-5) * *Clamp screw can also be operated from this side.
i 1 i
b ‘i )
RN = v d | Y
A o 5 L1 = ?
ol
o Insert Grades oy > > - \ 8
.| PR1115, PR1215 A I A
20 PR930, KW10 cv @—\ i I K
11° KPDO0O01 Y7\ / — w
6° TC40N %A
¢ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
> (2.5)
A \ A
- l @
R N v
v I A
i 2 L1 [}
o L2 I
o Insert Grades — ‘ : }'
A A
.| PR1115, PR1215 @) -
20°| " PR30, KW10 9 v T
11° KPDO0O01
6° TC40N )
g’ ¢ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
>
8 @ Toolholder Dimensions
(©)
. . Spare Parts
_ — sl DITRETEE () Clamp Screw| Wrench
External Description g) P
R|LHi1=h H2 |H3| B | L1 | L2 |F1 /
Internal g
e |KTGF/  1010JX-16F (@/@[ 10 [ 2 10 10
1212JX-16F (@ @ 12 ) 25112 |{120(18.5| 12 SB-4070TRW| FT-8
1616JX-16F @ @ 16 16 16
KTGF". 1212F-16F ®® 12| - 25|12 |85 (18.5| 12 SB-4070TRW| FT-8
KTGF"1 1010F-16 ®® 10 4 10 | 80 12
1212H-16 00 12| 2 12 /100 (18.5| 16
1616H-16 ®@® 16 25|16 [100 20 SB-4070TRS| FT-10
2020K-16 ®® 20 - 20 | 125 20 25
2525M-16 00 25 25 |150 32

® KTGF-F / KTGF Selection Reference
Q: What is the difference between "Without Offset" and "With Offset " of KTGF toolholders for external grooving?
A: When operating the automatic lathe, the toolholder come very close to the chuck.
In such cases, the "With Offset" toolholder sometimes interferes with the chuck due to the large gap between
B and F1 dimensions as shown below.
It is necessary to use “Without Offset” in such cases.

Dimension F1 Dimension F1

No gap Dimension B Large gap ‘ Dimension B

\ \
KTGF-F (without offset) KTGF (with offset)

@ : Std. ltem

G16



Screw Clamp

. S-KTGF (Sleeve Holder)

U H2 o Insert Grades
e ——— H1 .| PR1115, PR1215
w A T3 ! 20l PR930, KW10
= ~). © N g; | 11 KPDO0O1
& - = 1 6 TC40N
. Y
¢ Left-hand shown JLS Right-hand Insert for Left-hand Toolholder.
Note 1) Dimension B shows available grooving depth.
® Toolholder Dimensions
. . Spare Parts
sl DITALECEE (i) Clamp Screw| Wrench
Description o
L oD L1 F1 F2 od1 0d2 |H1=H2 ' /®
S12F-KTGFL16 [ ] 12 80 11.0 11
S14H-KTGFL16 [ ] 14 100 9.0 13.0 13
S15F-KTGFL16 @ |15.875 85 ’ 146 15
S16F-KTGFL16 (] 16 6 ’ o7
S19G-KTGFL16 o 90
S19K-KTGFL16 ° 19.05 120 10.5 17.6 17 | SB-4070TRS| FT-10
S20G-KTGFL16 [ ) 90
S20K-KTGFL16 o ° [ 110 | 188 18
S$25.0H-KTGFL16 [ ) 25 100
S25K-KTGFL16 ® 254 120 0 140286 3 1 23
. A Iicable Inserts [ ] O O Classification of usage
PP W sanesses | | @ | © | ® 0 s
[ ) Interruption / 1st Choice
(mm) | N [Non-ferrous Metals | @ | ® |O: Continuous-Light
e (") [ ] Interruption / 2nd Choice
Description A T od Hard materials (~40HRC) e | O | O @ : Continuous / 1st Choice
TGF32_ 9525 | 3.18 46 H I ard materials (40HRC) O : Gontinuous / 2nd Choice
Dimension (mm)|Cermet| YIEGR |pvD Coated Carvde|Carbide| PCD See Page
e D — Applicable for
escription TC40N|PR1215/PR930|PR1115(KW10|KPD001 )
W | B | re Toolholders | Appicable
Handed Insert shows Right-hand RIL[R R/L|R|L|R|L|R|L Toolholders
TGF32%.033-005 | 0.33| 0.8 0.05 o 6 o (o
050-005 (05012 | " @ |0 000 eee
075-010 | 0.75 o 0000000
095-010 | 0.95 o 0000000
wiﬁ’g-m 100-010 | 1.00 o |00/000 00
NI 120-010 | 1.20 ( (] ( L )
= — 125-010 [1.25| 2.0 o |00/00000
—= 140-010 | 1.40 0.1 ( (I )
3; 145-010 | 1.45 OEO000000 KTGF'--16F | ~ &
150-010 | 1.50 o |00/000O0O KTGF%.-+16 G17
175-010 | 1.75 o |00/000 00 S---KTGF'/-16
200-010 | 2.00 25 o |00/000 00
250-010 |2.50 | o 0000000
TGF32%.125-010 | 1.25 ()
2.0
T 150-010 | 1.50 0.1 o
1ed 125-1506<17 _|T) 200-010 |2.00| 25 (]
edge 200 S=1.9
- Dimension B shows available grooving depth. ‘ Recommended Cuﬁing Conditions @ G104
® :Std. ltem {7 insertsare |l CBN &PCD Inserts are

sold in 10 piece boxes.

|
: sold in 1 piece boxes.
S

|| Grooving % n



External Shallow Grooving Toolholders [for TG Insert]/

Screw Clamp

B KTG (Wil be switched to KGBA @G9)

* Right-hand shown

T
T | o
e
<T BTGV L2 i .
R N

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

@ Toolholder Dimensions

. . Spare Parts
Std. Dimension (mm) SP— .
Description
RIL|H=|H3| B |L1|L2|F1| A |T v =
=
=
KTG"L 2020K-16 Olo] 20 20 [125 o5
2525M-16 |00 25 30| 25 15020 |30 | - |2O SB4TR | -
2020K22-15 [O/0)| 20 | , | 20 [125] - | 25
2525M22-15 |00 25 30 25 150 2° 30 | 1040
2020K22-25 |O|0| 20 | , | 20 [125] - | 25
2525M22-25 |0 O| 25 | 30| 25 |150 2° | 30 |20 |45 GS-50 LW-3
2020K22-35 [O/O| 20 | 5 4| 20 [125| - | 25
2525M22-35 |0/0| 25 | 30| 25 150 2% | 30|3:0/5°

‘ - Dimension T shows the distance from the toolholder to the cutting edge. Available groove depth : "B" dimension of insert.

Grooving @

* GBA insert cannot be installed to this toolholder.

M Applicable Inserts ficati
— . Classification of usage
Exteral (TG insert will be switched to GBA ®G6~G8) | M _|Stainless Steel
(mm) “ @ : Continuous-Light Interruption / 1st Choice
Internal Description A T od @ : Continuous-Light Interruption / 2nd Choice
TG32_ 9.525 3.18 4.5 Hard materials (~40HRC) @ : Continuous / 1st Choice
Face | [TG43_ 12.70 476 55 H (e materials (oHRC-) O : Continuous / 2nd Choice
Dimension (mm) | Cermet See Page
L Applicable for
Insert Description C TN60 Toolholders Applicable
W | B | or Toolholders
Handed Insert shows Right-hand re R L
R w008 TG32%. 075 0.75 O | O
General (Square) 095 0.95 O | O
(Corner is Chamfered) p = 125 1 25 O O
@) g 145 14520 C01[ O | O KTG.-+16 G18
< 150 1.50 O] O
LI 175 1.75 OO
TG32 type (Corner is Chamfered) 200 2.00 O O
TG43%. 150 1.50 o | O
175 1.75 o | O R
200 .00 35102 o O KTG"..--22-15
w003 230 2.30 o | O
A NV 250 2.50 O | O
P % 265  |2.65 OO
«' g 280 2.80| 4.0 O] O KTG%.---22-25 | G18
e e ‘ ) 300 3.00 93610
T 330 3.30 o | O
' 350 350 o0
400 4.00 o | O R
- 130 43050 04 O o KTGU--22-35
450 4.50 O | O

‘~ Dimension B shows available grooving depth.‘

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

* For applicable insert, TG insert will be switched to GBA.
Change Insert Grade TN60 for TN90.
There are various types of GBA insert grades available dependent on the user's cutting

condition requirements.

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

_____________________

Inserts are

sold in 10 piece boxes.

KTG

Recommended Cutting Conditions ® G104

)

KGBA

O : Check Availability




KGD Grooving

M Features

gﬁ:’% 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 +0.03mm (Edge width 2, 3, 4mm types)

@ Highly-reputed MEGACOAT technology

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

@ Application Map

Grooving and Turning
A

High 4
High Feed
PH
8
s General purpose
g GM
% -
(&)
Low

Low Feed Rate High

@ Chipbreaker Selection

Application

External Grooving

Carbon Steel
Alloy Steel

High Feed

Stainless Steel *

Non-ferrous Metals Low |ees
Low rigid material

v

Interruption

Low Cutting Force Low Feed

GS GL

General purpose| | High Feed Copying

GM

PH CM

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

GM Chipbreaker

Smooth chip control

e

Less chip biting troubles

@Features of MEGACOAT
40 ‘ ‘
Tic 6 EGACOAT
g o >
o} TiCN
é 20 o {} TiAIN
T 10

0 200 400 600 800 1,000 1,200
Oxidation temperature (°C)

A=

Competitor A

@

Competitor B

@ Comparison of Wear Resistance

0.20

s S /

015 H Ve=200m/min,

= : ap=2.0mm

£ f=0.1mm/rev

g Competitor D

§ 010 )

<

§

[ 0.05 Competitor E PR1215
0.00

20 40 60
Cutting Time (min)

o

80

100

PR1225:

1st choice for cut-off, grooving and turning.

PR1215:

With superior wear resistance,
recommended for grooving and cut-off
under the stable conditions as well as
machining of cast iron.

|| Grooving % n
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KGD Grooving -

Integral Type Separate Type

@ High rigidity separate type toolholder
m) Adaptable to wide applications by
changing blades
Deals with various edge widths and cutting depths by
changing the blade and toolholder combination.
Even if the blade is broken, you only need to replace the
B broken part.

Internal

Face & Toolholder

M Structure of toolholder unit (Toolholder + Blade)
@KGD-S (0° Separate Type) @KGDS-S (90° Separate Type)

Insert Clamp Screw

Toolholder

Blade Fixing Screw

Blade
Toolholder
* Note for the toolholder and blade combination of * Note for the toolholder and blade combination of
0° Separate Type 90° separate type
Toolholder (KGD%. OOOO-C) Toolholder(KGDSL.OOOO-C)
+ +
Blade (KGD%.-OTOO-C) Blade (KGD"%-OTOO-C)
=Right-hand Blade for Right-hand Toolholder, =Left-hand Blade for Right-hand Toolholder,
Left-hand Blade for Left-hand Toolholder. Right-hand Blade for Left-hand Toolholder.

G20



Inserts for Grooving and Cut-off -

o O @0
. GDM / GDMS / GDG Classification of usage O O
.y _ ‘ o ®
@ : Continuous-Light Interruption / 1st Choice [0)
() - Continuous-Light Interruption / 2nd Choice tonferous Melas ™ g = %
@ : Continuous / 1st Choice - =L
O : Continuous / 2nd Choice| H Hard materials (-40HRC) O 8) 8
Hard materials (40HRC~) ©
Lo
Dimension (mm) Cermet | "% | MEGACOAT | Carbide §§
- S
Insert Description W 2| e RS 0 <c(z
re M| L H g 2 2 |82
Tolrance F|F E | E|o
GDM 2420N-020GM | 2.4 0. 1:95 e o/ o o
3020N-020GM | , il P ® 6 o o o G23
3020N-040GM |~ | . [0.4|% ® o o o0 G24
4020N-020GM 0.2 e 6 0 o0 G25
4020N-040GM | 4.0 04133 ,,,;/ @ @@ @ @ G26
4020N-080GM 0.8 ‘o e/l e @
5020N-040GM 0.4 ® o o o0
5020N-080GM | >0 | 08| *? e o 0 0 o ggg
6020N-040GM | . =™ 0.4 ., @ 6 0 0o o G26
2 6020N-080GM | 0.8 — e 06 06 0o o
£ | General purpose 8030N-080GM | 8.0 [x0.05/ “*° 6.0 30 | 5.5 o o o G24
2 ) GDMS 2220N-020GM | 2.2 0.2/1.75 ® oo o0 G23
° = 3020N-040GM [ 3.0 1003/ |, 123 ® o0 0 o G2d
g // ——— ] 4020N-040GM | 4.0 783|043/ @® © © O O G26
° % . e 5020N-080GM | 5.0 4.2 e o o o o G24 2
| g
Genere bapose 6020N-080GM | 6.0 "¢ 98 5.5 e o o o o &R 8
GDM 2420N-020GL | 2.4 02 1:95 e o6/ o o G23 G
P 3020N-020GL |, s e o6 06 0o o G24
e 3020N-040GL | " |:0.03/ 0.4 | < ® o6/ 0o 0o o G25 | —
P 4020N-020GL |, o 02,4120 43 @ © © © @
> 4020N-040GL | * : e o o o 0o G26
5020N-040GL |50 | /0.4 4.2 ® 6 6 o o ggg
Low Feed 6020N-040GL | 6.0~ 5.2 ® o o o |0 G26
GDG 2520N-020GS | 2.5 2.0 ® /0 o(0 o G2
3020N-020GS | 3.0 0223 ® 6 06 00 o Gu
o 3520N-020GS | 3.5 2.8 ® © 06 00 o G2
3 4020N-040GS | 4.0 |.0,02 33201439 @ @ @/ @®@ @ G26
5 5020N-040GS | 5.0 0.4 142 ® 6 06 0 0 o ggg
6020N-040GS | 6.0 “ls2 ® © 06 0 @ O G
Low Cutting Force 8030N-040GS | 8.0 6.0/ 30 |55 @ [ [ ) [ ) [ [ ) G24
. GDM 3020N-150R-CM | 3.0 15|23 e o 0 0 o G23
g £0.03 20 Gzd
§ 4020N-200R-CM | 4.0 2033 3 e 6 06 o o 326
c | & 5020N-250R-CM | 5.0 25|42 e ©6 06 0 o G24
2 10.04 21 G25
6020N-300R-CM | 6.0 3.0/5.2 ® 6 06 o o G26
2 GDM 2020N-020PH | 2.0 0215 e o o
= 3020N-030PH | 3.0 |£0.03 2.3 20 e o o
; / “®os G23
S | ™ igh Foed 4020N-030PH | 4.0 3.3 i3 e o o G24
£ GDMS 2020N-020PH | 2.0 0215 ' e o o 225
o 26
© 3020N-030PH | 3.0 |10.03 03 23|20 e o o
M 4020N-030PH | 4.0 |83 e o o

*GDM50/60-CM differs from other descriptions in length (L) to avoid interference of a toolholder with workpiece.

@ Inserts Identification System

(2)Tolerance Symbol (4) Edge Width (6) Hand of Tool
M : M Class 20 : 2mm N : Neutral
G ! G Class 30 : 3mm

40 : 4mm

(8) Chipbreaker Symbol

GL : Low Feed
GS : Low Cutting Force

GM : Grooving and Turning

CM: Copying
PH : High Feed

NB : Without Chipbreaker

I | |
|G|D||M||§||3o||2|o||N| —IO:IOI|GM|

[ (1) Series |

(3) No. of edge

(5) Insert Length

@ : Std. ltem

(No Indication) : 2-edge
S: 1-edge

20 : 20mm
30 : 30mm

(7) Corner-R(re)

020 : 0.2mm
040 : 0.4mm
150R : 1.5mm(Full-R)

_____________________

! Inserts are

l sold in 10 piece boxes.

Recommended Cutting Conditions ® G29, G30



Inserts for Grooving -

. GDGS (CBN I PCD) Classification of usage m

@ : Continuous-Light Interruption / 1st Choice “ [ ) %
() - Continuous-Light Interruption / 2nd Choice [ ] = %
@ : Continuous / 1st Choice H Hard materials (~40HRC) L
O : Continuous / 2nd Choice Hard materials (40HRC~) () %é
Sintered Steel [ ) n“_s o
MEGA 33
Dimension (mm) Angle "oy [CBN|PCD| @ ©
o
Insert Description W =| 2|5 <

8| 1| o

re M| L|H | S|6  =2|2|a

Toerance 2 0 ¢
CBN 5 % GDGS 2020N-020NB| 2.0 0.2|1.8 ® o o G23
E‘E‘LE_ : 3020N-020NB 0.2 ® | s
L o 3020N-040NB | >0 0423 D 25

2 @ Im 4020N-020NB 4.0 0.2 3.3 o
g s 4020N-040NB| " :003/0.4 | "7 | 20 [43|29| - |@ | @ G26

o 5| N -

S 5020N-020NB| _ 02],, ® | Gos
. sl 5020N-040NB 0.4 [ BN J G25

e 6020N-020NB 6.0 0.2 5.0 [ J
+edge = 6020N-040NB| > 04> o o G26

Recommended Cutting Conditions ® G29, G30
@ Note for the toolholder and insert combination of KGD type (new) and KGM type (conventional)

@Insert setting angle for grooving toolholders

Grooving %

New Insert Conventional Insert
— KGD...0° Conventional tools KGM...5° GDM GMM
External - _
Internal @ ‘ ‘
New Toolholder Conventional Toolholder
Face KGD
Installing conventional inserts to the new toolholder

is not recommended.

_____________________

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

@ : Std. Item



Toolholders for Grooving and Cut-off -

W KGD (Integral Type for Automatic Lathe)

Edge Width: 2.0~4.0mm

[T l &) m
] ]
A B 7 Insert Setting Angle ;1 L2
Insert Setting Angle %) %) \ /- \/
v /
| ED \ !
1° - T ¢‘1° Jf b
/
I T // I
1 =1
KGDR1616 Al (QQ;F N
9 T L1
*Right-hand shown
® Toolholder Dimensions
i i Spare Parts
Std. Cgt.tmg Dimension (mm) AngleEdgeWIdth E
ia. W(mm) | Clamp Screw Wrench
Description
R|L |[¢Dmax|Hi=h|H2|H3 |H4 | B | L1 |L2 | F | A | 6 [MIN.|MAX. //
KGD?. 1010JX-2 0 20 10 8 |10 |120| 18 | 9.2
1212F-2 o0 2 85 o
12120X2 o0 24 12 5.5 10 12 20 19.5| 11.2 i 1 20l a0 SB-40120TR LTW-15S
1616JX-2 o0 32 16 16 245(15.2| ° ' '
2012K-2D34 (@ |@ - 12 1.2 ]
2020K-2D34 @ @ 34 20 95| 20 20 125 (32.5 192 0 HH5X16 LW-4
KGD?. 1010JX-2.4 ® 0 20 10 8 |10 (120| 18 | 9
1212F-2.4 o0 2 85 o
12120x24 @ @ 24 | 12 55 10 12 0 19.5] 11 ”o 1 val a0 SB-40120TR LTW-15S
1616JX-24 (@ |@| 32 | 16 16 245 15 |7 ' ’
2012K-2.4D34 @ | @ - 12 1
. — . ° HH5X1 LW-4
2020k-24D34 @@ - | 2O 95120 551128132545 0 5X16
R, -
KGD?,. 1212JX-3 o0 24 12 | 2 55 12 19.5/10.8 3.0 SB-40120TR LTW-15S
1616JX-3 e 33 16 10 16 120 [24.5 148
1616JX-3D38 | @ | @ a8 0g ]
1913K-3D38 o0 19 8 13 | 13 | 125 11.8 24l 1° | 3.0
2012JX-3D42 @ @ 42 - 31 ’ ' 4.0
. SE-50125TR LTW-20
2012JX-3D51 @ | @| 51 20 8.5 14 12 120 36 10.8
2020JX-3D42 @ @ | 42 8 20 31 18.8
2020JX-3D51 @ @ | 51 8.5 36 )

Note) 1. 4mm width Insert can be installed in KGD.1212JX-3, but is not recommended due to the toolholder's rigidity.
2. Recommended tightening torque of clamp screw : 2.0N-m(SB-40120TR), 2.5N*-m(SE-50125TR), 6.5N - m(HH5X16)

3. When machining the material greater than ¢36mm with KGD"....-3D38, KGD"....-3D42 or KGD%....-3D51 toolholders,

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

¢Toolholder Identification System

KGD

KGD
KGDS

@ : Std. Item

R 1616

JX |- 3

Toolholder Hand Shank Size

Toolholder Length

Applicable Inserts

Cutting Dia.

dDmax
38mm

|
D38

06
|

R: Right-hand

L: Left-hand 16x16mm

GDM/GDMS

120mm 3~4mm

Max. depth of cut

06 :6mm

R || 2020

X -3

10

Toolholder Hand Shank Size Toolholder Type | | Applicable Inserts Max. depth of cut
R: Right-hand . - GDM/GDMS .
L: Left-hand 20x20mm Unit Description 3~4mm 10:10mm

Applicable Inserts @ G21, G22

(Integral Type)

(Integral Type for Automatic Lathe)

S (Separate Type / Unit Description)

|| Grooving % n

G23



External

Internal

Face

G24

Toolholders for Grooving and Cut-off -

B KGD (Integral Type)

.

KGD".1216JX-3T06
KGD".1216JX-4T06
are above shape.

*Right-hand shown

L1

® Toolholder Dimensions

Q ..g Std. Dimension (mm) E\f\l,g(en\?/,ﬁ;h RESEE
3 == - Clamp Bolt| Wrench
< %é Description
§ ; R|L|Hi=h|H2 |H3| B | L1 | L2 |L3|F1| A | T |MN.|MAX § /
g =
KGD". 1616H-2T06 ® @® 16 | 4.0 16 | 100 |27.7|28.0(15.2 HH5X16
6 2020K-2T06 ® ® 20 i 20 125 280 - 19.2 6
2525M-2T06 ® O 25 25 1150 24.2 HH5X25
KGD%. 1616H-2T10 : : 16 | 4.0 16 |10030.2|30.5|15.2 HH5X16
10 2020K-2T10 20 20 125 19.2 10
2 2s25m2Ti0 | @@ 25 | | 00 25 (150 00 T (242 T 20130 Mpexes | WA
KGD". 1616H-2T17 ® @® 16 (4.0 16 | 100|31.2|31.5(15.2
2012K-2T17 [ A ) 12 11.2 HH5X16
17 2020K-2T17 | @ | @ 20 . 20 125 32.5| - |19.2 7
2525M-2T17 @ @ | 25 25 1150 24.2 HH5X25
KGDY. 2012K-24T17 | @ | @ 12 11.0
24 | 17 2020k24T17 | @ | @ 20| - |95 20 125|325, - 190 20|17 |24 | 3.0 | HH5X16 LW-4
KGD%. 1216JX-3T06 @ @ | 12 |[2.0|55 16 120|19.5| 19 14.8 SE-50125TR| LTW-20
6 1616H-3T06 ® @® 16 (4.0 100|27.7|28.0) 6 HH5X16
2020K-3T06 | @ | @ 20 | 20 125, | _ |1838
2525M-3T06 @ @ | 25 25 |150| 23.8 HH5X25
KGD%. 1616H-3T10 @ |@ | 16 | 4.0 16 | 100|30.2/30.5/14.8 HH5X16
3 |10 2020K-3T10 ® ® 20 - los 20 125 305 - 18.8/ 2.4 | 10 | 3.0 | 4.0 LW-4
2525M-3T10 @ @ 25 25 1150 23.8 HH5X25
KGD%. 1616H-3T20 ® @® 16 | 4.0 16 |10034.2/34.5|14.8
2012K-3T20 @ | @ 12 10.8 HH5X16
20 2020Kk-3T20 (@ | @ 20 20 1251345 18.8 20
2525M-3T20 @ @ | 25 25 |150(35.5 23.8 HH5X25
6 | KGD. 1216JX-4T06 @ @ | 12 | 2.0 |55 | 16 |120(19.5| 19 |14.3 6 SE-50125TR| LTW-20
10 KGD%. 2020K-4T10 ® e 20 20 [ 125 30.5 18.3 10 HH5X16
4 2525M-4T10 @ @ | 25 25 |150| 23.3 34 40 5.0 HH5X25
20 KGD%. 2020K-4T20 ® ® 20 - (95|20 |125(34.5| - |18.3 20 HH5X16 LW-4
2525M-4T20 @ @ | 25 25 |150|35.5 23.3 HH5X25
25 | KGDY. 2525M-4T25 (@ |@ | 25 25 |150|40.5 23.3 25
10 KGD%. 2020K-5T10 ® e 20 20 [ 125 305 17.8 10 HH5X16
2525M-5T10 @ @ | 25 25 |150| 22.8
5 KGD. 2020K-5T17 ® ® 20 - (95|20 125 - |17.8/ 4.4 5.0|6.0 LW-4
17 2525M-5T17 @ @ | 25 25 1150 87:5 22.8 17 HH5X25
25 | KGD%. 2525M-5T25 (@ (@ | 25 25 | 150|40.5 22.8 25
15 | KGD?%. 2525M-6T15 |(|@ @ | 25 25 | 150|32.5 22.4 15
© 30 [kepy 25256730 |@ @ 25 | ~ | 9 25 [150(455 ~ |22.4] >3 3g |00 60| HHOX2S LW-4
KGD%. 2525M-8T25 ® ® 25|70 25 1150 44.2\122.0
8 | 25 32326725 | @ | @] 32 | - 9.5 32 1170 43.3 = 290 6.0 25 | 8.0 | 8.0 | HH6X25 LW-5

Note)1. Dimension T : Maximum depth to which processing can be made.

Applicable Inserts & G21, G22

(If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
2. Recommended tightening torque of clamp bolt : 6.5N-m (HH5XOO), 8.0N-m (HH6X25), 2.5N-m (SE-50125TR)
3. Above toolholders are applicable to Cut-off, too.

@ : Std. Item



B KGD-S (0° Separate Type)

R «k _ j
=
171 P—
T
Y | J
*Right-hand shown (Right-hand Blade and Right-hand Toolholder)
® Toolholder Dimensions (Blade + Toolholder)
5| E|£E I , o Std. Dimension (mm) Edge Widh
S| E -§§ D Unit Description Blade | Toolholder W(mm)
2| g |25|EE (Standa.rd.Stock Description | Description
§ | 5|52 87| Description) || | @627 | ®G27 |yl yg B L1 L2 L3 F1| A | T | MIN. MAX
o | = |=%|»
[J20|KGD%. 2020X-2T17S | @ @ KGD?¥.2020-C | 20 | 12 20 | 122 23.4
2 | 17 |[J25 2525X-2T17S | @ | @ | KGD?.-2T17-C | KGD%.2525-C | 25 | 7 25 147 | 40 28.4|17]17 /2.0 | 3.0 E@
(132 No unit description = KGD%3232-C | 32 | - 32 | 167 354 o>
[120|KGD". 2020X-3T10S @ @ KGD¥.2020-C | 20 | 12 20 | 115 23.0 §
10 |[J25 2525X-3T710S | @ | @ | KGD%.-3T10-C | KGD%.2525-C | 25 | 7 25| 140 33 28.0 10 G}
5 (32 3232X-3710S | @ | @ KGD?%.3232-C | 32 | - 32 {160 35.0 palls0lan| =
[J20|KGD". 2020X-3T20S @ @ KGD?¥.2020-C | 20 | 12 20 | 125 23.0
20 |[J25 2525X-3720S | @ | @ | KGD%.-3T20-C | KGD%.2525-C | 25 | 7 25 150 | 43 28.0 20
(32 3232X-3720S @ | @ KGD%.3232-C | 32 | - 32 170 35.0
[120|KGD". 2020X-4T10S @ @ KGD%.2020-C | 20 | 12 20 | 115 225
10 |[J25 2525X-4T10S | @ | @ | KGD%.-4T10-C | KGD%.2525-C | 25 | 7 25140 | 33 275 10
X [J32 3232X-4T10S | @ | @ KGD%.3232-C | 32 | - 32 | 160 34.5
° []20|KGD". 2020X-4720S @ @ KGD?¥.2020-C | 20 | 12 e 20 [ 125 " 225 -
4 | 20 |[J25 2525X-4T20S | @ | @ | KGD¥.-4T20-C | KGD?.2525-C | 25 | 7 25 150 | 43 27.5/3.4120 | 4.0 | 5.0
(132 3232X-4720S @ | @ KGD?%.3232-C | 32 | - 32 (170 34.5
[120|KGD". 2020X-4T25S | @ | @ KGD%.2020-C | 20 | 12 20 | 130 225 ]
25 |[J25 2525X-4T25S | @ | @ | KGD%-4T25-C | KGD%.2525-C | 25 | 7 25155 | 48 27.5 25
(132 3232X-4T25S | @ | @ KGD%.3232-C | 32 | - 32 (175 345
[J20|KGD%. 2020X-5T10S @ | @ KGD%.2020-C | 20 | 12 20 [ 115 22.0
10 |[J25 2525X-5T10S | @ | @ | KGD%.-5T10-C | KGD?.2525-C | 25 | 7 25140 | 33 27.0 10
5 (32 3232X-5T10S | @ | @ KGD?%.3232-C | 32 | - 32 {160 34.0 sall 5060
[120|KGD". 2020X-5T25S | @ |@® KGD?¥.2020-C | 20 | 12 20 | 130 22.0
25 |[J25 2525X-5T25S | @ | @ | KGD¥.-5T25-C | KGD%.2525-C | 25 | 7 25 [ 155 | 48 27.0 25
(32 3232X-5T25S | @ | @ KGD¥.3232-C | 32 | - 32 (175 34.0

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable Inserts @ G21, G22
2. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGD-S: Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
The toolholder is applicable for all blade with suitable hand.
3.In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
4.Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ Spare Parts (Common with separate types) Spare Parts
* The parts are included in the toolholder
and unit. Clamp Bolt Clamp Screw Wrench
(for Insert Clamp) (for Blade)
Unit Description ‘@’
E
KGDW,*++:S BH6X10TR SB-60120TR LTW-25
@ : Std. ltem

G25



Grooving Toolholder

B KGDS-S (90° Separate Type)

. 1
Al 1€
—] |
L2 L1
A {({9 -
| :
El
*Right-hand shown (Left-hand Blade and Right-hand Toolholder)
@ Toolholder Dimensions (Blade + Toolholder)
(0] — — I
| E|EE|N _ . Std. Dimension (mm) E\c;sewmh
S | E |oE|ng| _ Blade | Toolholder [ Unit Description (mm)
X £/9% xE D(e_Dscér;r;tlon D%sccglzr;tlon (Standard Stock
S| 8|88 87 Description) IR\ |Hi-h|H2| H3 | B | L1 | L2 |L3| F1 | A | T |MIN.|MAX.
[75) ; =5 »n
E@ [J20 KGDS.2020-C - -|-120 |12 20 | 125
2 |17 KGDY-2T17-C 56.7 17(17 2.0 3.0
o [25 KGDS.2525-C - -|-125|7 25 | 150
C L |
3 20 KGDS?.2020-C |KGDS?. 2020X-3T10S | @ @[ 20 | 12 20 | 125
e 10 KGDY:-3T10-C 49.7 10
O [25 KGDS?.2525-C 2525X-3T10S | @ | @] 25 | 7 25 | 150
3 ] 24— 30|40
—— 20 KGDS:2020-C - -1 -120 |12 20 | 125
External 20 KGDY:-3T20-C 59.7 20
(25 KGDS?.2525-C - -|-125 |7 25 | 150
Internal (120 KGDS7.2020-C - -1 -]20 12 20 | 125
10 KGDY:-4T10-C 49.7 10
Face [J25 KGDS.2525-C - -l-|25 |7 25 | 150
90° 11.6 277 — - —
20 KGDS.2020-C - -|-120 |12 20 | 125
4 | 20 KGDY:-4T20-C 59.7 34|20|4.0]50
(25 KGDS.2525-C - -|-125|7 25 | 150
20 KGDS?.2020-C - -|-120 |12 20 | 125
25 KGDY:-4T25-C 64.7 25
(25 KGDS.2525-C - -|-125|7 25 | 150
20 KGDS?.2020-C - -|-120 |12 20 | 125
10 KGDY:-5T10-C 49.7 10
[25 KGDS?.2525-C - -|-125|7 25 | 150
5 — 44——50|6.0
[J20 KGDS?.2020-C - -|-120 |12 20 | 125
25 KGDY-5T25-C 64.7 25
(25 KGDS.2525-C - -|-125|7 25 | 150

Note) 1.When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable Inserts @ G21, G22
. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)

KGDS-S: Left-hand Blade for Right-hand Toolholder, Right-hand Blade for Left-hand Toolholder.

The toolholder is applicable for all blade with suitable hand.
3. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

\o}

® Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

G26

Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) (for Blade) eneh
Unit Description ‘@P
E
KGDS"/++:*S BH6X10TR SB-60120TR LTW-25

@ : Std. Item



Toolholders and blades for Grooving and Cut-off -

e Toolholder
KGD-S (0° Separate Type)

Toolholder | Std- |Dimension

Shape of 0" type Description

Right-hand shown R|L|L|B]/|H1

l, <
L

KGDS-S (90° Separate Type)

KGD%. 2020-C | @ | @ [104/20|20

2525-C (@ | @ [12925|25

Livt]

3232-C | @ | @ 149 32|32

Toolholder Std. | Dimension

Shape of 90 type Description

Right-hand shown R|L|L|B|H1

o | KGDS% 2020-C (@ | @ [122/2020

E @ IEJ
. 2525-C | @ | @ [147/25|25

| Grooving %

e Blade
Std Dimension
Shape of Blade Delsat!:?i?)(tai o7

Right-hand shown RIL L T A
T KGD%. -2T17-C (@ @ | 51.2|17.2| 1.7
“l@b 3T10-C| @ |@ [ 442[ 102, ,
-3T20-C| @ @ | 53.2 | 20.2 )

-4T10-C| @ @ | 44.2 | 10.2
o O 2 -4T20-C @ @ | 54.2 | 20.2 | 3.4

-4T25-C| @ @ | 59.2 | 25.2
L -5T10-C| @ @ | 44.2 | 10.2 4.4
-5T25-C| @ | @ | 59.2 | 25.2 )

e Spare Parts (Common with separate types)

*The parts are included in the toolholder.

Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) |  (for Blade) HLTEE
Unit Description
@)
KGD".:+---S
KGDS".-+-S BH6X10TR SB-60120TR LTW-25
@ : Std. Item

G27



Setting the inserts and the blade s

M Setting the inserts

1. Use compressed air or other measures to remove chips from the insert mounting part (Ref. to Fig. 1).

2. Put the insert into the toolholder and push it makes contact with the back end of toolholder's surface (Ref. to Fig. 1 and 2).

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

4. Make sure that there is no gap between the insert and the back end of the toolholder’s surface and that the insert is set straight (Ref. to Fig. 2 and 3).

Clamp Screw Recommended tightening torque : 2.0N'm(SB-40120TR)
(For Automatic Lathe) 2.5N'm(SE-50125TR)

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

Clamp Bolt

Insert mounting part Toolholder’s surface for

fixing the inserts back end

Fig.1 Fig.2 Fig.3
M Setting the blade (Separate type toolholder)

1. Use compressed air or other measures to remove chips and dust from the serration part (Ref. to Fig. 1).

3. Tighten the blade fixing screws at an appropriate torque. You can tighten them in any order. (Ref. to Fig. 2)
(Recommended tightening torque : 8N-m)
4. Set the insert after setting the blade.

Grooving Eﬁ

External

Internal

Face

Serration Blade

Toolholder

Fig.1 Toolholder Fig.2

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

Toolholder Description Description of Clamp bolt

W —

7

zZ

Blade Description

Blade lot No.

Firmly fit

Tool post of lathe

G28

2. Mate and fit the serrations of the blade and toolholder, and also fit the blade end to the toolholder. (Ref. to Fig. 2)

Insert Clamp Screw

The blade end
should firmly fit to
the toolholder.

Blade Fixing Screw

B Separate type Toolholder Identification System and Their Setting to Lathe




Recommended Cutting Conditions -

€ Recommended Cutting Conditions (Vc)

Recommended Insert Grades (Cutting Speed Vc: m/min) 2
Workpiece Material |Chipbreaker Cermet ME,\?:,\?gAT MEGACOAT Carbide ME%’;(,:\‘OAT CBN PCD E
TN620 TN90 PR1535 | PR1225 | PR1215 GW15 KBNO5M | KBN570 | KPDO0O1 s
Carbon Steel GM 80520 108520 80500 802500 108500 : - : -
Alloy Steel g\l;l 70?\\2700 so?goo 70?%780 70‘580 soz%so - - - -
Stainless Steel PH - - 60‘550 60?3?50 eoﬁso - - - -
Cast Iron Gs - - - - 100’!(200 - - - - E
Aluminum Alloys GS - - - - N 200500 - ) 150~*2',000 §
Brass N8 - - - - - 100~200 - - 20(;5300
Hard materials NB - - - - - - 801‘1'50 - -
Sintered Steel - - - - - - - 100*250 -
% : 1st Recommendation ¢ : 2nd Recommendation
¥ Recommended Cutting Conditions (Feed Rate / ap) [Workpiece material: S50C
Grooving Turning
W W

Chipbreaker
N
ap
N
| Grooving %

» <= |
I In the graph below indicates the i
f most recommended value of feed (f)
— = W=
ol I L —— 40—
2| Sse - — N\
3_ £ ES.O _ 1 _W=5mm
s | Esuf— MR- £
qh’ ; %2_0 F— W=4mm
c o <3 f----- .| . W=3mm
[} ()] W<3mm
S| & 1.0 — |
= | “ N L |
=
() 0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
£ 4.0
R 50
E e300 W=
| Zo|-TmmIm
o
g 2 o4t
= 8
_
| U [ I I L |
0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
€
g | Sa I I
(0] = € * 2 mm width is not recommended
| B2 [ I N - Eqol—
[} = o | | I
| & L 1 [ | ’ B
L
E 0.1 0.0 0.3 0.1 0.2 0.3 0.4

Feed Rate f (mm/rev)

mm)

W (
on
&

)
w
o

|

Edge Wi
5
|

CM (Copying)

dt

w

1

D

ap (mm

N
o

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)

Note) 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 8mm width insert and its dimension T is over 17mm, set the values for turning to less than 90% of those above.
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External

Internal

Face

G30

Recommended Cutting Conditions -

@ Recommended Cutting Conditions (Feed Rate / ap) workpiece materiai:s50c; @ Recommended Cutting Conditions (Feed Rate)

Grooving
w
2 —
©
o
-8_ L~
£
O
f .
I In the graph below indicates the most
recommended value of feed (f)

o) €
S £
L z

=
> R [ S—
3 2 [ I I I
= u 0.1 0.2 0.3
3 Feed Rate f (mm/rev)
8 * When turning, keep ap less than the corner-R(re).

Note) 1. The above values are based on the condition that the dimension T of toolholder is 17 mm or less.

Grooving

Workpiece Material
Insert Grades

W

——

f I Inthe graph below indicates the most
recommended value of feed (f)

Hard Materials
KBNO5M

Edge Width W (mm)

0.05 0.1

) £
Lo =
(45} B =
HEE
218 $
£ g
@ I I I I
0.05 010 015 020 025
Feed Rate f (mm/rev)
° R L
S R — L —
2 =
=g A L S
0 8 B
3|8 I e — ———
(]
c|a &
8|¥ ] e E——
=
s I I I I
= 005 010 015 020 025
Feed Rate f (mm/rev)
@ CM Chipbreaker [Cutting amount (ap) in back copying]
@ Max. ap in back copying
Max. ap (ap : mm)
Description Toolholder Description
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




Guide for External Grooving

/

M Guide for External Grooving
@ Point (l) (Turning after Grooving)

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

turning subsequent to grooving.

(Failure to pull the tool back before traverse machining will result in an
unbalanced load applied on only one side of the cutting edge.)

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

relate a small load on the cutting edge.
(Retention time is not necessary.)

@ Point (Il)

1) When widening the groove width (Refer to Fig.3), apply the "Step Turning."
2) 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.

B Case Studies

20Cr1H (Grooving)

-Gear
-Vc=113~164 m/min
-f=0.06 mm/rev

10

“Wet ®e0®
‘GDM4020N-040GM
(PR1225) v
‘KGDL2525X-3T10S
0
3 2
=

GM Chipbreaker

(PR1225)

Competitor K

. 250 pcs/C
(PVD Coated Carbide)

-Gear
-Ve=170m/min
-f=0.15 mm/rev(Roughing)

-ap=0.2mm(Finishing)
‘Wet
-GDM4020N-040GM

©

Before turning, pull the tool back about 0.1mm after grooving.
(Grooving Depth Over 0.5mm: At roughing)
Fig.1

Turning subsequent to grooving
(Grooving Depth under 0.5mm: At finishing)
Fig.2

0.10 mm/rev(Finishing)

073

(PR1215)
-KGDR2525X-4T20S

GM Chipbreaker
(PR1215) 250 pcs/C
Competitor L
(Roughing: PVD Coated Carbide) 200 pcs/C

(Finishing: Cermet)

- GM chipbreaker (PR1225) showed 6 times longer tool life than that
of Competitor K.
- Good chip control without burned chips.

" 9@ N
5 &
Competitor K GM Chipbreaker

(Evaluation by the user)

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

Smooth chip control
GM Chipbreaker (Finishing)

Chips easily tangled
Competitor L (Finishing)

(Evaluation by the user)

|| Grooving Eﬁ n
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Multi-Function / Grooving (Cut-off)/

B GMM / GMG (will be switched to GDM / GDG & G21~G22)

P P [Carbon steel / Alloy steel O @
Classification of usage M |Stiness Steel @ o ;
K |[Cast Iron @ O o)
@ : Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals Q| = %
O: Continl.Jous-LightInterruption/.anChoice S |Tanium Alloys Py Hg %
.ECont!nuousHstChou':e Hard materials (~40HRC) O| @ gﬁ
O : Continuous / 2nd Choice H o o
Hard materials (40HRC~) foRre)
O ©
Dimension (mm) Cermet|gasoa| 70 002 i m%
Insert Description AEEEREE <
Wi | M| L HZ2 2 % % E S
GMM 2420-020MW | 2.4 | 0.2 | 1.9 e 0o/0 000
3020-020MW | 02/, 060 0 0 o0
3020-040MW “loal|” e 0o/ 00 o0
Shows GMM2420-02 4020'020MW 0 2 . . . . . ‘
/ e L. 4020-040MW | 400433 , |, /@ @® @ @ @ @ G36
—3 4020-080MW 0.8 “loe/e/e o0 @ G37
N 5020-040MW | 0.4 | oo 0o 00 e
= r@ 5020-080MW “lo8 | " (A A K B 2K
E@ 6020-040MW | - 104 [ e 0o/0 00 o0
6020-080MW ~ o8| o 0o/ 00 o0
Chip Control Oriented / M Class 8030-080MW 80|08 |6.0| 30 |55 ® ® @ O O G36664
g i . |GMM 3020-020MS | (02, ® o0 o )
8 I — 3020-040MS T o4 ™ 0o 0 o ® |
5 SN 4020-040MS | 4.0 33|20 |43 |@ @@ @ o ..,
gi;g 5020-040MS | 5.0 | 0.4 | 4.2 oo 0o °
m Sharp-Cutting Oriented / M Class 6020-040MS 6.0 5.2 [ ) o o
GMG  3020-000MS 0.0 e 00 ®
Internal 3020-020MS [3.0[02(23 |20 (43 @/ @ @] ® )
3020-040MS 0.4 e o0 |0 )
Face o L. e 4020-020MS 0.2 e o0 o )
- 4020-040MS | 40|04 /33|20 |43 @ |@|@|@® ® | G36
\’ ] 4020-080MS 0.8 e o0 o ® | G37
@ﬁa 5020-040MS 04 o oo o °
5020-080Ms | > [0g | 42| 20 |43 ® ® )
6020-040MS 0.4 ® o ®
Sharp-Cutting Oriented / Precision Class 6020-080MS 6.0 0.8 52|20 |43 [ ] [ ) [ ]
GMG 2520-030MG | 2.5 2.0 ® o 0 o ®
Ch s e 3020-030MG | 3.0 | 0.3 | 2.3 ® 060 0 0 o0
: & 3520-030MG | 3.5 2.8 ® ®© 0 0 0 o G3
S 20 | 4.3
y o L 4020-040MG | 4.0 3.3 ®© 6 ® 6 0 0 G37
I e i Iﬁj 5020-040MG | 5.0 | 0.4 | 4.2 ® o0 0 0 o0
6020-040MG | 6.0 5.2 3K e 0 o
S ot 8030-050MG | 8.0 [05[6.0| 30 [55[@ | @ ® | @ @ G606
= . _ ~ |GMM 3020-150R 30 15]23 ® 060 0 0 o0
I ca == 4020-200R 402033 ® ®© 0 0 e o G3
/ i 5020-250R 5025 42 2 | * o @@ @ @ @ G37
O o Copyg U] ﬂﬁj 6020-300R 6.0 |30/ 52 e o0 00 o
q . . |GMG 3020-150R 30|15 |23 e o ) )
y I 4020-200R 40|20 33 e o ) ®  G36
gl z 20 | 4.3
oL 5020-250R 50| 25|42 () ) @ | G37
St uting OentedProction s EEDI@ 6020-300R 6.0 |3.0]52 ° ° °
o . . = |GMG 3020-150RU |3.0 | 15 |23 ) ) ) 36
y e ] 4020-200RU | 4.0 | 2.0 [ 3.3 | 20 | 4.3 ) ) ®  G37
G39
e @Itﬁ 5020-250RU | 5.0 | 2.5 | 4.2 ° ° °

_____________________

Inserts are

sold in 10 piece boxes.

Recommended Cutting Conditions® G107

@ : Std. Item




B GMM / GMGA / FGG

Classification of e
acslicatlon TUSA%® I M [swnessseel | o | O o
o| §
@ : Continuous-Light Interruption / 1st Choice N Py - =
(5 % Continuous-Light Interruption / 2nd Choice - oo @ L E
@ : Continuous / 1st Choice - % 8
O : Continuous / 2nd Choice H Hard matsrials (~40HRC) c|e & :
Hard materials (40HRC~) o 0O
O ®
. . CVD | PVD Coated ) wn o
Dimension (mm) Cermet) Coated | o) e [Carbide P =
Insert Description o 2 o} = ) 5’:‘
W r M L H 2 S ey o S
Handed Insert shows Right-hand € E g E E E
= S
g G36
L &= GMGA 6020-300R | 6.0 | 3.0 | 43| 20 | 4.3 o G37
Sharp-Cutting Oriented / Precision Class !:! T
Full-R/ Copying
= 3
£ E G36
@ GMGA 8030-400R | 8.0|4.0|6.0| 30 | 5.5 o G64
Sharp-Cutting Oriented / Precision Class gi—i T
Full-R / Copying
g = :
<l
- ELN | GMM 3014-04 30(04 /23|14 |43 | @ (] o (] o
Chip Control Oriented / M Class
’ 1
Jﬁ/ GMM 3014-15R | 3.0 | 15|23 | 14 |43 | @ ® o aGs3s
Chip Control Oriented / M Class Iﬁ
Full-R / Copying
-~ 8 =
: L GMM 3014-15RU | 3.0 | 15|23 | 14 | 43 @
Chip Control Oriented Itﬁ
Undercutting
. RIL|RIL|R|L|R|L|R|L
.)_:\’ re
T R ’
’ Yoy FeGY 302002 | 30|02 23 Ohjee | eeee ..
L—JL 4020-04 40104 |33| 20 |43 ([ J o0 0o
N Efj:”;ﬁ 5020-04 50|04 |42 () 00 ele
Chip Control Oriented / Precision Class
Face Grooving
Recommended Cutting Conditions @ G107
M Features of Chipbreaker @ Edge Preparation
Series Insert Features Chamfer + Honed Chamfer + Honed
Corner-R(re) = 0.05 Sharp Corner
GMM-MW Excell(_ent chip (_evacuatlon at Edge Prep. Y i v
Grooving, Turning, Cut-off.
GMG-MG ‘?‘ e orce i around MT Chipbreaker| CR9025/ PR915 | PR930/ KW10
) Chamfer + Honed Sharp Edge
; > Grooving / Turning / Cut-off Corner-R(re) = 0.2-0.3 | Corner-R(re) = 0.2-0.3
gmamg > : operations are minimum cutting force Edge Prep ' = :
) at Positive Edge. :
/ Small corner-R(re) and minimize the X
GMM-MT core which remains in the center of g —
bl e TK Chipbreaker | CR9025/PR915 |  PR930/KW10
P> Honed Sharp Edge
e Edge Prep. i s
GMM-NB Flat rake face and non-chipbreaker. :
It works well for brass . -
Without Chipbreaker (-NB) CR9025 PR930 / KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
@ : Std. ltem T e

[[]: Deleted from the next catalogue

| Inserts are
I sold in 10 piece boxes.

|| Grooving @ n



Grooving / Cut-off (Multi-Function)/

L Ol e
. GMM / GMN Classification of usage m @ O
@ : Continuous-Light Interruption / (") (2]
s Croce N | Nonorous ows 0| 3
@  Continuous-Light Interruption / Py 5©°
2nd Choice =
@ : Continuous / 1st Choice | 1y Hard materials (~40HRC) ONK | NS
O : Continuous / 2nd Choice Hard materials (40HRC~) ©
oV o
Dimension (mm) Angle|Cermet| Coated PVCE;:)b?:;ed Carbide § 5
Carbide =
L [
Insert Description S § g o g.
W re | M L H 6zl |2 2=
Handed Insert shows Right-hand = s oo | X
0.0 [ BN )
N ) GMM 1520-MT 15 0.05 1.2 °®
38 = 0.0 [ BN |
S 2020-MT 2.0 15
;t: 0.05 ) o o
L re 0.0 20 | 4.3 e o
2520-MT 25 1.9
= qﬁj 0.05 LR
, 0.0 [ BN )
oo g e S020MT 139005 28 oo
GMM 1520-NB 15 oo 1.2 LA
/N re -
P 3# == 2020-NB 2090 45 LER
EARY L 0.05 [ )
E@ " 5.0 20 | 43| - o o
— - Ij:ﬁ 2520-NB 25 0.05 1.9 °
o Deep Grooving / Cut-off 0.0 . .
c et e e’ 3020-NB | 3.0 55| 23 o
o}
e a2 : GMM 2020-TK 2.0 15 e o o
O] ) ' 0.20
- =l 2520-TK 25 19|20 | 43| - ® e o o
I
External e ool E =T 3020-TK 3.0 |0.25| 2.3 ® O o o
Internal ﬂg GMN 2-TK 2.0 10.20| 1.5 ® 0 ©o
Face f/ (R AV e 3-TK 3.0/025/23| 20 43| - ® o o o
Cut-off / Stability Oriented I‘:ﬁ 4-TK 4.0 10.30| 3.3 e & o o
1-edge
Shows Gz GMN 2.2 22 10.17| 1.8 ® O L N )
/ - 3 3.0 020 2.3 o o (L) G
f =t 4 40025/ 33|20 43| - |@ | @ ® o 3%
_ — tﬁ 5 5.0 |0.80 4.2 (J ( B )
e e ! — 6 6.0 0.80] 5.2 ® o o
R|IL|R|L|R|L|R|L|R|L
A AT 0 0000
S i 0 GMM 1520%.-MT-15D | 1.5 0.05 1.2 °
g o 0 0000
/ gt:@% ) 20207%-MT-15D| 2.0 501 15 | o0 | 45 | 150 ' @@®
2520%.-MT-15D| 2.5 | -2 _| 1.9 UL
== Itﬁ ~ 10.05] " OO
arp- ﬁuitr;mf riente R - - 0 ....
S VSitﬁ I;[adgaonglet ¢ 3020 /L MT 15D 30 005 23 . . .
- . < o GMM 2020R-TK-8D| 2.0 ([0.20| 1.5 o O O
/ g‘i(\‘: L \\re 2520R-TK-8D| 2.5 |{0.20| 1.9 | 20 | 4.3 | 8° ® O o ©o
Cut-off
bty Ontd E:Ertﬁ 3020R-TK-8D| 3.0 [0.25| 2.3 ® o o o
= \ﬁg GMR 2-TK-8D 2.0 [0.20] 1.5 e O
-/ L z\‘rag 3-TK-8D 3.0/025/ 23| 20 | 43| 8° e O o
Cutof/ Siabily Orinted ij 4-TK-8D 4.0 10.30| 3.3 o O O
ELILE e GM". 2.2-8D 0.17 8 @ @ eo0o0
w 2.2 1.8
: _ Y 2.2-15D 0.00 15° @ @ )
= —#ﬁ 20 | 4.3
L L 3-4D 3.0 |10.20| 2.3 o 00 00
4°
Cut-off / Sharp-Cutting Oriented ‘Q * 4-4D 40 025 33 .. .
1-edge / Lead Angle
Recommended Cutting Conditions @ G107
SO 2 @ : Std. Item

| Inserts are
G34 i sold in 10 piece boxes.




. GMN Classification of usage m

%)
@ : Continuous-Light Interruption / 1st Choice @
( ' Continuous-Light Interruption / 2nd Choice m fon-ferrous Metals : = %
. X ) Qo c
L Cominis s Chote | M| il -40r) °8
. 3 N |—
Hard materials (40HRC~) O [ ) D“.S i
e}
Dimension (mm) Angle CBN PCD % _8
Insert Description R REEEE g
b | b | & | © <

w re | M L H (S 2z 90

4 X X 4

GMN 2 20 102 18 S 6.0 o

3 S‘:ﬁ 3 3.0 8"21 2.3 oo e o
T 0.2 ® o |G36
L 1:% 4 4.0 0.4 33|20 | 43 - M M G37

( g oz 0.2 e o

5=29 i 5.0 0.4 4.2 [ J [ ]
Deep Grooving 6 6 0 02 5 2
1-edge i 04 ’ . .
Recommended Cutting Conditions @ G106
Ml Available Cutting Diameter of [ -

KGM (For automatic lathe) / KGM-T

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

20 (Dimension t, $40)
18 (Dimension t, $130)

[
|| Grooving % n

0
«

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

-
—--""  e.g) KGMR2525M-3T20+GMN3
¢ KGM (For automatic lathe) Possible Cutting Diameter and Available Grooving Depth Table

Toolholder Description 6D (Cutting Dia.)

KGMY  0810K1.5-125| - | - [ - [ - [ - [ - [ - [ - [ - T -T-T7-T1/[14]16] 32
1010[ -1.5--- | - - - - - - - [20 [ 25 | 382 ] 40 [ 60
121245 | - | - | - | - | 25 | 26 | 28 | 32 | 3 | 40 | 60 [f00| ~ | © | ¥ | 7
0810K2125 | - | - | - | - | - [ - | - [ - [ - T -] -T-T10[14] 16 [ 32
1010[ ]-2--- - - - - - - - [ 20 | 25 | 32 | 40 | 60
1212[ ]-2--- - - - - | 25| 26 | 28 | 50 o
1616 J-2-- 32 | 40 | 50 | 60 | 80 [100 | e | « | © | % | ¥ | %
1010[ J-2.5->- | - - - - - - - [ 20125 [ 32 [ 40 [ 60 | o | o | o |
1212[ -2.5--- | - - - - |25 [ 26 | 28 | 32 [ 36 | 40 | 60 | 100
1616( ]-2.5-- [ 32 [ 40 [ 650 [ 60 | 80 [100| | | | .| .| .
1616[ -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 Possible Cutting Diameter and Available Grooving Depth Table (GMN, GM/. when using 1-edge insert)

Toolholder Description oD (Cutting Dia.)

KGM™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 I
2020K-4T20 P 0
2525M-4T20 )
2525M-4T25
2525M-5T25| | | °0 | 140240
3232P-5T25 - - 50 | 280 | 600
2525M-6T30| 100 | 300 | o %

Available Grooving Deptht (mm)| 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |Under13

® : Std. item | CBN & PCD Inserts are \:
| sold in 1 piece boxes. 1 G3 5



External Grooving Toolholders -

M KGM (For Automatic Lathe) (Will be switched to KGD® G23) Edge Width: 1.5~4.0mm

H3
H3
AN
(4,1
|
Iy
§<
N,
2.
@+

—T—

el B i

AEing

H1

G A
KGM7.1616

H2

L1

+Right-hand shown

@ Toolholder Dimensions

- . . Edge Width Spare Parts
Std. | Cuting Dia. Dimension (mm) W(mm)|  Clamp Screw Wreneh
Description @)
R|L|¢oDmax [Hi=h| H2 |H3 |H4 | B | L1 | L2 | F1 | A |MIN. MAX. "
KGM"™. 1010JX-1.5 |@® 20 | 10 3|8 |10 18 | 94
H 12120x15 l@® 25 12| 2 4 101 121" 79 114 12 |15/20| SE-40120TR LTW-158
KGM*™. 1010JX-2 ®® 20 |10 3|8 |10 18 |9.15
pﬁa 1212JX-2 o0 25 12 2 4 |10 12120/ 19 |1115 1.7/2.0/3.0 SE-401207R LTW-155
1616JX-2 ®® 32 |16 | - 9 | 16 24.5/15.15 SE-50125TR LTW-20
o) KGM"™. 1010JX-25 (@ @® 20 | 10 3|8 |10 18| 9
g 12120%25 (@@ 25 12| 2 4 | 1012120/ 19 | 11 /2.0|2.4/3.0 SE-40120TR LTW-15S
o 1616JX-2.5 ®® 32 | 16| - 9 | 16 245 15 SE-50125TR LTW-20
o KGM"%. 1616JX-3 ®@® 32 (16| - | 4 | 9 |16 |12024.5/148|2.4|3.0/4.0| SE-50125TR LTW-20
e | KGMPL 1212F-1.5-85 |@ 25 |12 | 2 | 4 |10| 12|85 |19 |114/1.2|1.5/2.0| SE-40120TR LTW-15S
External KGMF?L 1212F-2-85 @@® 25 |12 | 2 | 4 | 10|12 |85 | 19 |11.15/ 1.7 |2.0/3.0| SE-40120TR LTW-15S
KGM?. 1212F-2.5-85 @® 25 |12 | 2 | 4 | 10|12 |85 |19 | 11 |2.0(2.4|3.0| SE-40120TR LTW-15S
Internal
ill be switched to ~ Edge Width: 3.0~8.0mm
e | M KGM (Wil be switched to KGD® G24~G25)
T J
e 0
IM O ,
A (a2}
i 5c
T 2 5y
o] = }
s e =
! i A
) ALl [ i L1
*Right-hand shown ~ >
® Toolholder Dimensions
- - Edge Width Spare Parts
Std. Dimension (mm) W (mm) T —
Description
R|L/Hzh|H2 |H3| B [L1|[L2|F1| A | T MIN.[MAX.
KGM"™. 1212H-3 o0 12 4 6 |12 100 10.8 3.0/3.0 LTW-20
1616H-3 @0 16 7 |16 14.8
2020k3 @@ 20 | _ |20/125° [188°% °  Jaojao| - |"OL 1w
2525M-3 00 25 25 |150 23.8 HH5X25
KGM*™. 2020K-4 o0 20 20 (125 18.3 HH5X16
2525M-4 (@@ 25 | [ [25(150 27 p3g>* 10 401501 - Mnexes| LW-4
KGM?. 2020K-5 o0 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 o0 32 32 (170 29.8
KGMF/L 2525M-8 ®® 25 75 25 (150 22.0
3232P-8 ®® 32 . 10.5 32 1170 40 9.0 6.0| 25 8.0/8.0 - HH6X25 - LW-5
‘~ Dimension T shows available grooving depth. ‘
- 4mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder's rigidity.
@ : Std. ltem
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B KGM-T (Deep Grooving Type) (Will be switched to KGD @ G24) Edge Width: 2.0~6.0mm

- T
- 10 .
q‘ L2 o
5 T~ T,
1 = /X e
= g T
Y A,
-Right-hand shown A 1 u -~
® Toolholder Dimensions
; ; Edge Width Spare Parts
Std. Dimension (mm) W (mm) o Wreneh
Description g)
R|L|H1=h|H2 |H3 | B |L1|L2 |F1| A | T MIN. [MAX. g
KGM"™. 2012K-2T17 @ @ 20 12 195 11.15 SB-5TR - LTW-20 -
2020K-2T17 (@ ® -7 |20 33 19.151.7 | 17 20(30[ | HHsX16| LW
2525M-2T17 (@ @ 25 25 /150 24.15 HH5X25
KGM*™. 1616H-3T20 @ @® 16 | 4 16 |100 14.8 - HH5X16 - LW-4 @
2012K-3T20 @ @ 12 10.8 SB-5TR - LTW-20 -
2020k-3720 (@@ 0| - | 7 [20|%° % g5 24| O 30140 Thkexie | W
2525M-3T20 |@ @ 25 25[150] 3.8 HH5X25 2
KGM"™. 2020K-4T20 @ ® 20 20 [125] 36 [18.3 20 HH5X16 3
2525M-4T20 (@@ - 175 36 3.4 40(5.0| - - LW-4 g
2525M-4725 |@ @ 25 25 {150 a1 23.3 5 HH5X25 ©)
KGM?. 2525M-5T25 (@ @ 25 25 150 22.8 —
3239P-5T25 @ @ 32 8.5 35 (170 42 59.8 4.4 25 5.0/6.0 - HH5X25 - LW-4
KGM"%. 2525M-6T30 (@@ 25| - |9.5|25 (150 45 22.4/5.3| 30 6.0(6.0 - HH5X25 - LW-4

- Dimension T shows the distance from the toolholder to the cutting edge. Ref. 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 / Turning|Grooving / Turning| ~ Grooving  |Full-R / Copying|Full-R / Copying|Deep Grooving / Cut-off| Deep Grooving / Cut-off| Deep Grooving / Cut-ff| Deep Grooving / Cut-off| Deep Grooving / Cut-off| Deep Grrooving

See Page G32 G32 G32 G32 G33 G34 G34 G34 G34 G34 G35

Insert | MW MG mT NB TK TK CBN
i ) - PCD
Toolholder Description - © L
SMM%S%W GMM1520.NB | GMM2020.TK |  GMN2.TK
KGM....1.5 : : : : ; GMM1520%.MT| GMM2020.NB | GMM2020%.TK | GM7.2.TK
GMM2020% T
GMM2020.MT GMM2020.TK
GMM2520MT | (o100 v | GM2S20TK | GNG. T GMN22
KGM....2(T Vilp0 I | GNGSIAD. NS | GGG | GlIGKR0.R ) M0 NT | QUNBRNE | Gliiooa0 TK | GANGTK GN3 e
L...2(T) MM3020-MW | GMN3020:MS | GMG3020.MG | GMM3020.R GMIM20207.MT “NB | GMM20207..TK |~ GM? 2" 1K GM2.2 GIING
GMM3020:NB /L
GMM2520%,.MT 5 | GMM2520°.TK | - GM7.3.TK GM#¥.3
GMM3020% T GMM3020%,.TK
GMM2520..MT GMM2520..TK
KGM....2.5 GMM2420.MW | GMG3020.MS | GMG2520.MG | GMG3020.R CUMGI20 T | GOS0 N8 | G0 TH | QNG TK gl .
(I GMM3020-MW | GMM3020:MS | GMG3020.MG | GMM3020.R G520 7 | GHIVO20.NE | G220, Tic |~ GMF3. T V.3
GMM3020°MT GMM3020° TK
GMMI3020. MW GUGAR0-MR | queanno. g §Mﬁ%8%8% GM3020. MT. oo | SHNETE 2 NS
KGMF/.---3(T) MW | GhiGaodowg | GUG320MG | GiicananR GMM30207,.MT| GMM3020.NB | GRiM3020Y.. Tk | GV 3.TK a3
GINMO20.MW | iiiado0-1ig | GNCA020-MG | Eiiddso R b LT G-I et GINA
GMM4020. MW QAR R | cucacpo.e | EMEA GMNA.TK GNd oMM
KGM®.---4(T - ; X N N MNS
(T) Gils020. MW | GNGSIA IS | GHGSOZ0.MG | GlGs00. R G4 TK gw GNiNg
GMMS5020.. MW 8”&%8%8% GMG5020.MG ?CQ%H GMN5 GMN5
KGM®.---5(T X X i 2 GMGAG020..R - - : -

(T) | cROR0INY | QNGNS | ccioroie | Shcetar e e gs
KGM%Y.---6T Gieozo.w | MOG20-MR | ahasozo.mG | GMOERA-R | Gugacoa0.R . . . : GIING GMNG
KGM%.---8 GMM8030.MW - GMGB030.MG - GMGAS030.R
- If using a full-R insert, you need to modify the corner of Recommended Cutting Conditions & G107
insert adapter part (dimension A) of toolholder. Recommended Cutting Conditions of CBN / PCD @ G106

@ : Std. Item
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External

Internal

Face

G38

External Grooving (External / Face Grooving) TooIhoIders/

}
w ;‘ L/@ o0
Y
g L2 ™
y o T
1 - Qi
Te= L1
« Right-hand shown
o)
i ©
- o
,,,,,,, | I o
-— -
© T :
eRight-hand shown [« ) L1
® Toolholder Dimensions
; ; Edge Width Spare Parts
Std. Dimension (mm) W (mm) S Wronch
Description @)
R|L|H1=h| H2 |H3 | B | L1 |[L2 |F1 |F2 | T MIN.MAX. ‘é

KGMM®/ 1212H-3 00 12 4 5 12 100 10.8 SB-5TR - LTW-20 -

1616H-3 16 16 14.8 - -

LdLd 25 - 4.8 3.0/5.0 HH5X16
2020K-3 ®® 20 - 6 20 |125 18.8 - - LW-4
2525M-3 @0 25 25 150 23.8 - HH5X25 -

KGMSF/L 1212H-3 00 12 4 5 12 100 17 15 3.0/ 3.0 | SB-5TR - LTW-20 -
1616H-3 @0 16 16 17 21.5 4.8 GS-50 - - LW-3
2020K-3 0 20 - 6 20 |125 25| ' 3.0/5.0 - HH5X16 - LW-4
2525M-3 @0 25 25 150 30 - HH5X25 -

. . |- Dimension T shows available grooving depth. (Ref. to the table G39 for Face Grooving) |
® Applicable Inserts [External Grooving]
Applications  [Grooving / Turning|Grooving / Turning| ~ Grooving  [Full-R / Copying| ~ Grooving Grooving Grooving Grooving Grooving Grooving
See Page G32 G32 G32, G33 G34 G34 G34 G34 G34 G35
Insert | (MW) MS MG P y NB 7K . |TK (5]
v g ”
Toolholder Description
KGMS%.1212H-3 | GMM3014.. - GMM3014..R - -
GMG3020..MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMMY,.-3  (GMMSO20.MW| 564000 mis|GMGa520. MG | GMG4020. R GMN3.TK | SMNS | GMNS
KGMSH.-3 | amiece0-t GM4020. MS|GMIG4020.MG| GMM4020. R MM3020-MT| GIM3020.NB GMM3020.TK - g i | ST e
T GMG5020..MS | GMG5020..MG| GMG5020..R
GMM5020..MS GMM5020..R
® Applicable Inserts [Face Grooving]
Applications  [Grooving / Turning| Undercutting |Grooving / Turning|Grooving / Turning|  Grooving Full-R / Copying|  Grooving Grooving Grooving Grooving
See Page G32, G33 G32 G32 G32 G32 G34 G34 G34 G34
TN | mw mMs MG mMT NB [ TK .
% P N /__,;ﬁ' < )

Toolholder Description

KGMS.1212H-3 GMM3014..RU -

GMG3020..MS GMG3020..R GMN3

KGMMi--3 | FOG:3020.. GMG3020. RU|GMM3020. tw (SHIMS020- 1S G020 1 3020, 1 GMN4

FGG.4020..| GMG4020..RU | GMM4020..MW . . " 5| GMM3020..MT|GMM3020..NB| GMM3020..TK GMN5

KGMS?..--3 K GMM4020..MS|GMG4020..MG| GMM4020..R

L FGG®.5020..| GMG5020..RU | GMM5020..MW GMG5020. MS| GMG5020. MG | GMG5020.. R GMN3..TK
GMMS5020..MS GMMS5020..R GMN4..TK

Recommended Cutting Conditions @& G107
Recommended Cutting Conditions of CBN / PCD & G106

@ : Std. Item



@ Selection of Insert & Toolholder (Face Grooving)

9 Face Groove Dia. & Grooving Depth (Face Grooving)

® Case of KGMM ©® KGMM / KGMS (Common) (mm)
Toolholder|Left-hand (L) Toolholder |Right-hand (R) t ¢ Grooving Depth
Insert |Left-hand (L) Insert |Right-hand (R)
§ : Face Groove Dia.
B
‘| | Jé Description (ODrmin t
Toolholder|Right-hand (R) Toolholder| Left-hand (L) GMG/GMM3020- OO0 ][]
Insert |Left-hand (L) Insert |Right-hand (R) GMG/GMM4020-OOOLILT| ¢ 100 4.8
GMG/GMM5020-OO O[]
~ FGG?.3020-02 022 | 43
1 FGG".4020-04 ®28 4.8
T — - FGG".5020-04 ¢ 30 ]
B GMG3020-150RU 022 | 43
| GMG4020-200RU ® 28 4.8
GMG5020-250RU ® 30 ]
® Case of KGMS
Toolholder|Right-hand (R) Toolholder |Left-hand (L)
Insert |Left-hand (L) Insert |Right-hand (R)

y %\ '}
— % m
LL, 4 @ v
: 2
jﬁ i
A T '}
< T
Y
L1
* Right-hand shown
® Toolholder Dimensions
. . Edge Width Spare Parts
sl DATEmEeD ) W (mm) Clamp Bolt Wrench
Description
RIL|H=h|H3| B |L1|L2 |F1| T MIN.|MAX.
KGMU®.  2020K @0 20 20 [125|,, -[23.6 5.0 | HH5X16
2525M 00 25| ° [25150°% %286 %8 3.06.0) HH5X25 LW-4

® Applicable Inserts

@ Undercut Depth t

‘ -Dimension T shows the distance from the toolholder to the cutting edge. Ref. to the table below for the available grooving depth. ‘ Dimension F1 shows at GMM5020-RU. () indicates external grooving inserts when installed.

Applications

Undercutting

See Page

G32

Insert

Toolholder Description

620

KGMU". 2020K
2525M

GMG3020..RU
GMGA4020..RU
GMG5020..RU

-External grooving inserts (grooving width 3mm-~6mm) will be attached.

(In case of using GMGOO20-OOOLIL], GMMOO20-OOOL], GMNO insert)

@ : Std. Item

(MIN.)

Description Undercut Depth |Pisignce from ine face
t (mm) ap (mm)
GMG3020-150RU 3.5 1.8
GMG4020-200RU 4.0 1.9
GMG5020-250RU 4.5 2.1

* In case of undercutting for the diameter over 100mm,
Inserts for External Grooving
GMG OO 20- OOOM1,GMM OO 20- OO0,
GMN O are also available.

|| Grooving % n
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External Deep Grooving Toolholders [GH / GHU / GA Insert]/

Top Clamp

B KGH
- | =
D | o] |- ] | (@ .
< L2 ‘ < 7 L2
35 L1
" -
[s2) [s2)
o T o T
I - i
c|5 I | T <| 5 T
KGHR/LZOZOI‘( type KGH%.2525M type
* Right-hand shown KGH%.3225P type
B KGHS
|
| 1©® o D | @ i
- ‘ -
L2 ‘ L2 L1
.
[s2)
[ | D 1
alll (Y |F < Al T
2 - *
= KGHS%.2020K type KGHS%.2525M type
8 * Right-hand shown
O]
® Toolholder Dimensions
—— Spare Parts
External Std. R (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
Internal
R|L|Hizh|H2|H3| B |L1|L2| F1 A T\\Q @/
Face S
KGH "L 2020K-4 ®® 20 5 20 (125 24.5-24.8 A
2525M-4 ®® 25 - 156 25 |150 33.5 24.5-24.8 3.4 13 | CGH-17%
2020K-5 ®® 20 5 20 |125 25.0-25.8
2525M-5 ®® 25| - (15.6/ 25 |15033.5/25.0-25.8/4.2| 13 [CGH-1%.
3225P-5 o0 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 @@ 25 - |0 251503045050 %8 18 |COH2
2525M-10 00 25 - 25 [150 25.5-26.5 A
3225P-10 @® |32 - 161 25 (170 41 25.5-26.5 9.0| 17| CGH-37%
R -
KGHS %1 2020K-4 ®® 20 5 15.6 20 [125 o5 35 3.4 13 | cCGH-1%
2525M-4 ®® 25 - 25 [150 40
HH6X25 W-6 SP-6 LW-5
2020K-5 ®® 20 5 15.6 20 [125 o5 35 4.9 13 | CGH-1Y
2525M-5 (@@ 25 - 7725 150 40 : i
‘~ Dimension T shows available grooving depth.‘
- Dimension F1 of KGH " Toolholder depends on the insert's edge width.
- Clamp KGH%.+- CGH-OR for Right-hand Toolholder and CGH-OL for Left-hand Toolholder.
KGHS *.-+-CGH-OL for Right-hand Toolholder and CGH-OR for Left-hand Toolholder.
® Rake Angle (0) after Installment of GH / GHU
When using GHOO OO -OO|When using GHU OO -O0O
o Insert Grades o Insert Grades
0° | A65, A66N, PT600M
10° TC40N
TN
TN9O, TC6OM  |10° CRooas
20° PR930
KW10
@ : Std. ltem
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Top Clamp

L ] 7 o
A
< L2 | L1
2
25°T
< N I
I
¢ Right-hand shown
® Toolholder Dimensions
. . Spare Parts
Std. Dimension (mm) Clamp Clamp Bolt Spring Wrench
Description /@
RIL|Hzh|H2 |H3| B |L1|L2 |F1| A | T q g @
KGA . 2020K -3 ®® 20 5 20 |125 21.5 N
2525M-3 00 25 - 6 25 (150 87 26.5 23|20 CeA-3TL
2020K -4 ® 20| 5 20 (125 21.5 N
2525M-4 e 25 - 6 25 150 37 26.5 3.3| 20 CGA-4% | HH6X20 SP-6 LW-5
2020K-5 ® 20| 5 20 |125 21.5 A
2525M-5 |@@ 25 - | © |25 150 2 bes 3| 20 CGA-5TL

\~Dimension T shows available grooving depth. \
- Clamp: CGA-OR for Right-hand Toolholder and CGA-OL for Left-hand Toolholder.

| Grooving %

M Applicable Inserts (mm)
DGR il . - Classification of usage
GH4020- OO ~GH8020- OO o OO T8 - ContinsousLicht erumion,
GH10025-05~ GH12025-05 25 7.5 ° ot ChomesHgnt interruption
GHU OO - OO 20 ° © : Continuous-Light Interruption /
GA30, GA40 25 50 H Hard materials (~40HRC) () ® :@gngzgfjs/ 1st Choice
GA50 30 ) Hard materials (40HRC~) O|@|O : Continuous / 2nd Choice
. . £.2|PVD Cocted | . )
Dimension (mm)| Cermet 25 Carl;a;e Gtik| Ceramic Applicable See Page
Insert Description ololZIE’el [o] [z]= for Applicable
©22 828 |Z@8 88 Toolholders Tooholders
S I e T
GH 4020-02 4.0 0.2 ee e @
4020-05 ) 0.5 Hee o ©®e®e® KGHY -4
4520-02 45 0.2 [ ] KGHS%.---4
o 4520-05 © 05 0
= 5020-02 0.2 e e o
2,1: AR 5020-05 | >° 0.5 | [@ee @ eeee
[ ] 5520-02 5.5 0.2 [ )
5»\@ 5520-05 ’ 0.5 [ ) KGH?.++-5
Ground Chipbreaker 6020-02 6.0 0.2 Lee o o KGHS---5
6020-05 ) 0.5 ee e o ©
652002 | . | 0.2 ° G40
v 6520-05 | °° | 05 °
g7 7020-02 0.2 ee e @
gj:‘:?:L 702005 | * 05 | [Teje| o e® ®
=] ] 7520-02 0.2 [ ) KGH?.+--7
sl 752005 | '° | 05 D) KGHS".-+7
8020-02 8.0 0.2 ee e @
Ceramic insert is above shape. 8020-05 . 0.5 ] . . . .
Ceramic 10025-05 10.0 0.5 . . . R/ eee
12025-05 | 12.0 | 0.5 o o o KGH?.---10
89 KGH?.---4
< | i {ZH GHU 40-20 40 | 025 @ ° KGHS . d
# 7 =0 L &
Sl {> G40
¥ g PI 50-20 50 | 0.30 @ () KGH.-++5
Molded Chipbreaker o @ 60-20 6.0 0.30 @ [ ) KGHS.++:5
> GA 30 3.0 | 020 @ (] KGA®.---3
“;(i
S N — 40 40 | 025 @ () KGA%.---4 G41
—=+0
eor 50 5.0 | 0.30 |@ [ KGA%.-+-5
Recommended Cutting Conditions® G104~G105
®: s fem T oo

I
[J: Deleted from the next catalogue | . . !
. sold in 10 piece boxes. ] G41



External

Internal

Face

G42

For Aluminum Wheel External Grooving -

B KGMW (External / Facing / Copying)

T
EHIQKO) °
=
} L2 %
| Lf= L
_CT E
] [Y]
A 3 | ¢ L
® Right-hand shown
®Toolholder Dimensions
: : Spare Parts
Std. Dimension (mm) Clamp Bolt| Wrench
Description < Applicable Inserts
R | L |H=hfH2 | H3| B | L1 |L2|L3| F1 A T
=
KGMWF®. 2525M-6 @ @ 228| 4.4 GMGW6030-30R
252518 | @ | @ 25 | 13 |10.3| 25 |150| 40 | 55 I~ . 25 | HH6X25 | LW-5 GMGW8030-20R
GMGW8030-40R-HR
® Applicable Inserts
Dimension (mm) No. of PCD
Insert Description
W | re L H M S | Edge | KPDOO1
@@j GMGW 6030-30R | 6 3 5 | 45| f [
. s Noe 30 | 55
s t@ 8030-40R 8 | 4 6 | 6 1 ®
s ; \“{’gﬁ
<
L LN GMGW  8030-40R-HR | 8 4 | 30 | 55| 6 5 1 (]
v 18
- GMGW inserts are exclusively used for KGMW 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
Recommended Insert Grades
(Cutting Speed Vc: m/min) .
PCD (1) f for Grooving (mm/rev)
Workpiece Material (2) f for Turning (mm/rev)
KPDO001 (3) ap for Turning (mm)
(1)0.05~0.3
Aluminum Alloys 150-2,700 2 0.2~0.8
(3) MAX. 3
% : 1st Recommendation
@ : Std. Item




Summary of Internal Grooving s

B Small Dia. Internal Grooving ¢3~(G45~Gas)
EZ Bars, 2-Edge Tip-Bars & System Tip-Bars

Type EZG
Min. Bore Dia. 03~08 ‘
Edge Width (mm) 0.5-2.0 I
Max. Grooving Depth (mm) 1.0~2.0
See Page G45 EZ Bars
Type HPG
Min. Bore Dia. 04~07
- == ——
Edge Width (mm) 1.0-2.0
Max. Grooving Depth (mm) 1.0~-2.0 i .
See Page G48 2-Edge Tip-Bars
Type VNG
Min. Bore Dia. 04~07
Edge Width (mm) 1.0~2.0 J
Max. Grooving Depth (mm) 0.8~2.0 )
See Page G47 System Tip-Bars

|| Grooving % n

M Internal Grooving ¢8~(G49~G59)

©® Shallow Grooving

Type SIGE
Min. Bore Dia. $8~912

Edge Width (mm) 1.0~-3.0
Max. Grooving Depth (mm) 1.5-2.2
See Page G51 Ground Chipbreaker Ground Chipbreaker
L Full-R
e GV 1-edge 2-edge 2 edgfe
Min. Bore Dia. $12~9040 \,
Edge Width (mm) 1.0~5.0 V
Max. Grooving Depth (mm) 1.7~6.3
See Page G56 Ground Chipbreaker Ground Chipbreaker Ground Chipbreaker
\_ Full-R )
( 2-edge
Type SIGE

Min. Bore Dia. $14~040
Edge Width (mm) 1.0~5.0
Max. Grooving Depth (mm) 2.5~6.5

See Page G51 Molded Chipbreaker Ground Chipbreaker Ground Chipbreaker
\_ Full-R Y,
e )

Type KIGBA

Min. Bore Dia. $35~¢40
Edge Width (mm)| 0.33~4.8
Max. Grooving Depth (mm)| ~ 0.8~2.8

See Page G58 Ground Chipbreaker Ground Chipbreaker ~ GM Chipbreaker MY Chipbreaker
Full-R
_ J

* KITG will be switched
to KIGBA.

Type KITG
Min. Bore Dia. $35~045
Edge Width (mm)| 0.75~4.5
Max. Grooving Depth (mm)| ~ 2.0~2.5
See Page G59 Ground Chipbreaker

G43



Summary of Internal Grooving -

®Deep Grooving (G63, G65)

)
Type KGIA
Min. Bore Dia. $32~066
Edge Width (mm) 3.0~-5.0
Max. Grooving Depth (mm) 10~15
See Page G65 Molded Chipbreaker
—
)
Type KIGH
Min. Bore Dia. 045~965
Edge Width (mm) 4.0~8.0
Max. Grooving Depth (mm) 12
See Page G63 Ground Chipbreaker
@ Molded Chipbreaker
~—
o
S
3 —
o  MInternal Grooving & Turning $20~(G60, G62, G64)
I
External
| | Type KGDI GMI Chipbreaker
Internal Min. Bore Dia. $18~¢40
Edge Width (mm) 2.0~5.0
Face Max. Grooving Depth (mm) 45-~11.0
See Page G60 Molded Chipbreaker
Full-R
- J
Type KIGM-V
Min. Bore Dia. 020~940
Edge Width (mm) 3.0~-5.0
Max. Grooving Depth (mm) 55~11.0
See Page G62
Type KIGM-8 (" h
Min. Bore Dia. 065
|| Edge Width (mm) 8.0
Max. Grooving Depth (mm) 20
See Page G64
Molded Chipbreaker
Ground Chipbreaker
Type KIGMU-8
Min. Bore Dia. 065 '
Edge Width (mm) 8.0
Max. Grooving Depth (mm) 2.2 Molded Chipbreaker
Full-R
See Page G64 L )
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Small Dia. Internal Grooving EZ Bars

HEZG (Small Dia. Internal Grooving) @

=

MR

—

L1

L1

e Lk ot
== i ~- T | = =m—
Fig.1 ? Fig.2
16° ‘%/Wlom @ Chipbreaker in detail

®Right-hand shown

® Dimensions

Min. Bore Dia. Dimension (mm) MEGACOAT 3
Description o Drawing é%ﬂ'g?igfﬁg;es
oA W= re | oD | H L1 | L2 | L3 | L4 F T PR1225 ~
EZGR 040040-050 0.5 o
040040-100 1.0 ) )
040040-150 4 15 4 | 345|447 | 12 | 6.2 17 1 | Fig.2 ° EZH040..
040040-200 2.0 [
050050-100 1.0 )
050050-150 5 1.5 5 | 43 | 528 6.7 215 | 15 ) EZH050..
050050-200 2.0 20 )
060060-100 1.0 | oo 0 )
060060-150 6 15 |005 | 6 | 515|607 265 2 D EZHO060.. o
060060-200 2.0 Fig 1 )
070070-100 1.0 9 D o
070070-150 7 15 76 305 2 D <
070070-200 2.0 ) 3
080070-100 10 7 | 62 |637]| 25 ° EZH070.. 8
080070-150 8 1.5 345 | 2 [ G}
080070-200 2.0 )
EZGR 030030-050S 0.5 ) —
030030-100S 3 10 3 | 25 (37| 5 | 48 125 | 0.8 ° EZH030..
040040-050S 0.5 [
040040-100S 1.0 )
020040-1505 | 4 15 4 |345|447| 8 | 62 17 1 ° EZH040..
040040-200S 2.0 )
050050-100S 1.0 [
050050-150S 5 1.5 5 | 43 |528 6.7 215 | 15 [ EZHO050..
050050-200S 2.0 | oo 0 Fig.2 )
060060-100S 10 |0.05 g D
060060-150S 6 1.5 6 | 515|607 2.65 ) EZHO060..
060060-200S 2.0 10 [
070070-100S 1.0 )
070070-150S 7 1.5 76 305 | 2 )
070070-200S 2.0 )
ORI 10 7 | 6.2 | 637 ° EZH070..
080070-150S 8 1.5 3.45 [
080070-200S 2.0 [
[ - Dimension T shows available grooving depth.|
¢ EZ Bars Identification System EZ G R 030 030 050 S
| 1 | | |
I Symbol of EZ Barsl Applications Insert Hand Min. Bore Dia. Shank Dia. Edge Width Type
G: Internal Grooving[ | R: Right-hand 030 : 3mm 030 :3mm 050 : 0.5mm S: Short type
040 : 4mm 040 : 4mm 100 : 1.0mm Lo di )
. . 150 - 1.5mm (L2 dimension)
¢ Recommended Cutting Conditions
EZGR060060-..
_Insert Grades EZGRO040040-... EZGR070070-...
(Cutting Speed Ve: m/min) EZGR030030-..S EZGR050050-... EZGR080070-...
MEGACOAT EZGR050050-...S EZGR070070-..S
EZGR080070-..S
PR1225 f (mm/rev)
Carbon steel / Alloy steel 3o~*1'oo ~0.02 ~0.03 ~0.05
Coolant
Stainless Steel 3(;530 ~0.01 ~0.02 ~0.03

@ : Std. Item

% : 1st Recommendation

EZ Bars are

I sold in 1 piece boxes.
S



' Grooving % n

External

Internal

Face

G46

Applicable Sleeves for Internal Grooving Inserts -

@ Applicable Sleeves

Sleeve Applicable Insert for Small Dia. Internal Grooving
EZH-CT _ Sleave | Applicable Machine
B i coatant o) (Adj“StaEil;'ernﬁ; AL Eél:_stT Stk Dl EZG HPG PR anutacturer
@ F25 @ F26 D1(mm) oD(mm)
EZH 03012ST-80 EZGR ...030-... - 3
04012ST-80 EZGR ...040-... HPG". 0404-... 4
- 05012ST-80 12 |EZGR ...050-.... HPG®. 0505-... 5  |(General purpose)
06012ST-80 EZGR ...060-... HPG". 0606-... 6
07012ST-80 EZGR ...070-... HPG". 0707-... 7
EZH 03016HP-100 |EZH 03016ST-100 EZGR ...030-... - 3
04016HP-100 04016ST-100 EZGR ...040-... HPG". 0404-... 4
05016HP-100 05016ST-100 16 |EZGR ...050-.... HPG®. 0505-... 5  |(General purpose)
06016HP-100 06016ST-100 EZGR ...060-... HPG". 0606-... 6
07016HP-100 07016ST-100 EZGR ...070-... HPG". 0707-... 7
EZH 03019CT-120 |EZH 03019HP-120 |EZH 03019ST-120 EZGR ...030-... - 3
04019CT-120 04019HP-120 04019ST-120 EZGR ...040-... HPG". 0404-... 4
05019CT-120 05019HP-120 05019ST-120 19.05 | EZGR ...050-...| HPG®L. 0505-... 5 |Citizen Machinery
06019CT-120 06019HP-120 06019ST-120 EZGR ...060-... HPG". 0606-... 6
07019CT-120 07019HP-120 07019ST-120 EZGR ...070-... HPG". 0707-... 7
EZH 03020CT-120 |EZH 03020HP-120 |EZH 03020ST-120 EZGR ...030-... - 3
04020CT-120 04020HP-120 04020ST-120 EZGR ...040-... HPG". 0404-... 4 Eguro )
05020CT-120 05020HP-120 05020ST-120 20 |EZGR ...050-..| HPG%. 0505-...| 5 cmzl;ﬁ:&'mery
06020CT-120 06020HP-120 06020ST-120 EZGR ...060-... HPG'/. 0606-...| 6 | Gonoral purpose)
07020CT-120 07020HP-120 07020ST-120 EZGR ...070-... HPG". 0707-... 7
EZH 03022CT-135 |EZH 03022HP-135 |EZH 03022ST-135 EZGR ...030-... - 3
04022CT-135 04022HP-135 04022ST-135 EZGR ...040-... HPG". 0404-... 4 Star Micronics
05022CT-135 05022HP-135 05022ST-135 22 |EZGR ...050-.... HPG®. 0505-... 5 Nomura DS
06022CT-135 06022HP-135 06022ST-135 EZGR ...060-... HPG". 0606-... 6 Tsugami
07022CT-135 07022HP-135 07022ST-135 EZGR ...070-... HPG®L 0707-... 7
EZH 03025.0CT-135 |[EZH 03025.0HP-135 |[EZH 03025.0ST-135 EZGR ...030-... - 3
04025.0CT-135 04025.0HP-135 04025.0ST-135 EZGR ...040-... HPG". 0404-... 4 TES“;?T“
05025.0CT-135 05025.0HP-135 05025.0ST-135 25 |EZGR ...050-... HPG®. 0505-... 5 Citizen Iv?achinery
06025.0CT-135 06025.0HP-135 06025.0ST-135 EZGR ...060-... HPG/. 0606-... | 6 | General purpose)
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZGR ...070-... HPG". 0707-... 7
EZH 03025.4CT-120 |EZH 03025.4HP-120 | EZH 03025.4ST-120 EZGR ...030-... - 3
04025.4CT-120 04025.4HP-120 04025.4ST-120 EZGR ...040-...| HPG". 0404-... 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 | 25.4 |EZGR ...050-... HPG®. 0505-... 5  [Citizen Machinery
06025.4CT-120 06025.4HP-120 06025.4ST-120 EZGR ...060-... HPG". 0606-... 6
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZGR ...070-... HPG". 0707-... 7

- Choose sleeves (¢d1) to meet with ¢D dimension of Internal Grooving Inserts.
- Adjustment Pin cannot be installed to EZH-ST sleeves.

To adjust overhang of the bar, please use EZH-CT/HP Sleeves.

- Machine manufacturers in random order.




[Solid Type]

Small Dia. Internal Grooving System Tip-Bars -

B VNG
L2 1
B o>
I L e /-r\ o
] - S u
/_l L1
7 @ T
W=+0.03 (Edge enlarged) Ji T = H }
® Right-hand shown
- ® |O
Classification of usage “ ) )
@ : Continuous / 1st Choice () *
O : Continuous / 2nd Choice “ ® g
. PSS
. . H Hard materials (~40HRC) O O L g
® Dimensions Hard materials (40HRC~) % §
i P8 oo
Min. ' g MEGA|\, |-5 © 9
Bore Dia. Dimension (mm) COAT \E; = PCD 38
Description © B
Q 225 g <
0A W re | ¢D | H L1 | L2 | L3 | L4 F T & £ E ==
o oo
o Y | X
VNGR 0410-11 1.0 e oo
0420-11 g0 |00 sos | 1 o 35108 g 0@
0510-11 g 1.0 0.05 ' ' a4 | 10 o 00
0520-11 20 | i a9 i ) e e
0610-20 1.0 ' e oo
0620-20 6 | 0 |00 s0s | 20 sl 2 el e
0710-20 - 1.0 0.05 ' ' 62 | 20 o 00
0720-20 20 | ' e ee F32
VNGR 0410-11NB 1.0 MTO|MTO F33
0420-1iNB_ | ¢ |20 %% w0 | 11 I el oo
0510-11NB s |10 08 ' "l aa | 10 IMTOJMTO
0520-11NB 20 | | a9 . ' ' INTOJMTO
0610-20NB 1.0 ' [
0620-20NB ® 20 |%® 308 | 20 0.3 22|18 [
0710-20NB 2 110 08 ' " ez | 20 IMTOJMTO
0720-20NB 20 | ' ' ToluTo

|| Grooving % n

\- Dimension T shows available grooving depth.\
- Dimension L4 indicates the cutting edge is above the Tool's Center Position.

4 Recommended Cutting Conditions

Recommended Insert Grades (Cuting Speed V: mimin]
MEGA | PVD |Carbide | VNG04 | VNGOG

Workpiece Material [ = VNGO5 | VNGO7 | Remarks
N N 1°_
= e =
T o X f (mm/rev)

Carbon steel / Alloy steel * A9 ~0.03 | ~0.05

(]
o
1
-
o
o
@
o
1
-
o
o

*
1

Stainless Steel ~0.02 | ~0.03 |Coolant

30~80 | 30~80

Non-ferrous Metals ~0.05 | ~0.08

~300

% : 1st Recommendation ¥¢ : 2nd Recommendation

_________________________________________

System Tip-Bars (VNG) are : CBN & PCD Inserts are
l sold in 5 piece boxes. I sold in 1 piece boxes.

@ : Std. Item i
MTO : Made to order !



[Solid Type]

Tip-Bars for Small Dia. Internal Grooving PSG-S / HPG

M PSG-S (Tip-Bars) This insert will be switched to EZG.

See Page for Applicable Sleeves @ F86

®Right-hand shown

® Dimensions

Mm'. Dimension (mm) PVD Coated Carbide|  Carbide
Bore Dia.
Description
PR930 KW10
0A W=®| C | ¢D| H | L1 | L2 |L3|L4 | F | T
R L R L
PSG"L 0510-60S 1.0 | 0.05 O O
0520-60S 5 50 | 04 3.8 | 3.6 60 15 o 0.1 | 186 | 15 0O O
0610-70S 1.0 | 0.05 @) O O O
0620-70S 6 3001 48| 44|70 20 236 ol o0 l0o] oo
0710-70S 1.0 | 0.05 O @) @)
@ 0720-70S 7 50 | 04 58 | 5.2 70 20 0 03 | 286 | 2.0 ® e ®
0810-80S 1.0 | 0.05 O O O O
2 0820-80S 8 |20 01 %8 ]02]80 2 3.38 O]l olo]o
5 - Dimension T shows available grooving depth.\ Recommended Cutting COﬂditiOhS@ G105
(% - Dimension L4 indicates the cutting edge is above the Tool's Center Position.
B HPG (Small Dia. Internal Grooving) This insert will be switched to EZG.
External See Page for Applicable Sleeves @ F28, F29
\" Y
Internal | >/
Face w [ - —-— ——
. BURETHS
e &) W © < L2 o L1 .
Detail of edge M p‘ﬁ
¢ Right-hand shown ‘
® Dimensions
Min. Bore Dia. Dimension (mm) PVD Coated Carbide|  Carbide
Description PR930 KwW10
oA W00 | re oD H L1 L2 L3 L4 F T
R L R L
HPG". 0404-10 1 0] (] []
S — 4 4 3.35 60 15 3.65 1
0404-20 2 8 [ [ ]
0505-10 1 [ L] L]
——— 5 5 4.3 4.55 15
0505-20 2 +0 [ [ ]
-0.02 70 20 0
0606-10 1 0.05 ] (] ]
— 6 6 5.2 5.5
0606-20 2 10 5 [ [ L]
0707-10 1 ] ] 0]
S — 7 7 6.2 80 25 6.45
0707-20 2 O O] O]
| - Dimension T shows available grooving depth. |
@ Description Table for Tip-Bars and Applicable Sleeves €@Recommended Cutting Conditions
Recommended Insert Grades g g
i e App||cab|e Sleeves . ) (Cutting Speed Vc: m/min) HPGH/L04 HPGR/LOG
Tip-Bars Description @F28, F29 Workpiece Material |5 ceeicatic] carbige | HPG /05 HPG".07 | Remarks
’ PR930 | KW10 f (mm/rev)
HPG". 0404--- EZH 04---- Carbon steel / Alloy steel soﬁoo ~0.03 ~0.05
0505--- 05.---- = Cootont
Stainless Steel - ~0.02 ~0.03 oolan
0606--- 06 tainless Stee 30580
0707--- 07----- Non-ferrous Metals - :3‘(;0 ~0.05 ~0.08
% 1st Recommendation
S, ) O : Check Availability

ip- I
| Tlp Be_lrs ae ] [[]: Deleted from the next catalogue
G48|\ sold in 1 piece boxes. )



Internal Grooving SIGE -

M Applicable Inserts ® | O .
o Stainless Steel Py ™ Classification of usage| @
Description A L H m_ © @: Continuous-Light §
GE"....-A i ; ==
6.69 6.5 258 25 Interruption / st Choice| S
gEFF‘/L"-j\;R @ | ©:Continuous-Light S
GERL......-BR 8.46 8.2 3.18 2.7 (™) Interruption / 2nd Choice %
GER..-CM 5.8 1148 | 405 238 ials (- @ Continuous/ 15t Choice | - o
GER...-DM 6.8 16.44 5.05 3.4 H Hard maten_als( i) b v O: Continuous / 2nd Choice| 'S
GER....EM 9.54 21.66 5.55 4.4 Hard materials (40HRC-) <
Dimension (mm) | Cermet| MEGA |PDCed  Carpide =
0 (@]
Insert Description TN6020|PR1225|PR1025 GW15 | Kw1o | Applicable | &
WIlB|Clre Toolholders o
Handed Insert shows Right-hand RIL/RIL/RIL/RILRIL @
GE%. 100-005A |1.00 (K 2K 2K 2K 3K ) [ 2K J
120-005A |1.20 0050 © ® © ® © ( JK A
125-005A [1.25/1.5(1.8 oo 0000 o0 ::ggnjtzsvm gg;
150-010A |1.50 0@ e e ee e o e
200-010A [2.00 000 e e e [ 2K J
- - GE% 100-005B |1.00 oo 0000 D0
120-005B |1.20 0050 © ® © ® O ( JK
125-005B |1.25 ( JK K K 2K 3K ( JKJ SIGE"L...B-EH G51
145-010B 145, |, oo 0000 e e SIGE“/L-"B-WH G52
. . LesaD=
150-010B |1.50 ocl/e/e/ee/ee ® ® (\GER B-WH-90 |G53
200-010B |2.00 00 6 oo (I
250-020B |2.50 0.2 (KK 2K 2K 3K ( 2K J o
2-edge 300-020B [3.00 1000 e e e e e %
)
GER 100-050AR |1.00 15|18 0.5 o o ([ J SIGER..A-EH |G51 (%
200-100AR [2.00 1.0 o o o SIGER...A-WH |G52
GER 100-050BR |1.00 0.5 o o o SIGER...B-EH
22|26 SIGER...B-WH
200-100BR |2.00 1.0 o [ J ([ J SIGER...B-WH-90 G51
GER 150-010CM |1.50 01 [ J [ J G52
4 200-010CM |2.00 ' [ J o SIGER...C-EH G53
I} 250-020CM |2.50| 2.5 | 2.7 o [ J SIGER...C-WH
300-020CM |3.00 0.2 O [ SIGER...C-WH-90
350-020CM |3.50 [ J [ J
GER 150-010DM |1.50| 3.0 01 ([ J [ J
200-010DM |2.00 ' [ J [ J
230-020DM (2.30| 3.2 ([ J o
iy 250-020DM [2.50| | 4.8 o |0 SIGER...D-EH
i 300-020013.00 02 o o
2 350-020DM (3.50| 4.5 ([ J [ J
400-020DM |4.00 ([ J [
= |GER 150-010EM |1.50|3.0 o o G51
0.1
: 200-010EM (2.00| 3.2 o ([ J
G s oy 250-020EM | 2.50 45 ol ol
2° A
e -
4 D - 155 0.2
400-020EM |4.00 ([ J o
LJ 450-020EM |4.50 6.5 ([ J o
older G reaker ooy sy 500-020EM |5.00| o |o
[ - Dimension B shows available grooving depth. | Recommended Cutting Conditions @& G54
® Comparison of Chip Control (Molded Chipbreaker) @ Comparison of Chip Control (Min. Bore Dia.:¢8)
SCM415 (Bore Dia. {16 SCM415
—_f (mm/rev) ( ) Evaluation - (mm/rev) Evaluation
Description 0.05 0.07 0.1 Description 0.02
SIGER1612C-EH | ¢ o - SIGER0808A-EH| @ ¢ < 1}
cerav-020cH(pr1czs) & o O | 9 R Good Chip Control} | 2 o 2 200-010A LR V
- B /) PR1025
Competitor A Insort Fracture | Unstable Chip Control ( ) oS
Width: 3mm { and biting \
c titor B T = Competitor C - q‘ ‘ Chipping
ompetitor W W \ ] B 3 Unstable Chip Control idth- A\
Width: 3mm é\(‘?_‘ @‘N | & and bilng WIdh: 2mm | sy
(Ve =100m/min, ap=2.0mm , Wet) (Internal evaluation) ( Ve=50m/min, ap=1.25mm, Wet) (Internal evaluation)
@ : Std. Item T e ]

i Inserts are 1
i sold in 10 piece boxes. | G49



Internal Grooving SIGE -

M Applicable Inserts e | O B
(mm) Py ® Classification of usage | o
Description A L H od o) @: Continuous-Light E
GE®....-C Interruption / st Choice| 75
GER..cR | o | 1148 405 | 28 o : Continuous-Light 2
= o Interruption / 2nd Choicel %
ot 6.8 | 1644 | 505 34 y @: Continuous / 1st Choice| 8
GER..-DR |y |ard materials (~40HRC) ® O O:Continuous /21 Choice| 'S
GE%....-E 9.54 | 21.66 | 5.55 4.4 Hard materials (40HRC~) <
Dimension (mm) | Cermet "é'g%f PWbCoaed|  Carbide ";;
Insert Description TN6020 PR1225/PR1025| GW15 | KW10 T'“pp"cab'e &
Wi B|Clre oolholders o
Handed Insert shows Right-hand RILIRIL|RIL|R|L|R|L %
GE%. 100-005C |1.00 o 00 060 o o o
120-005C |1.20 0.05 [ ) ( 2K 2K 3K 2K J
125-005C |1.25 T e e e ( JK 2K 3K )
140-005C |1.40 o [ J [ 2K 2K J
145-010C |1.45 ( 2K JK J [ 2K 3K 3K J
150-010C |1.50 (I 2K A 2K 2K 2K 2K SIGE"/....C-EH G51
n 170-010C |1.70/2.5|2.7 0.1 o [ ) [ JK 2K J SIGE"....C-WH G52
185-010C |1.85 e ® D0 SIGER...C-WH-90 |G53
195-010C |1.95 [ ) [ [ JK 2K J
200-010C [2.00 (I 2K K 2K 2K 2K 2K
@ 250-020C |2.50 o 00 0o o o o
300-020C (3.00 (2N AN AN K 2K 2K 2K 3K )
ol 2-edge 350-020C |3.50 00 eoeoo
3 GE?. 100-005D |1.00 005/ @ © @00 e e e
e 140-005D |1.40/2.5 e ( 2K 2K 3K 2K )
© 145-010D |1.45 o0 eo00 e
_— 150-010D |1.50 o e 0 o o o o o
External 170-010D |1.70 3.0 () o 0o 0o o o
185-010D |1.85| 0.10| @ ( 2K 2K J
Internal 195-010D [1.95 o [ 2N BN )
200-010D |2.00 o 00 0o o o o
Face 225-010D [2.25 4.8 o ( 2K 2K 2K 2K J SIGE"/....D-EH
230-020D [2.30 30 (I 2K A 2K 3K 2K 2K
250-020D  [2.50| ™ e 0 o o o o o
275-020D |2.75 o ( 2K 2K )
280-020D [2.80 0.20 [ ) ( 2K 2K J
300-020D |3.00 T o000 e e e e
GERB00-0200-400-020D 330-020D [3.30 45 o ( 3K 2K )
350-020D |3.50| ( 2K JK J [ 2K 3K JK J
400-020D (4.00 oo o o o o o
GEfL 100-005E |1.00|2.5 005@® © ®@ © ® ® & O G51
150-010E |1.50 o 00 0o o o o
170-010E |1.70 3.0 [ ) ( 2K 2K 3K 2K J
185-010E |1.85| 0.1 o ( 2K 2K )
195-010E |1.95 N ) ( 3K 2K )
200-010E [2.00 ( 2K JK J [ 2K 3K 3K J
225-010E [2.25|3.2 o @ [ 2K 2K J
230-020E |2.30 [ 2K 2K J ( JK 2K 3K )
250-020E [2.50 o000 o o o o
275-020E [2.75 6.8 [ ) [ ] (2K 2K J SIGE"....E-EH
280-020E [2.80|4.5 o ( 2K 2K 3K 2K )
300-020E [3.00 (I 2K 3 2K 3K 2K 2K
330-020E |3.30 0.2 [ ) [ ( 2K 2K J
350-020E |3.50 "o 0 e ( 2K 2K 2K )
400-020E |4.00/5.5 [ JK 2K J ( JK 2K 3K )
430-020E  |4.30 e o (I )
450-020E [4.50 [ 2K 2K J ( 2K 2K 2K )
460-020E (4.60|6.5 o [ J [ JK 2K J
2-edge 500-020E | 5.00 [ 2K 2K J (2K 2K 3K )
GER 200-100CR (2.00 1.0 ([ [ ([ ] SIGER...C-EH G51
Q 250-125CR (2.50(2.5 2.7 |1.25 ® ) () SIGER...C-WH  |G52
300-150CR [3.00 15 o (o o SIGER...C-WH-90 | G53
GER 200-100DR |2.00| 3.2 1.0 [ ) (] o
T = 300-150DR [3.00 45| 215 o o |0 SIGER..D-EH G5
I - Dimension B shows available grooving depth. I Recommended Cu“ing Conditions ®G54
AR Asn s ] @ : Std. ltem

i Inserts are 1
G50| sold in 10 piece boxes. |



l SIGE-EH Excellent Bar (with Coolant Hole)

Coolant Hole (¢d)

%] Fig.1

¢ Right-hand shown

:\‘/ 3

Coolant Hole (¢d)

=

Fig.2

””””” = : 3 Q
=y

Coolant Hole (¢d)

T ! )
=

Fig.3

it [a]
=

Coolant Hole (¢d)

Fig.5

Coolant Hole (¢d!

o
777“]]Fe Fig.4
7l
H

1612C-EH shank is 3 face cut type
(top, bottom and one side)

Coolant Hole (¢d)

””” o
=

L1

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

Fig.6

@ Toolholder Dimensions

Min Spare Parts
Std. " Dimension (mm) o
Descrivtion Bore Dia. § Clamp Screw| Wrench Applicable Inserts
P g T @l ®G49, G50
RIL| oA [eD| H|L1|L2| F | T|od =
g ~ DT
) GE?1100-005A~GE?.200-010A
SIGE?. 0808A-EH @ @ | 38 8 |7.2|100| 20 | 4.8 | 15| 3 |Fig.1|SB-2045TRN| FT-6 | - | Ep 00 0s0AR-GER200-100AR
1010B-EH @ |@®| 10 25 | 6.2 Fig.1 GE"100-005B~GE™.300-020B
1210B-EH @ |@®| 12 1019|125 30 | 7 2213 Fig.2 SB-2255TR | - | DT-7 | GER100.050BR-GER200-100BR
1412C-EH (@ (@ | 14 12 |11.4] 150 .33 | 8 4 |Fig:3 GE"100-005C~GE":350-020C
1612C-EH (@ | @ ) 20 | 85|25 Fig.4 | SB-2570TR | FT-8 | - | GER150-010CM~GER350-020CM
1616C-EH | ® | @ % 61175 160 36 | 9 5 GER200-100CR~GER300-150CR
GE?100-005D~GE":400-020D
2020D-EH (@ |@| 20 |20 | 19 [180| 40 (12145 | 5 |_ SB-3080TR |FT-10| - | GER150-010DM~GER400-020DM
Fig.5 GER200-100DR~GER300-150DR
2525E-EH |@ |@| 25 | 25 | 24 |200| 45 |15.6 GE7100.005E - GE" 500020
3232E-EH @ @ | 32 32 |30.4 22055 |19 |65 5 _ SB-4085TR |FT-15| - | CR150-010EM-GERS00-020EM
4032E-EH @ | @ | 40 250 | 45 | 23 Fig.6

‘ - Dimension T shows available grooving depth. Available Groove Depth: “B” Dimension of Insert. ‘

M Features

® Large chip pocket screw clamp toolholder design

enables excellent chip evacuation

Large Chip Pocket

Screw Clamp

® Cost effective chip control from a
molded chipbreaker

@ : Std. Item

Conventional Clamp

GER---M type

©® Cutting edge is free from

contact face

—‘- &
“ ® An 8mm minimum bore diameter with a 2-edge design

Contact face

|| Grooving ﬁ n

G51



Internal Grooving SIGE

/

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

Coolant Hole (¢d)

T R
/ Fig.1

4D

L2

L1

Coolant Hole (¢d)

4 %1 Fig.2

!,7! 4# -l= Coolant Hole (¢d)
//ll//- g1 Fig.3
2
g ®Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
e]
(G} ® Toolholder Dimensions
— — Min Spare Parts
External Std. Bore bia Dimension (mm)
e g . Applicable Inser
Description Draning Clamp Screw | Wrench pplicable Inserts
Internal ®G49, G50
. 2 o
R|L A D/H|L1|L2| F|T d =
Face $A e ¢ é ~ DT
— 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 - | D17 | GER100-050BR~GER200-100BR
1412C-WH @ @ 14 150| 50 | 8.7 Fig.2 GE".100-005C~GE%.350-020C
12 {114 25| 4 — SB-2570TR | FT-8 - | GER150-010CM~GER350-020CM
1612C-WH @ @ | 16 180 | 20 | 8.5 Fig.3 GER200-100CR~GER300-150CR

‘ - Dimension T shows available grooving depth. Available Groove Depth: “B” Dimension of Insert. ‘

® Applicable Insert & Rake Angle (o) after Installment of Insert

Toolholder Applicable Insert & Rake Angle (o) after Installment of Insert
Description Ground Chipbreaker o Molded Chipbreaker o
GE®.100-005A~GE®.200-010A o
SIGE". 0808A-EH | ;rpi00.050AR-GER200-100AR 5 ) )
1010B-EH | GE%.100-005B~GE%.300-0208B 50 B i
1210B-EH | GER100-050BR~GER200-100BR
1412¢-EH GE®.100-005C~GE¥350-020C
e N 1 100-005C~GE®350- o o
1612C-EH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1616C-EH
GE.100-005D~GE%.400-020D o o
2020D-EH GER200-100DR~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 | ;rri00.050AR-GER200-100AR o . )
1010B-WH
1210B-WH | GE%.100-005B~GE?.300-020B 50 ) i
1008B-WH-90 | GER100-050BR~GER200-100BR
1210B-WH-90
1412C-WH GE®.100-005C~GE?.350-020C
R ST | 1 100-005C~GE®.350- o o
:z;i?’v:VH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
-WH-90

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

@ : Std. Item
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For automatic lathe

Internal Grooving SIGE -

M SIGE-WH-90 (For Automatic Lathe) Carbide Shank Bar (with Coolant Hole)

*Dimension L3 shows minimum overhang length.

- See Page @ G52 for Applicable Insert & Rake Angle (c) after Installment of Insert.

Q Coolant Hole (¢d)
= : =
/ %::_‘ H Fig.4
L1
§/ Coolant Hole ((b\d)\;
— o ‘;
N ‘
= Fig.5
&) _=|
5= L
<> 1 g
¢ Right-hand shown Right-hand Insert for Right-hand Toolholder.
©® Toolholder Dimensions
M. Dimension (mm) Spare Parts
- Bore Dia. _|Clamp Screw| Wrench Applicable Inserts
Description Std. Drawing
D ®G49, G50
A |oD| H |[L1|L2|L3|F|T|¢d =
oA |0 0 P
SIGER 1008B-WH-90 [ ) 10 8 |72 25 5.6 " . .
90 |—| 15 |22 3 |Fig.4| SB-2255TR |  FT-7 | GER100-005B-GERS00-0208
1210B-WH-90 | @ 12 | 10|94 30 6.6 GER100-050BR~GER200-100BR
GER100-005C~GER350-020C =y
1412C-WH-90 [ ) 14 12 [11.4/ 90 | 35 | 15 |7.4|2.5| 3 |Fig.5| SB-2570TR FT-8 GER150-010CM~GER350-020CM S
GER200-100CR~GER300-150CR 8
G
I

® Applicable Sleeves

H/2, H1 10 25 = e o 10
& ?‘
- NS (> o
NERE=5:6)" I AREE
45
V7777777 2
§DE fffff [ g Y
N e B i el et E{
(Toolholder installation side) (Toolholder installation side) T R
Fig.1 Fig.2
. . Spare Parts
Dimension (mm) S P Wi h
_ . crew renc Applicable Machine
Description Std. Drawing
Q Manufacturer
od1 | ¢D1|[oD2 | ¢d2 | H | H1 | L1 | L2 &
SHA 0820-120 [ ) 8 )
2 14 | 12 | 1 25( 12 - | Fig.1
1020-120 o w0 X 9 |925| 120 9 Eguro
SHA 0825.0-135 [ } 8 14 HS6X4P LW-3 Tsugami
1025.0-135 (] 10 | 25 14 | 24 |11.5| 135 | 17 |Fig.2 Citizen Machinery
1225.0-135 [ J 12 16
SHA 0819-120 [ 8 )
Sy ° 0 19.05| 14 | 12 | 18 |8.75| 120 | - |Fig.1
SHA 0820-120 (] 8 )
1020-120 ® | 0| 20|14 12 197192501200 - IFGT|eavap LW-3 Citizen Machinery
SHA 0825.4-120 [ 8 14
1025.4-120 [ ] 10 | 25.4 14 (244 12 | 120 | 17 |Fig.2
1225.4-120 [ ] 12 16
SHA 0822-125 [ ] 8 14 Star Microni
1022-125 ® | 10| 2 14 | 21 | 10 |125| - |Fig.1| HS6X4P LW-3 ar wieronics
Nomura DS
1222-125 [ ] 12 16
SHA 0823-120 o 8 14
1023-120 (] 10 | 23 14 | 22 |10.5|120 | 16 |Fig.2| HS6X4P LW-3 Nomura DS
1223-120 [ ) 12 16

* Length of ¢d1...45mm (All of SHA sleeves)

- Choose sleeves (¢d1) to meet with ¢D dimension of toolholder.
- Machine manufacturers in random order.

@ : Std. Item
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Internal Grooving SIGE

7

¢ Recommended Cutting Conditions (Ground Chipbreaker: GE".--A(R),GE".--B(R))

Recommended Insert Grades (Cuting Speed Ve: mimin) (1) f for Grooving (mm/rev)
Workpiece Cermet |[MEGACOAT [PVDCoated Catide| Carbide (2) f for Turning (mm/rev)
; Remarks
Material § § § = (8) ap for Turning (mm)
0 b b = GE®. 100~200-010A GE®L 100~200-010B
g & T x " 100~200-100AR ° 100-200-100BR | GE" 250~300-020B
% * % (1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Carbon Steel 50-80 5080 50.80 - (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(8)Max. 0.05 (8)Max. 0.05 (8)Max. 0.1
N * % (1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Alloy Steel 50-80 5080 50.80 - (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(3)Max. 0.05 (3)Max. 0.05 (3)Max. 0.1
* % (1)0.01~0.03 (1)0.01~0.03 (1)0.01~0.03
Stainless Steel - 5080 5080 - (2)0.01~0.03 (2)0.01~0.03 (2)0.01~0.03
(8)Max. 0.05 (8)Max. 0.05 (8)Max. 0.1 Coolant
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Cast Iron - - - 50‘5’80 (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(38)Max. 0.05 (8)Max. 0.05 (8)Max. 0.1
. (1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
A"‘&“wgm - - - 50‘500 (2)0.01-0.03 (2)0.02-0.04 (2)0.02~0.04
(3)Max. 0.1 (3)Max. 0.1 (3)Max. 0.2
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Brass - - - sojoo (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(3)Max. 0.1 (3)Max. 0.1 (3)Max. 0.2

' Grooving %

* Use PVD coated grade or carbide for turning with edge width 1mm. (GE%.100-005A / 100-005B)

4 Recommended Cutting Conditions (Ground Chipbreaker: GE":---C(R),GE".--D(R),GE".--E)

% 1st Recommendation ¥¢: 2nd Recommendation

Recommended Insert Grades (Cuting Speed Vez miin) (1) f for Grooving (mm/rev)
MEGA| PVD ’ (2) f for Turning (mm/rev)
rmet . | Carbi =
. Cerme COAT |Coated Cartice Carbide (3) ap for Turning (mm)
Workpl_ece GEYL 100-200-010C [GEY. 250-350-0200 Remarks
Material < 0 0 o 200-100CR 250-300-150CR
External § E E S [GEY 100-145010D|GEY. 150-195-010 |CET 200-2800200 GETL 3004000200
O
Internal = o & GEY. 100010E  |GEY 160-195010E | CE™t 200-2B010E | ey 9 330,090 GEY. 350-430-020F | GE. 450-500-020E
(1)0.03~0.08 | (1)0.03-0.08 | (1)0.04-0.09 | (1)0.04~0.09 | (1)0.05-0.12 | (1)0.05-0.12 | (1)0.05~0.12
Face Carbon Steel | 1,40 602\1' 0 60?17 ol - (2)0.03-0.08 | (2)0.03-0.08 | (2)0.04-0.09 | (2)0.04~0.09 | (2)0.05-0.1 (2)0.05~0.1 (2)0.05~0.1
(@)Max.0.3 | (IMax.03 | (3Max.03 | (3)Max.03 | (IMax.05 | (3Max.05 | (3)Max.05
(1)0.03~0.07 (1)0.03~0.07 (1)0.04~0.08 (1)0.04~0.08 (1)0.05~0.1 (1)0.05~0.1 (1)0.05~0.1
Alloy Steel |, 00733 60 60520 607}1’20 - (2)0.03~0.1 (2)0.03~0.1 (2)0.04~0.08 | (2)0.04~0.08 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
(8)Max. 0.3 (8)Max. 0.3 (3)Max. 0.3 (8)Max. 0.3 (8)Max. 0.5 (8)Max. 0.5 (8)Max. 0.5
(1)0.03~0.07 | (1)0.03-0.07 | (1)0.04-0.08 | (1)0.04~0.08 | (1)0.05~0.1 (1)0.05~0.1 (1)0.05~0.1
Stainless Steel 702%’30 60~*1'1 0 60??1 ol - (2)0.03~0.1 (2)0.03~0.1 (2)0.04~0.08 | (2)0.04~0.08 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
(3)Max. 0.3 (3)Max. 0.3 (3)Max. 0.3 (3)Max. 0.3 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 Coolant
(1)0.03~0.08 | (1)0.03-0.08 | (1)0.04-0.09 | (1)0.04~0.09 | (1)0.05~0.12 | (1)0.05~0.12 | (1)0.05~0.12
Cast Iron - - - 60:‘1‘00 (2)0.03~0.08 | (2)0.03-0.08 | (2)0.04-0.09 | (2)0.04~0.09 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
(3Max.03 | (3Max.03 | (3Max.03 | (3Max.03 | (IMax.05 | (3Max.05 | (3Max.05
) (1)0.05~0.12 | (1)0.05-0.12 | (1)0.05-0.15 | (1)0.05~0.15 | (1)0.08~0.15 | (1)0.08-0.15 | (1)0.08-0.15
Aluminum *
Alioys - - = 1500500 | (20.05-0.12 | (20.05-012 | (2)0.05-0.15 | (2)0.05-0.15 | (20.08-0.15 | (2)0.08-0.15 | (2)0.08-0.15
(3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (2)Max. 0.8
(1)0.05~0.12 | (1)0.05-0.12 | (1)0.05-0.15 | (1)0.05-0.15 | (1)0.08~0.15 | (1)0.08-0.15 | (1)0.08~0.15
Brass - - - 100‘5250 (2)0.05-0.12 | (2)0.05-0.12 | (2)0.05-0.15 | (2)0.05-0.15 | (2)0.08~0.15 | (2)0.08-0.15 | (2)0.08~0.15
(3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8

G54

* Use PVD coated grade or carbide for turning with edge width 1mm. (GE%.100-010C / 100-010D / 100-010E)

¢ Recommended Cutting Conditions (Molded Chipbreakers: GER---CM, GER---DM, GER---EM)

% 1st Recommendation vs: 2nd Recommendation

Recommended Insert Grades (Cuting Speed Ve: mimin)

(1) f for Grooving (mm/rev)

' Cermet ggﬁé Coaid\éélujbide Carbide (2) f for Turning (mm/rev)
Wﬁ;'?g;%ﬁe S 2 0 o (8) ap for Turning (mm) Remarks
8 ‘l: ‘O_ E GER 150~200-010CM | GER  250~350-020CM
E E E (0] GER 150~200-010DM GER 230~250-020DM | 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 | (1)0.03~0.12 | (1)0.04~0.12 | (1)0.05~0.12 | (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel - 60:‘;60 60?1760 - (2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3Max. 1.0 | (3Max.15 | (3Max.15 | (3Max.1.5 | (3Max.1.5 | (3)Max.1.5
(1)0.03~0.1 | (1)0.03~0.1 | (1)0.04~0.12 | (1)0.05~0.12 | (1)0.05~0.12 | (1)0.05~0.12
Alloy Steel - 60:’§40 60?1?40 - (2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1 Coolant
(3)Max. 1.0 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5
(1)0.03~0.08 | (1)0.03~0.08 | (1)0.04~0.08 | (1)0.05~0.1 | (1)0.05~0.1 | (1)0.05~0.1
Stainless Steel - 60’};10 60?_\\:10 - (2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.1 | (2)0.05~0.1 | (2)0.05~0.1 | (2)0.05~0.1
(3)Max. 1.0 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5

% 1st Recommendation Y¢: 2nd Recommendation




GIvV

Insert for Small Dia. Internal Grooving )

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

(mm)
Description A L b Classification of usage P @mmnwm L O
GV7..SS |36 9 |30 M Siaess Stee @ s
GVAL...S 401 11 | 4.0 | @ : ConnwousLight Iteruption st Choioe E r(\l:;-sf:r:;?:Meta\s : °®
GV A 40| 12 | 5.0 () * Continuous-Light Intemuption  2nd Choice S [Ttanium Alloys ° °
T : ——| @ : Continuous / 1st Choice Hard matorials .
GVR/L"'B 45115 155 O : Continuous / 2nd Choicel H  [roHRC) S ) Applicable
GV*i...C 58|21 |65 (40HRC-) Toolholders
Dimension (mm) Cermet ’gg% Coai(}éa%ide Carbide| PCD
Insert Description wl B TN90 TC40NTC60MPR1225PR930| KW10 KPD010
re
Handed Insert shows Right-hand R I— R I— R I— R |— R I— R I— R I—
GV®L  100-020SS | 1.00 [ ) [ ) [ X 2K J [ I )
125-020SS | 1.25 o ) o0 e (D)
S 23 02/gl 119! [ie e glar | cviss
. P 250-020SS [ 2.50 [ o o006 00
, P A= 300-020SS [ 3.00 [ ) 000 oo
V L e E GV7. 100-020S | 1.00 e o006 000000
[ 125-020S [1.25 o IO ) [ e e
=0 145-020S_|1.45 o o000 o o oo GV 1S
185-020S | 1.85/ 2.3/ 02|[]| @/®@/®@ @® @® e ® GIV¥.--1SE
200-020S | 2.00 o o006 000000 L E@
250-020S [2.50 o 010 o0 e e
tedge 340-020S |3.40 ® 0o [ J o ( 2K J
GV7. 100-020A [1.00 o 000000000 @
125-020A |1.25 o o0 01000 e e 2
145-020A |1.45 o o000 000 oo GIVIL--1A S
185-020A 185/ ,, (, ® @000 [/0 00 060 GIVY.---1AE O
200-020A |2.00 o000 0000000 GIVIL- 1AW | ===
250-020A |2.50 [ eo/e0 /000 (0 t
300-020A |3.00 [ o0 0O [ ()
. 340-020A |3.40 o 010 ) [ e
B GV7. 145-020B |1.45 o8 [ 0000000 oo
< w2003 185-020B |1.85] < [ 0000 [ o GIV*L---1B
L 200-020B |2.00 00000000000 GIVAL---1BE
IjED 230-020B [2.30 ,,, 0000000000 GIVAL---1BW
250-020B [2.50| °“| 0.2 | @ 000000000
280-020B |2.80 ) o0 000 [ [ GIV?.---2B
340-020B | 3.40| 4.2 O IO ) [ [
400-020B | 4.00 o o000 © o 0o GIV7L---2BW
GV7. 280-020C |2.80 45 o[ o000 000 () GIV*L---1C
300-020C |3.00| 00000000000 GIV*i---1CE
340-020C |3.40 5.5 o [ K 2K 3K 3K 3K 3K 3K 3K 3K GIVAL---1CW
400-020C [4.00(°° | 02(@|(1/® ©® ©® ©® ©® 0 e GIVL.--2C
430-020C |4.30 o 0000 [ e GIV7.---2CE
460-020C |4.60 6.3 e [[]e o ( JK J A
oo '500-020C | 5.00 1 e eeeeeeeee GIVT.--2CW
GVAL  145-020A |1.45 [ J GIVA.---1A
200-020A |2.00| 2.3| 0.2 () GIVAL---1AE
B_ 300-020A |3.00 w0 | GIV---1AW
4 £ GV 200-020B |2.00 ® |GIVY--1B
T e 003 ——————32 GIVA.---1BE
_ W 250-020B |2.50 0.2 () GIVAL---1BW
I\ 9 300-020B |3.00| 4.2 MTO, | GIVRL---2B[]
GV7. 300-020C |3.00| 4.5 02 wo| | GIVR.---1C[]
T-edge 400-020C |4.00| 5.5| MTO GIVFL---2C[]
5 GV7. 200-100AR|2.00 1.00 o o000 o0 GIVAL---1A
- Eo som 250-125AR[2.50| 2.3 [1.25 e o o o GIVFL---1AE
) : /ﬂ% 300-150AR | 3.00 1.50 o o o o GIV7.---1AW
SN GV7. 200-100BR | 2.00| 3.2(1.00| @ D) o [ 0 GIVAL---1B[]
Yy M| 300-150BR | 3.00/ 4.2 1.50 @ o (o [ 0 GIVFL---2B[ ]
‘. Dimension B shows available grooving depth.\ Recommended Cutting Conditions @ G106
See Page for Applicable Toolholders & G57
@®:Std.ltem
[J: Deleted from the next catalogue i Inserts are 1 CBN & PCD Inserts are :

I
I
MTO : Made to order i sold in 10 piece boxes. ] sold in 1 piece boxes. ] G55



Small Dia. Internal Grooving Toolholders [GV Insert]/

CN r %I
N ) Fig.1
H ]
L1
NI | \ e]
% 1 2 Fig.2
e = [ )
e ‘ H
[ -
! Shows top edge H—r
shape of GIV%.1620-1A .
(No jaw part under Insert) ‘ a Fig.3
/| =
H
L1 ‘
¢ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

| GlV-E Excellent Bar

L1
|
Shows top edge !
shape of GIV#.1612-1AE H o Fig.4
(No jaw part under Insert) ! S U= 9
g, 777777 i % “ 1 H
£ ~ ‘
° &) ] \Hi
o ‘ | ]
| |
o gt e .
| S l = Fig.5
I
External ‘
| ¢ Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
Internal
Face M GIV-W carbide Shank Bar

L2

%
\
717 &) Fig.6

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

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

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

G56

Insert Description ® G55 Rake Angle (o)
Toolhfnlqer General Grooving | Full-R Grooving TN90,TC60M
Description TC40N | PR930,PR1225
(Square) (Round) KW10
GIV7....1SS GVFL100~300-020SS - 10° 15°
GIVF....1S GV#.100~340-020S - 10° 15°
GIV7....1SE GV®.100~340-020S - 3° 8°
GIV7....1A(C]) | GV?.100~340-020A |GV%.200-100AR~300-150AR|  3° 8°
GIVA...1B([]) | GV¥.145~250-020B |  GV%.200-100BR 4 o
GIV7....2B([ 1) | GV%.280~400-020B GV*®300-150BR
GIV¥....1C((]) | GV?.280~340-020C - 5 .
GIV7....2C([]) | GV%.400~500-020C -

* GIV, GIV-E and GIV-W are designed to set the cutting edge height 1mm above the center height. (0.5mm for GIV#.1612-1AE)




GIvV

® Toolholder Dimensions

Min. : : Spare Parts ]
Std. Bore Dia. Dimension (mm) = Clamp Set Wrench ﬁ E
Description = & g2
U Ca R S 5
RIL|¢A|oD | H [L1|L2 F| T gg 3
<C
GIV7. 1216-1SS (@@ 12|16 | 15[150| 20 |6.0| 22 Fig.1| CPS-4V - -
1420-1S @®® 142019 [150| 24 [7.0] 22 Fig.1| CPS-5F - -
1620-1A @®@@® 16 20|19 160| 28 |8.0| 22 Fig.2| CPS-5V - -
2025-1B o0 Note ) D 8 )
et o 20 2523180 35100 0" Fig.2| CPS-5V - -
2532-1C 00 25 200 | 43 |12.5 Fioo
3232-1C @® 32 32|30 22|52 [16.0] 345 '9:
4032-1C @@ 40 250 | 43 |21.0 Fig.3
2532-2C oo 25 200 | 43 |12.5 Fio2 i CPS-6v i LW-3
3232-2C @®® 32 | 32|30 22| 52 |16.0| V455 '9:
4032-2C ®® 40 250 | 43 |22.2 Fig.3
GIVRL 1412-1SE @®® 14|12 |11.4/150| 18 | 7.7 | 1.7 Fig.4| CPS-5F - FT-15 -
1612-1AE  |@/@| 16 | 12 [11.4[150| 19 [ 82| 22 Fig.5| CPS-5V - FT-15 - G55
2016-1BE o0 20 |11.2| Neeh D 8 .
2016-2BE  |@/@ 20| 6192 180 g 17| neagp | iG5| CPSSV - FT-15 -
2520-1CE  |@|@® 25 | 20 | 19 [200| 25 |14.5] Neoi45
3225-1CE  |@|@ 32 | 25 | 24 [220| 24 |17.5| Nen45
4032-1CE  |@|@ 40 | 32 | 31 [240| 29 |21.0| V745 _
2720-2CE |@|® 27 | 20 | 19 |200| 25 [16.2 Fig.5 i CPS-6v i LW-3
3225-2CE  |@|@ 32 | 25 | 24 |220 | 24 |18.7| Ne455
4032-2CE  |@|@ 40 | 32 | 31 [240| 29 |222
GIV7. 1616-1AW (@ @ 16 | 16 | 15 |175| 48 [10.6] 2.2 Fig.6| CPS-5V - FT-15 -
2020-1BW @@ Note ) D 8 .
2020-2BW @@ 2°| 20| 1922060 146/ 0" Fig.6| CPS-5V - FT-15 -
2525-1CW |0 @ Note3) 4.5 )
o50500W |@@ 25| 25|24 (260 70191}, Fig.6 - CPS-6V - LW-3

‘ - Dimension T shows available grooving depth.‘

Note 1) GV%.200~250-020B Insert can be used up to a Groove Depth 3.2mm.
Note 2) GV.300~400-020B Insert can be used up to a Groove Depth 4.2mm.

Note 3) GV?.340-020C Insert can be used up to a Groove Depth 5.5mm.

Note 4) GV*430~500-020C Insert can be used up to a Groove Depth 6.3mm.
Note 5) GV7.300~400-020B Insert can be used up to a Groove Depth 3.8mm. (When using GIV%.2016-2BE)

Note 6) GV7.340-020C Insert can be used up to a Groove Depth 4.7mm. (When using GIV%.2520-1CE)

Note 7) GV%.340-020C Insert can be used 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

|| Grooving % n
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External

Internal

Face

G58

Internal Shallow Grooving Toolholders -

> 20
Lo N
@?}( | I
&77, _ il =)
I JL <
q—{ N '/ LL; H© e
=] ; - i I
E A\ ' —
1] Tc] Pa— - "
4 o
//1 \44/ L1
*Right-hand shown ’ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

Spare Parts
Std. |, Dimension (mm)
Bore i Clamp Set Wrench .
Description Applicable Inserts
p . ®G6~G8
RILI¢A|oD| H L1 |L2| F | T
KIGBA%.  3525-16 (0] 25 | 23 [220| 30 |17.5/ 2.8 LGBA-16%S| FT-15 GBA32' type
4032-22 ( J(J 32 | 30 |250| 30 |23.0|3.0 LGBA-22%4S FT-15 GBA43'% type

*Dimension T shows the distance from the toolholder to the cutting edge.
Available Grooving Depth depends on the insert.
KIGBA®L 3525-16: Dimension B of the applicable insert (GBA32 type)
4032-22: Dimension B of the applicable insert (GBA43 type)
1. 2.0mm (Dimension B < 3.0mm)
2.3.0mm (Dimension B = 3.0mm)

- Clamp Set : LGBA-OOLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.

©® Rake Angle (o) after Installment of GBA type

GBA32F/.000-000 GBA437/.000-000 GBA43%,.000-000R (Full-R)
o Insert Grades o Insert Grades o Insert Grades Full-R Description
TN620, TN90,PV7040,PR930 -9° KBN510, KBN525 e TN620,TN90,PV7040,PR930 050R~150R
+1° PR}1<'-|D-||:)5,F>R1K2;%F>R905 PR1115,PR1215,PR905
001, 010 TN620,TC40N,TN90,PV7040
+1° |PR930,PR1115,PR1215,PRI05 TN620,TN90,PV7040,PRI30 | 540
KPD001, KPD010 +5° PR1115,PR1215,PR905
+11° KW10 LT KW10 KW10 050R~200R
@ Rake Angle (o) after Installment of GBA-GM type @ Rake Angle (o) after Installment of GBA-MY type
o Insert Description o Insert Description
+1° GBA43%.150-020GM GBA43%.175-020MY
GBA43%.175-020GM +6° !
+6° . GBA43%.350-030MY
GBA43%.265-030GM +5° GBA43%.400-040MY
| CPAMIA00030GH i a1 1 e
+3° !
GBA43%.400-040GM
o indicates the rake angle at the center of the
edge width, after installing insert.
@ : Std. ltem



Screw Clamp

Internal Large Dia. Shallow Grooving Toolholders [TG Insert]/

M KITG (will be switched to KIGBA @ G58)

*Right-hand shown l Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

Min. . . Spare Parts
Std. Bore Dia. Dimension (mm) Clamp Screw Wrench
Description )
RIL|¢A | ¢D| H [L1|L2| F V ]
=
KITG". 3525T-16 @ @® 35| 25|23 |220| 18 [17.5 SB-4TR -
4532T-22 @ ® 45| 32| 30 |250| 20 22.5 - GS-50 - LW-3

- Available Grooving Depth: KITG?.3525T-16=2.0mm, KITG“/L4532T-22=2.5mm‘

* KITG will be switched to KIGBA as an Internal Shallow Grooving Toolholder; however, it will continue to be sold as Internal Threading Toolholder (Dy27).
- GBA Insert cannot be installed to this toolholder.

B Applicable Inserts

. f . lassification of
(TG insert will be switched to GBA © G6~G8) Classification of usage
(mm) @ - Corinionel. ‘ .
> Continuous-Light Interruption / 1st Choice
™ Non-f Metal
Description A T ¢d - Continuous-Light Interruption / 2nd Choicel
TG32_ 9.525 3.18 4.5 Hard materials (~40HRC) @ : Continuous / 1st Choice
TG43_ 12.70 | 4.76 5.5 H  [Hard materials (@0HRC-) O : Continuous / 2nd Choice
=
Dimension (mm) Cermet 532
_ Applicable ]
Insert Description S 'a
P c TN60 Toolholders P
W | B | or S E
Handed Insert shows Right-hand re =
TG32%. 075 0.75
=G0 095 [0.95

General (Square)

]>

(Corner is Chamfered) » j 1 25 1 25
' \* g 145 |[1.45| 2.0 |CO.1

KITG%. ---16 G59

R L
O O
O O
@) ©)
©) O
4 150 |[1.50 O | O
175 1.75 O O
TG32 type (Corner is Chamfered) 200 2.00 O O
TG43%. 150 1.50 O O
175 1.75 O O
200 2.00 3502 O O
230 2.30 O O
A w *0.08 250 [2.50 O | O
' j% 265 [2.65 O | O
@ 2 280 2.80| 4.0 0.3 O O KITG%. ---22 G59

General (Square) 4‘ 300 3.00 ' O O
Comer B e0e) 330 3.30 O ©)
350 3.50 O O
400 4.00 5.0 O O
TG4z ype | 430 |4.30| |04 O O
450 4.50 O O

\- Dimension B shows available grooving depth.\ Recommended Cutting Conditions ©) G104

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

Change Insert Grade TN60 for TN90.

There are various types of GBA insert grades available dependent on the user's cutting condition requirements.
* Check the corner-R(re) of the insert when changing.

@ Std. Item |
O Check Availability

Inserts are
I sold in 10 piece boxes. )
S

|| Grooving @ n



Internal Grooving Toolholders >

/

Stable Machining with Excellent Chip Control and Smooth
Chip Evacuation

Excellent Chip Control with GMI Chipbreaker for Internal Grooving

Evenly breaks chips in various cutting conditions with newly designed chipbreaker geometry.
Good chip control even in finishing applications with small depths of cut.

Rear ramp
supports chip deformation.

Center geometry squeezes chipsand prevens @ Comparison of Chip Control (Internal evaluation)
chip clogging during high feed machining.

o0 BaR » - P

& & .{;\I a\‘\ -‘: \/\\/ \‘\I.l_f\;\@
n & D AGy Cvt \ \J'\‘\E'Y\@‘
& & e 5 T o

G\b_-l‘:'.s"c\ L e )) 0@\:@0)
GMI Chipbreaker Compemor A Conventional product F

Smooth chip control with stable chip shape
compared with Competitor A and Conventional F.
Prevents frequent machine stops caused by tangled chips.

Corner design stabilizes chip shape
during finishing and improves chip Front design stabilizes
breaking performance. chip shape during low
feed machining.

Smooth Chip Evacuation by Creating Chip Pocket

Smooth chip evacuation when grooving and finishing.

Cutting Conditions : Vc=100m/min, f=0.07mm/rev Toolholder : KGDIR3225B-3
Insert : GDM3015N-040GMI  Workpiece Material : SCr420

Grooving @

Cutting Conditions : Vc=100m/min

_ — o . . 5.4
(1)  ap=3mm, (2)(3) : ap=1mm, (4)(5) : ap=0.2mm

External =0.08mm/rev
— Toolholder : KGDIR3225B-3

Internal Insert : GDM3015N-040GMI o
SR Workpiece Material : SCM415 ©

Face ® Residual Chips (Internal evaluation)
60
Prevents

50 Chip () @ (1) (3 (4) o

9 Clogging < 25 o 2
T 40 - L LT B I .
©
D_: 30 ......
3 DOWN
g 20 ......

Improved chip evacuation

by innovative chip pockets. 10
oL N

KGDI  Competitor B Competitor C
Chips remaining in machined bore were greatly
reduced compared with Competitor B and C.

Low Cutting Forces and Stable Machining

GMI chipbreaker prevents chip clogging and reduces cutting forces.

® Comparison of Cutting force (Internal evaluation)
GMI Chipbreaker

1,200 1500 Stable machining with few
I I Resuttantforce  #51 [° Principal force Thrust force = . .
Z changes in cutting force.
G 1000 | ety
1,000 é
2
£ 500
s
800 ©
Z o
8 o o5 1 15 2 25
o . .
E’ 600 Cutting Time[S]
£
[}

0 Competitor D

1,500
Instantaneous increase of cutting

1,000 |- force due to clogged chips.

200

GMI Chipbreaker Competitor D

500

Cutting force [N]

Cutting Conditions : Ve=150m/min, f=0.1mm/rev Toolholder : KGDIR3225B-3
Insert : GDM3015N-040GMI Workpiece Material : SCM415 0o o5 1 15 2 25

Cutting Time[S]

G60



KGDI

W KGDI

Coolant Hole (¢ 6)

. Exit hole of coolant
*Right-hand shown

® Toolholder Dimensions

. . : : Edge Width Spare Parts
Std. Min. Bore Dia. Dimension (mm) W(mm) F—— Wreneh
Description oA
R | L with with | oD | H [ L1 | L2 | F | T |MIN.| MAX. / /
GMI cM S
K ) - . .
GDIY. 1816B-2 @ | @ 18 16 | 15 |150| 25 | 9.5 | 4.5 GS-50 i LW-3 i
2520B2 @ | © 25 = 20 | 18 |180| 30 |14.5| 6 |2.0|2.0
3225B-2 @ | © 32 25 1 23 (1200 40 | 19 | 7 - SB-5TR - LTW-20 %
KGDIY. 2016B-3 @ @ | 20 21 16 | 15 |150| 25 [11.5| 5.5 5550 ) LW-3 )
2520B-3 @ | © 25 26 20 | 18 (180 | 30 |14.5| 6 |3.0| 3.0 E’
3225B-3 @ | @ 32 88 25 1 23 /12001 40 | 19 | 8 - SB-5TR - LTW-20 §
KGDIY. 3225B-4 @ @ 32 40(34%) | 25 | 23 |200| 40 | 19 | 8.5 'R
4, : - - - - O
4032B-4 @ | @ 40 48(42%) | 32 | 29 |220| 50 |23.5| 11 0150 SB-5TR LTW-20
KGDI¥. 3225B-5 @ | @ 32 37(34%) | 25 | 23 |200| 40 | 19 | 8.5
4032B5 | @ | @ | 40 |45(427) 32 | 29 220 50 235 11 | >0|°0| - [SBSTR| - [LTW20
* Possible by slightly chamfering toolholder’s tip about 0.5 mm
[ | App||cab|e Inserts Classification of usage Oleéel o
@ : Continuous-Light Interruption / 1st Choice
© : Continuous-Light Interruption / 2nd Choice n @ O O
@ : Continuous / 1st Choice Applicable
O : Continuous / 2nd Choice o Toolholders
. . MEGACOAT|
- C MEGACOAT
Insert Description Dimension (mm) ermet|" o
W omasl '€ | M | L | H | TN620 |PR1535| PR1225 | PR1215
GDM 2013N-020GMI | 2.0 0.2/15(135/4.3| @ [ ] ([ ) @ |KGDI...-2
3015N-040GMI | 3.0 003 24(155/46| @ @ | @ | @ KGDI...-3
’ 4020N-040GMI | 4.0 0.4|3.4 ® ® ® O KGDI..4
5020N-040GMI 2043 @ ©® ©® O (Gcpr..a
— 1 5.0(0.04 4.4 KGDI....-5
5020N-080GMI 0.8 ® & o o b
GDM 3015N-150R-CM | 3.0 1.5/2.3|16.3|4.6| @ o o ® KGDI%...-3
+0.03
4020N-200R-CM | 4.0 2.0(3.3| 20 (] o o @® KGDIY....-4
5020N2508-CM | 5.0 200425 42|21 | | @ | ® | @ | @ |KGDI. 4
i ) : KGDI....-5
4 Recommended Cutting Conditions (Vc) 4 Recommended Cutting Conditions (f, ap)
Recommended Insert Grades (Cutting Speed Vc: m/min) Grooving Turning
Wl\(/l)::glge Chipbreaker| Cermet MES:SSAT MEGACOAT Remarks % g .- K W )
TN620 | PR1535 | PR1225 | PR1215 f__ﬁ H A \
(&} = ||
Garizan Sl 100%?220 80?\*1750 aolAz'oo 100%7200 | s e Ii’\lf
’u(:: Edge Width ;Eﬂ
Alloy Steel | 1 so%o | 7050 | 700 | eofeo coolant E e —— 5
] cM oolan = “ :-: 20
Stainless Steel 70??80 50‘550 eoﬁso eo?i?so 2 3 e [ o] i,
* S 2 |- [T
Cast Iron 100900 (% 01 O ion o o
% : 1st Recommendation ¥ : 2nd Recommendation
@:Std. ltem

Inserts are
sold in 10 piece boxes.



Internal Grooving Toolholders -

B KIGM-V (will be switched to KGDI® G60~G61)

Coolant Hole (¢6) oD

*Right-hand shown Exit hole of coolant

® Toolholder Dimensions

Std Hin Edge Width Spare Parts
" |Bore Dia. W (mm) Clamp Screw Wrench

Description
RILI¢A|[oD| H |L1|L2  F | T MIN.|MAX.| E’

Dimension (mm)

KIGM®. 2016B-3V 20|16 | 15 |150| 25 [11.5/5.5 GS-50 ) LW-3 )
2520B-3V ] 25|20 | 18 {180| 32 (14.5/6.0 3.0/3.0
3225B-3V ] 82 | 25 | 23 |{200| 40 | 19 | 8.0 - SB-5TR - LTW-20
3225B-4V [} 32 | 25 | 23 |200| 40 | 19 | 8.5
E@ 4032B-4V_ |][C]| 40 | 32 | 29 |220| 50 [23.5111.0 401501 - SB-5TR ) LTW-20
g [- Dimension T shows available grooving depth. |
£ .
¢ M Applicable Inserts e -
(% (mm) m Py ® Classification of usage
Description L H LJ o @ : Confinuous-Li i I
: : -Light Interruption/ 1t Choice
External GMM3015...V[] 15.5 : - Continuous:Light Interrption / 2nd Choice
GMMA4020...V[] %0 4.3 Hard materials (~40HRC) ol e (] Contlinuous/1st Cho?ce
Internal GMM5020...V[ ] H Hard materials (40HRC~) O : Continuous / 2nd Choice
, , g I PVD S
Face Dimension (mm) % §§ Coated Carbide %
O o S .
Insert Description ol Q| vl loluwl|lo %%mlg%%?s
— o o =
Wire | M| 28 2 2 2|2
FlS e aja | X
KIGM"L. 2016B-3V
GMM  3015-040V 30/04/23|O| OO OO O 2520B-3V
3225B-3V
4020-040V 401041330 |00 |0O|0O|O | KIGML 3225B-4V
Chip Contrl Orented 5020-080V | 5008 42 O| O[O0 O|0O|O 4032B-4v
KIGM. 2016B-3V
GMM  3015-150VR 3015123 | O | O OO0 |0 2520B-3V
3225B-3V
Chip Control Oriented 4020-200VR 40|20 33 O O O O KlGMR/L 3225B-4V
rath s 5020-250VR | 5.0 | 2.5 | 4.2 O O O 4032B-4V

- It is not recommended to use this for KIGM-V Internal Grooving Toolholders against GMM...V / GMM...VR Recommended Cuﬂing Conditions @ G107
which the front relief angle is 18°, because the relief angle of the insert used for GMM4020-04 toolholder is 10°.

iRy O : Check Availability

Inserts are : .
G62 :\ sold in 10 piece boxes. }I [[]: Deleted from the next catalogue



Top Clamp

Internal Large Dia. Deep Grooving Toolholders [GH / GHU Insert]/

M KIGH
= O0A L}
/ 1By e /D‘ ET T
@ g=5 /s
J, N 8 i s . (Min. Cutting Dia.)
\ o L2 Y — .
* ® H 1 < L1 \‘ | Iy
i . [:u ‘\\ - =~/
2 p \u\ 7 (Available Grooving Depth)
’—/—‘ i . —
e Right-hand shown d Fig. A

® Toolholder Dimensions

in, Spare Parts
Bore Dia. Clamp |Clamp Bolt| Washer Spring Wrench

Description Std.
AlD|HILI|L2IF|T . .,@/

Dimension (mm)

@0

KIGHR 4532B-4 @ | 45|32 | 30 |200 28.2
5540B-4 @® | 55|40 |38 |250| 27 |32.3| 12
6550B-4 @® | 65|50 |48 300 37.3 CGH-1L
4532B-5 @® | 45| 32| 30 |200 28.2
5540B-5 ® 5540 | 38 |250| 27 [32.3 12 HHeX25 | W-6 | SP6 | LWS
6550B-5 @® | 65|50 |48 |300 37.3
5540B-7 @® | 55|40 |38 |250 32.3
6550B-7 ® 65 50 48300 27 37.3 12 cGH-2L
- Dimension T shows the distance from the toolholder to the cutting edge. For the available grooving depth (t), ref. to "List of Min. Available Cutting Diameter and Groove Depth".
- Dimension L2 depends on the insert's edge width.
©® Rake Angle (o) after Installment of GH / GHU @ List of the Min. Cutting Diameter and Grooving Depth (Refer to Fig. A) 2
>
GHOOOO-0O0O GHUOO-00O - ) . . ]
o Insert Grades o Insert Grades Toolholder Description 60D (Min. Cutting Dia.) (%
-5° | A65, AGGN, PT600M KIGHR 4532B-O | o110 | 970 | 065 | 960 | 55 | 045
+5° TNQTOC@‘SOM - TNGO 5540B-O | ¢70 | ¢60 055 —
50 PR930 CR9025 6550B- O 965
KW10 Available Grooving Deptht(mm)[ 12 [ 115 | 11 | 10 | 9 |Unders
M Applicable Inserts o ificati
pp Py Classification of usage
@ O [ ] N ‘ !
@ : Continuous-Light Interruption / 1st Choice
Description : (%) ' Continuous-Light Interruption / 2nd Choice
GH4020- OO ~GH8020- OO | 20 . \,|Herd materials (40RO (] : gon?nuousj ;std E:Oi-ce
GHU OO - OO 20 Hard materials (40HRC~) Ole O Continuous/ 2nd Choice
Dimension (mm) | Cermet |28 Pv&%ﬁ’gfd (ig] Ceramic Aoolicabl
- = pplicable
Insert Description 2g|3/12/1818 2w z § Toolholders
W re ZZ2 o8 = © 83
FIFRIRSE| |=|<(<|F
GH 4020-02 0.2 [0 ([} o KIGHR4532B-4
402005 | “° 05 | Teje| @ eeee 34084
s 4520-02 45 0.2 [ J 6550B-4
S {\:ﬂ 452005 | * 0.5 ° -
£l o 5020-02 | . | 02 ee o @
I [ 5020-05 ) 0.5 Lo e eeeo
round Ciprester SP 992002 ;, | 02 L KIGHR4532B-5
5520-05 05 ° 554065
6020-02 6.0 0.2 ee e e 6550B-5
6020-05 ) 0.5 lee e ee o :
" 6520-02 | .. | 02 o
8% 6520-05 ) 0.5 [ J
giZCZL:L 702002 | | 02 | [ee @ @
(1=l T 7020-05 ) 0.5 lee e ee o
5| o 7520-02 75 0.2 [ ) KIGHR5540B-7
Ceramic 7520-05 ) 0.5 ‘ 6550B-7
Ceramic insert is above shape. 8020-02 8 O 02 D . . . .
' 8020-05 ) 0.5 Lo e @
8° GHU 40-20 40 | 025 |@ () KIGHR---OOOOB-4
v J gm{; L \&
% 50-20 5.0 0.30 @ ([
2 = J KIGHR---OOOOB-5
Molded Chipbreaker = @ 60-20 6.0 030 @ o

Recommended Cutting Conditions @ G104

@ : Std. ltem P R T—

I
. Inserts are
[]: Deleted from the next catalogue | . ; i
. sold in 10 piece boxes. ] G63



Grooving %

External

Internal

Face

Internal Grooving Toolholder / Internal Undercutting TooIhoIder/

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

\p L2 %)
. I\
/,» S~ 4—»‘
7 \)/ / /Y N
,./ {//]- \ ‘ \ \ ‘
| | :
' j @ - i
U2 e o
\\ ,./// | [
- »’II<7W L1
*Right-hand shown
M KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving)
o4
5 < | 7 \
4 < \ / }
- o g LG |17
O L2 H
L1
*Right-hand shown
®Toolholder Dimensions
Hin . . Edge Spare Parts
Std. Bore Dia. Dimension {mm) Width | Clamp Bolt | Wrench
Description
RIL|oA|¢6D|H L1 |2 F| T d MIN. |MAX. /
KIGM"/. 6540B-8 @ ® 65 40|36 300 41|41 |20 - 8.0/8.0| HH6X20 | LW-5
KIGMUR 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. \
i 0| e
M Applicable Inserts o | © Classification of usage
Description (") @) , ) ’ ’
@ : Continuous-Light Interruption / 1t Choice
GMM8030-080MW : (9 Continuous-Light Interruption / 2nd Choice
SHGRUOSUMG | 0 | 5 s o oTe O o 1 e
GMGA8030-400R Hard materials (40HRC~) e
B | E, 3 =
Dimension (mm) g Se |PVD Coated Carbide g - 2
o |3 &) 2 =
- Applicable | & 8
Insert Description 3 § © | 2| 8| o | Tooholders c‘g%
W | re| M E -4 2128 » 8
O | & ||| X S
<<
= o S
L NS GMM 8030-080MW | 8.0 | 0.8 | 6.0 ® 6 & o o
Chip Control Oriented @ T H
M Class
8& - re
G- GMG 8030-050MG | 8.0 |05 60| @ | @ o o o KIGML 8 qg,
a°‘ L ) ’ ' KIGMUR:--8
Sharp-Cuting Oriented / Precision Class ® 1) Itﬁ
Ground Chipbreaker
N GMGA 8030-400R 8.0 4.0|6.0 ([
Sharp-gﬂﬁlrﬁgiintédo/:r;ciiﬂgC\ass I:{t@

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 in 10 piece boxes. ;

Recommended Cutting Conditions ® G107

@ : Std. ltem



Internal Large Dia. Deep Grooving Toolholders [GIA Insert]/

|| Grooving % n

M KGIA
%#—1 Integral Type Fig.1
L %A %o
7 X e |
Mo —f—f——-—- - K= ——)1 )
fl — } Separate Type *\.L Ll Pe ‘ /‘é f Fig.2
N — N E =L L
® Right-hand shown k 200
® Toolholder Dimensions
Hin. : : Spare Parts
Bore Dia. Dimension (mm) © | Clamp |Clamp Bolt| Spring Wrench
Description Std. E =
oA oD | H [L1|L2| F| T a @
=
KGIAR 3232B-3 @ | 32 | 32 30.4/200| 45 [26.5 Fig.1
4332B-3 @ | 43|32 |30 200 - [26.3 10 Fiq.2 CGIA-3R
5140B-3 @® | 51|40 |38 |250| - |30.3 g
3232B-4 @ | 32 | 32 30.4/200| 45 [26.5 Fig.1 i .
4332B-4 ® | 43|32 30 200 - 26.3 10 cp| COIA4R | XIS SP-5 | LW-4
5140B-4 @® | 51|40 |38 |250| - |30.3 g
5640B-5 @® 56|40 |38 250 - [35.3 )
6650B-5 ® 66 50 48 250, - 40.3 10 Fig2| CGIA-SR
‘ ‘Dimension T shows available grooving depth. ‘
® Composition
Spare Parts Toolholder Blade Clamp Screw rench
pu!
Type 2 D Eln
Toolholder Description J g !
Integral Type| KGIAR 3232B-3 - - - -
4332B-3 KGIAR32H | BGIAR43-3
Separate Type 5140B-3 KGIAR40H | BGIAR51-3 SB-40140TR| FT-15
Integral Type 3232B-4 - - - -
4332B-4 KGIAR32H | BGIAR43-4
Separate Type 5140B-4 | KGIAR40H | BGIAR51-4 SB-40140TR| FT-15
5640B-5 KGIAR40H | BGIAR56-5
Separate Type 6650B-5 KGIAR50H | BGIARG6-5 SB-40140TR| FT-15
L App"cable Inserts (M |Stanless Steel | 8 : Classification of usage
y @ : Continuous-Light Interruption / 1st Choice
“ () - Continuous-Light Interruption / 2nd Choice
@ : Continuous / 1st Choice
Hard materials (~40HRC)| O | @ . . .
H Hard materials (40HRC-) O : Continuous / 2nd Choice
Dimension (mm) § §§
Insert Description ; (;N) Applicable Toolholders
Wilre | L | H|Z2E8
o
GIA 30 3.0 |0.20 ( MK J KGIAR ---3
25
40 4.0 |0.25 50 @ @ KGIAR ---4
Molded Chipbreaker 20° 50 5.0 |0.30| 30 ( X J KGIAR :--5

@ : Std. ltem

Recommended Cutting Conditions ® G105

_____________________

! Inserts are
% sold in 10 piece boxes.



Summary of Face Grooving -

M Face Grooving Dia. ¢D

Face grooving diameter (¢D) is the suitable
value for the initial grooving on the unprocessed
workpiece (Ref. to Fig.1).

\\4‘
T
oD min
OD max

B Caution for Face Grooving
1) When face grooving, the suitable toolholder depends on the length of the boss

Interference between
toolholder and boss Boss No interference between
toolholder and boss

| [vy]
o
@

External

2) Selection of Face Grooving Toolholder

Ii || Good
I_KFMSR

2020K70100-4

Internal
KF MSR2020K 701004 KFMSR2020KS070-4 KFMSRE0EOKISS0-4

Face

LN

AN

AR
O
(=]
(=)
-

iR
gj! Shape of below jaw Shape of below jaw
b B\

Shape of below jaw
KFMSR
T T T 2020K35504

Wider grooving (turning) should be performed from the outside inwards| ~ .Example of usage for the
face grooving toolholder.

3) Interference of Face Grooving Toolholder When face grooving,
e.g.) KFMSR2525M70100-4 KFMSR2525M70100-4 should

be between $70~¢100 for
grooving the outer diameter
at first. If the workpiece is
machined at a diameter $100
or ¢70, the jaw of toolholder
interferes with the workpiece.

"Interference under ¢70

Interference
more than 100

G66



M Small Dia. Face Grooving

B Small Dia. Face Grooving

‘J

M Small Dia. Face Grooving

06~

:
By
B

Type STW
External dia. of the groove (Min.) 06
Edge Width (mm) 0.5~2.0
Max. Grooving Depth (mm) 1.0~3.0
See Page G74
Type S..-STW
External dia. of the groove (Min.) 06 Tuin-Bars for Horizontal type
Edge Width (mm) 0.5~2.0
Max. Grooving Depth (mm) 1.0~3.0
See Page G74
Type STWS
External dia. of the groove (Min.) 06
Edge Width (mm) 0.5~2.0
Max. Grooving Depth (mm) 1.0~3.0
See Page G75 . .
Twin-Bars for Vertical type
08~
Type GFVS-AA
External dia. of the groove (Min.) 08
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 22
See Page G90
Type GFVT-AA
External dia. of the groove (Min.) 08 Ground Chipbreaker
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 2.2
See Page G90
¢5~! ¢8~
-
Type EZFG
External dia. of the groove (Min.) 05,06,08 L_
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 1.5~3.0 EZ Bars
See Page G70
-
Type VNFG
External dia. of the groove (Min.) 08 l v
Edge Width (mm) 1.0~3.0 :
Max. Grooving Depth (mm) 2.0~3.0 System Tip-Bars
See Page G72 L
-
Type HPFG
External dia. of the groove (Min.) 08 ——n
Edge Width (mm) 1.0~3.0
Max. Grooving Depth (mm) 2.0~3.0 2-Edge Tip-Bars
See Page G73 L

|| Grooving % n
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Summary of Face Grooving -

M Face Grooving (20~

Type GFVS
External dia. of the groove (Min.) 035~0150
Edge Width (mm) 2.5~6.0
Max. Grooving Depth (mm) 4.6~8.1
See Page G94

Molded Chipbreaker

Type KFTB
External dia. of the groove (Min.) 065~0250
Edge Width (mm) 4.0~5.0
Max. Grooving Depth (mm) 25~38 1
See Page G101

H ) Ground Chipbreaker
\
@ Ground Chipbreaker Ground Chipbreaker
o) Full-R
£
> .
o) Ground Chipbreaker
= Type GFV Full-R
© External dia. of the groove (Min.) 020~0150
 ee—— Edge Width (mm) 2.0~6.0
External Max. Grooving Depth (mm) 2.2~8.1
— See Page G92 Type GFVT
nierna External dia. of the groove (Min.) 035~0150
s Edge Width (mm) 2.5~6.0
Max. Grooving Depth (mm) 4.6~8.1
See Page G94
B KGDF Face Grooving ¢$25~ (G76~G89)
Type KGDF-Z
External dia. of the groove (Min.) ®50
Edge Width (mm) 3.0~5.0
| Max. Grooving Depth (mm) 15
| See Page G84
—
I
Type *KGDF * The separate type toolholders
External dia. of the groove (Min.) 025 can accept all the blades if
Edge Width (mm) 20~6.0 their hand is matching.
Max. Grooving Depth (mm) 6~32
See Page G80
e . 1\
Grooving and Turning Deep grooving and Turning High Feed Full-R
GM DM GH CM
A J
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M Face Grooving & Turning ¢25~

Type KFMS
External dia. of the groove (Min.) 025~0235
Edge Width (mm) 3.0~6.0
Max. Grooving Depth (mm) 13~32
See Page G938

Molded Chipbreaker

Type KFMS-8
External dia. of the groove (Min.) 0 54~$155
Edge Width (mm) 8.0
Max. Grooving Depth (mm) 25
See Page G100

-

i

Molded Chipbreaker Ground Chipbreaker Molded Chipbreaker
Full-R

|| Grooving % n

M Face Grooving (35~

Type GIFV
External dia. of the groove (Min.) 635~050
Edge Width (mm) 2.0~6.0
Max. Grooving Depth (mm) 2.2~8.1
See Page G102

Ground Chipbreaker Ground Chipbreaker
Full-R
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Small Dia. Face Grooving EZ Bars -

M EZFG
T
% Y fa—] T S
{ L B
= / = /
Z 2 i wElY L2 ‘
% , & L1 |
<
L3
= & » s
] Y T
N
Detail of edge
¢ Right-hand shown
® Dimensions
. External dia. of the groove (Min.) Dimension (mm) MEGACOAT | Applicable
Description _ Sleeves
0A WP re |[oD| H | L1 |L2|L3|F | T PR1225
EZFGR 050040-100 1.0 | +oo13 15 o
050040-150 5 15 0.05| 4 38450 12 |54 19 20 ° EZHO040..
EZFGR 060050-100 1.0 ‘oots 15 [}
pﬁa 060050-150 6 15 |po5| 5 |48|53.2] 15 |69 |24 | 25 ( J EZHO050..
060050-200 2.0 3.0 [ )
> EZFGR 080070-100 1.0 2.0 ( J
> 080070-150 15 | toom 2.5 [ )
o _— - ¥ |
3 080070-200 8 20 005| 7 681|642 25|79 34 2o °® EZHO070..
© 080070-300 3.0 ' D
—mmmmm==  [. Dimension T shows available grooving depth. |
External
e ©® Recommended Cutting Conditions
nterna Recommended
P InsertGrades | EZFGR050040-100 | EZFGR050040-150
_ _ (Cutting Speed Ve: m/min) | EZFGR060050-100 | EZFGR060050-150 | EZFGR060050-200
Workpiece Material EZFGR080070-100 | EZFGR080070-150 | EZFGR080070-200 | EZFGR080070-300| Remarks
MEGACOAT
PR1225 f (mm/rev)
Carbon steel / Alloy steel 30500 ~0.02 ~0.03 ~0.04 ~0.05
Coolant
Stainless Steel ~0.01 ~0.02 ~0.02 ~0.03
30~80
% : 1st Recommendation
& EZ Bars Identification System
EZ FG R 050 040 - 100
IR
 — R |
Symbol of EZ Bars Applications Insert Hand External dia. of the groove (Min.) Shank Dia. Edge Width
FG: Face Grooving R: Right-hand 050 : 5mm 040 : 4mm 100 : 1.0mm
060 : 6mm 050 : 5mm 150 : 1.5mm
080 : 8mm 070 : 7mm 200:2.0mm
300 : 3.0mm
““““““““““““ @ : Std. ltem

EZ Bars are
sold in 1 piece boxes.




@ Applicable Sleeves

Sleeve Applicable Insert for Internal Face Grooving
~ EZH-CT EZH-HP . Sleeve — Applicable Machine
e ot a9 | (Adjustable overhang length) S Shank Dia. EZFG HPFG Manufacturer
@ F25 ® F26 ¢D1(mm) ¢D(mm)
EZH 04012ST-80 EZFGR ...040-... - 4
- - 05012ST-80 12 |EZFGR...050-... - 5 (General purpose)
07012ST-80 EZFGR ...070-...| HPFG". 0807-... 7
EZH 04016HP-100 |EZH 04016ST-100 EZFGR ...040-... - 4
- 05016HP-100 05016ST-100 16 |EZFGR...050-... - 5 (General purpose)
07016HP-100 07016ST-100 EZFGR ...070-...| HPFG". 0807-... 7
EZH 04019CT-120 |EZH 04019HP-120 |EZH 04019ST-120 EZFGR ...040-... - 4
05019CT-120 05019HP-120 05019ST-120 19.05 |EZFGR ...050-... - 5 Citizen Machinery
07019CT-120 07019HP-120 07019ST-120 EZFGR ...070-...| HPFG". 0807-... 7
EZH 04020CT-120 |EZH 04020HP-120 |EZH 04020ST-120 EZFGR ...040-... - 4 Eguro
05020CT-120 05020HP-120 05020ST-120 | 20 |EZFGR...050-... - 5 _Tsugami
Citizen Machinery 5
07020CT-120 07020HP-120 07020ST-120 EZFGR ...070-...| HPFG". 0807-... 7 (General purpose) \
EZH 04022CT-135 |EZH 04022HP-135 |EZH 04022ST-135 EZFGR ...040-... - 4 o
Star Micronics £
05022CT-135 05022HP-135 05022ST-135 22 EZFGR ...050-... - 5 Nomura DS §
Tsugami =
07022CT-135 07022HP-135 07022ST-135 EZFGR ...070-...| HPFG". 0807-... 7 9 O]
EZH 04025.0CT-135 | EZH 04025.0HP-135| EZH 04025.0ST-135 EZFGR ...040-... - 4 Eguro —
05025.0CT-135 05025.0HP-135|  05025.0ST-135| 25 |EZFGR...050-... - 5  Tsugami
Citizen Machinery
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZFGR ...070-...| HPFG". 0807-... 7 (General purpose)
EZH 04025.4CT-120 | EZH 04025.4HP-120| EZH 04025.4ST-120 EZFGR ...040-... - 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 | 25.4 |EZFGR...050-... - 5 Citizen Machinery
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZFGR ...070-...| HPFG". 0807-... 7

-Choose sleeves (¢pd1) to meet with ¢D dimension of Face Grooving Inserts.
-Adjustment Pin cannot be installed to EZH-ST sleeves. To adjust overhang of the bar, please use EZH-CT/HP sleeves.
-Machine manufacturers in random order.
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Grooving %

External

Internal

Face

System Tip-Bars for Small Dia. Internal Face Grooving/

B VNFG (System Tip-Bars)

78
G,

OA

* Right-hand shown

L2 1

‘ L1

“1;}I ©;

(NB=0°) 25"# A |

. DlmenSIons Classification of usage : 8
@ : Continuous / 1st Choice [
O : Continuous / 2nd Choice 8 :
H Hard materials (~40HRC) | () O
Hard materials (40HRC~) S,ie Tagf)lfor
D pplicable
ing Di MEGA | P | ©
Face Grooving Dia. Dimension (mm) v s pcp Toolholders
oA COAT | p | 8
Description 5 -To
8 81285
MIN. [MAX.| W= | re H L1 L2 F T = S:’ = 00
o a | S
VNFGR 0810-10 1.0 20 o o0
0820-10 8 | oo 2.0 |005] 39 (296| 10 | 73| | @ ® o F32
0830-10 ) | (o0) |30 30 | @ ® o F33
VNFGR 0820-10NB 2.0 005! 39 | 206! 10 | 7.3 2.0 MTO|MTO
0830-10NB 3.0 ’ ’ ’ ’ 3.0 MTO|MTO

\ - Dimension T shows available grooving depth. \

©® Recommended Cutting Conditions

Recommended Insert Grades (Cuting Speed Ve: mimin)
MEGA |PVD Coated ;
- Carbide
. | COAT | Carbide VNFG0810 | VNFG0820 | VNFG0830

Workpiece Material in ° Remarks

8 2 2

I id Z

o = f (mm/rev)
Carbon steel / Alloy steel 30‘~A1'oo 30?*1700 ~0.02 ~0.04 ~0.05
Stainless Steel 2% 2050 ~0.01 ~0.02 ~0.03 |Coolant
Non-ferrous Metals })'0 ~0.04 ~0.06 ~0.08

! System Tip-Bars are :
sold in 5 piece boxes. A

% : 1st Recommendation ¥ : 2nd Recommendation

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

- Face grooving diameter 6A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.

@ : Std. Item
MTO : Made to order



Tip-Bars for Internal Face Grooving PSFG-S / HPFG

B PSFG-S (Tip-Bars) This insert will be switched to EZFG.
H
i oA T - 0
=== }L y 2 - I | | i
> R — 1 A
15° i ;er . = =
< 22 L2 L1
L3
— A7 i
15 }
! |
*Right-hand shown *_Le"

® Dimensions

Face Grooving Di PVD g
ace ffooving Lia. Dimension (mm) Coated |Carbide S 3
oA , 58
I Carbide > P
Description £ 3
PR930 | KW10 | g 8
MIN. | MAX.| W= | re oD H L1 L2 | L3 F T D s
R|L|R|L <
PSFG. 0810-20S 8 o |10 O|O0|0|0
0820-20S ©0) | (o) 20 (005 68 | 6.2 | 80 |255| 7 34 120 | OO0 0O F86
0830-20S 3.0 0|00 ]|0
[- Dimension T shows available grooving depth. | - Face grooving diameter GA MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
©® Recommended Cutting Conditions o
Recommended Insert Grades =
i i (Cutting Speed Vc: m/min) PSFG".0810 PSFG".0820 PSFG"1.0830 3
Workpiece Material | PvD Coated Carbide | Carbide Remarks 5]
PR930 KW10 f (mm/rev)
Carbon steel / Alloy steel 30‘500 ~0.02 ~0.04 ~0.05
Stainless Steel X -0.01 -0.02 -0.03 Coolant
Non-ferrous Metals ~'3A60 ~0.04 ~0.06 ~0.08

% : 1st Recommendation

M HPFG (Face Grooving / Small Dia.) This insert will be switched to EZFG.
See Page for Applicable Sleeves ® F29
;

o - T He O
g b &
g ]
Z , 2 A fiz] @f W 0=
% - | Detail of edge L2 bt

e — - N S e
1/

*Right-hand shown

® Dimensions

Face Grooving Dia. . . Insert Grades
Dimension (mm) : -
Description oA PVD C;i::c; ((D)arb|de C:‘ll'\t;;%e
MIN. | MAX. | W% | re | ¢D H L1 L2 | L3 F T R L R 0
HPFG". 0807-10 8 o 1 © (] [] []
-0.02
0807-20 ©0) | () 2 0.05 7 6.2 | 80 | 25 | 85 | 6.9 3 0] (] []
0807-30 3 O] (] []
‘ - Dimension T shows available grooving depth. ‘ - Face grooving diameter A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
@ Recommended Cutting Conditions
e e ] HPFGL HPFG.
Workpiece Material [PvD Coated Carbide|  Carbide 0807-10 0807-20 0807-30 | Remarks
PR930 KW10 f (mm/rev)
Carbon steel / Alloy steel 30'500 - ~0.02 ~0.04 ~0.05
Stainless Steel X : ~0.01 ~0.02 ~0.03 Coolant
Non-ferrous Metals - ;,Ao;o ~0.04 ~0.06 ~0.08
% : 1st Recommendation
O : Check Availability S

. Tip-Bars are :
[]: Deleted from the next catalogue | . 3
. sold in 1 piece boxes. ] G73



Small Dia. Face Grooving (Twin-Bars)/

B TWFG (Horizontal type)

Insert Grades

FaceeﬂngDm. Dimension (mm) | Angle [pCozed| S
L Carbide | S
i @ Description § o
F{; ; MNMAX, W | re | B | o |2| |2
get ¢ P o X
5| B . ITWFGL 050 0.5 1.0 15° o [ )
3 080 0.8 151 ' @ @
- 16 100 | g || 10 [ [
- - 125 1.25]0.05 | 2.2 [ ] [ ]
= e 150 @))% > o |®
e | eft-hand-shown % ;g 3.0 : :
|: Dimension B shows available grooving depth. | - Face grooving diameter GA MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
B STW (Square Shank for Horizontal type) (For right-hand toolholder for boring, See page F36.)
T
T
@ b
© QL i €
L1 Fig.1 L1 Ls Flo
_ B —
I E f=
| eft-hand-shown
2 @ Toolholder Dimensions
§ Dimension (mm) Spare Parts
5] Clamp Screw Wrench .
. : Applicable Inserts
— Ll St linl B L1 |L2|L3|F1|F2| T |F3|™ (@) & G74
External g
STWL 1010F-15 ® 10]10 10
el 1212F-15 | @ [12/12/%°| | [12 Fo
1212K-15 @ 12|12 1 '
Face 1616K-15 ® 16 16125 ° ET 3| - SB-3080TR LTW-10S TWFGL OOO
2020K-15 @® 20|20 o5 25 Fig.2
2525M-15 @® 25|25/150 32 o
\ - Dimension T shows the distance from the toolholder to the cutting edge. Available groove depth: "B" dimension of insert.
BS..-STW (Round Shank for Horizontal type) (For right-hand toolholder for boring, See page F36.)
T Q"

il

s
T
.‘b

lj‘ S— Al

L2

from the center

of toolholder to the tip of edge

Offset length from the center
of toolholder to the tip of edge

e | eft-hand-shown Fig.1
® Toolholder Dimensions
Dimension (mm) Spare Parts
Clamp Screw Wrench e en Y e
Description Std. oD1|oD2 | H |L1|L2|L3|T Drawing / S G74
S12F- STWL15 @ 12 11|80
S14H- STWL15 @ | 14 13 (100 ,
S15F- _ STWL15 ® [i5575 2° 15| 85 223 Fig 1
S16F- STWL15 @ | 16 18
S19G- STWL15 [ 19.05/18.5| 17 90
S19K-  STWL15 [ M : 120 SB-3080TR LTW-10S | TWFGL OQO
S20G- STWL15 [ ] 20 195/ 18 90
S20K- STWL15 [ ) 120 -3 Fig.2
S22K- STWL15 @® | 22 [21.5/20[125
S$25.0J- STWL15 @ | 25 [245/23[110/ 22
S25K- STWL15 @ 254 25 |23 (120

\ - Dimension T shows the distance from the toolholder to the cutting edge. Available groove depth: "B" dimension of insert.

_____________________

. |
1 Twin-Bars are |
G74 L sold in 5 piece boxes. ]

@ : Std. Item



B TWFGT (Vertical type)

B STWS (Square Shank for vertical type, L-shape)

Fusooitgl| . ) Insert Grades

g9 4 Dimension (mm) |Angle|pv coed | 2

N N - oA Carbiot?ee 8

o 2le Description 2 =

/ MINJMAX| W | r B | o |2 |2

g 5 % ¢ s E

TWFGTR 050 0.5 1.0 1.5° [ ] [ ]

080 0.8 151 @ @

, 100 | g |oo| 1.0 e |0

125 0 1.25 | 0.05| 2.2 [ ) [ ]

16 150 ((0)(*) 15 > @ |®

*Right-hand shown ;gg ;g 3.0 : :
[: Dimension B shows available grooving depth. | - Face grooving diameter OA MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.

20

F2

o . g !
- F I
LZP 1T
L1
i -
< I I[
*Right-hand shown !
® Toolholder Dimensions
Dimension (mm) Spare Parts
LD S Wrench Applicable Inserts
Description S\ B L1 | 2| L3 | F1|F2| T | Fa|™™® vu / 9 G75
STWSR 1010JX-15T @ 1010 16 10| 9
1212JX-15T @ 12/12]120 " | 12| 7
1616JX-15T | @ [16[16 20| - [16]/ 33| - | - | SB-3080TR LTW-10S | TWFGTR OQO
STWSR 1010F-15T @ 1010 85| 16 10| 9
1212F-15T @ 1212 12| 7
‘ - Dimension T shows the distance from the toolholder to the cutting edge. Available groove depth: "B" dimension of insert. ‘
@ Recommended Cutting Conditions (TWFG / TWFGT)
TWFGL050
R Insert
(gcuonTnmeggzgd"\s,z.r ,T(;’,rrf:rf)s TWFGL08O | TWFGL125 | TWFGL180
g ' TWFGL100 TWFGL150 TWFGL200
Workpiece Materia| F’VDCO’clled ) TWFGTR05O TWFGTR125 TWFGTR180 Remarks
Carbid Carbide | TWFGTR080 | TWFGTR150 | TWFGTR200
arbioe TWFGTR100
PR1025 KW10 f (mm/rev)
Carbon steel / Alloy steel| . ~0.02 ~0.03 ~0.04
Stainless Steel | X ~0.01 ~0.02 ~0.02  |Coolant
Non-ferrous Metals :SA;O ~0.03 ~0.04 ~0.06
% : 1st Recommendation
®: 5. e 5 e
% sold in 5 piece boxes. :

| Grooving %



KGDF Face Grooving -

M Features
® Separate type toolholder (toolholder + blade) and Integral type toolholder are available.
Adaptable to a wide range of face grooving applications by changing blades

\ Separate type toolholder

® 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 and GDFMS inserts are not applicable to KGD external grooving, cut-off and
KGDI internal grooving toolholders.

® Smooth chip control
For general purpose GM Chipbreaker, For high feed grooving GH Chipbreaker, For deep grooving DM Chipbreaker

B Advantages of Chipbreaker

-Toolholder
Top and bonom‘ profiles
of the part gripped

W Grip technology

(@]
c . . . . . .
S ‘ For general purpose GM Chipbreaker ‘ ‘ For high feed grooving GH Chipbreaker ‘ ‘ For deep grooving DM Chipbreaker
o
o
(3 - Smooth surface from . Gradually raised surface. - Concave part in middle - Concave part in middle
CE:LZ%:eng;;zé:: :,?r side " Keeps curling of chips - Dots jutted out center side Control chips upward. Enhances breaking of chips.
- — chips and maintains their in constant shape. Changes chip shape - Inflated inner surface
External evacuation direction constant. smoothly. ) ) o
/- Stable chip control during Enhances breaking of chips and maintains sy
e shoulder grooving. their evacuation direction constant. i

Internal

SEN
/

- Steep surface near the cutting edge

Constantly curled

chips. [

- Smooth surface up to the

far side standing wall

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

\- Flat cutting edge line

<>- Slope portion
Improves chip control. \
- Negative cutting edge line
Improvement of strong
edge.

- Curved lead edge
Keeps chips in constant shape.

Good chip control during shoulder grooving.

M Chip Control of GM Chipbreaker

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

® Face Grooving (¢62) ® Side Grooving @ Turning
—_ o = PR il | 2y
i i 8 B 0.8 %fﬂ?&g‘ T
ef 1) < ‘”—;‘ﬁ € 10 |E WA | R
L © — r— -
™ € T e R
3 . £ 05 g = )ﬁ
0.08 0.1 2 o5 | 3 g - U LA
g . b g i 0.2 L ____:_‘\\ _-\‘M 'H{—
Feed Rate f (mm/rev) § - : i Q\f\@ &
0.1 0.15 0.2 0.05 0.1 0.15
Feed Rate f (mm/rev) Feed Rate f (mm/rev)

B High precision edge preparation
» High precision molding technology with tolerance +0.03mm (Edge width 2, 3, 4mm types)

B Highly-reputed MEGACOAT technology

» Long tool life and high efficiency machining achieved by superior oxidation resistance and wear resistance.
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. GDFM / GDFMS Classification of usage - L - =
M ol ol .
e . , () 5}
@ : Continuous-Light Interruption / 1st Choice o
() * Continuous-Light Interruption / 2nd Choice .§ §
@ : Continuous / 1st Choice o 9
) ) ) Hard materials (~40HRC) 2e
O : Continuous / 2nd Choice | H il e % o
Dimension (mm) Cermet | MEGACOAT | ¢ 8
S
Insert Description W S 21 &8 =B =
P elmMm| L H g 2 88| <
Tolerance F | F ||
GDFM 2020N-020GM | 2.0 0.2|15|21 (3.9 e o o
= 3020N-030GM | 3.0 |+0.03|0.3|2.1 4.3 [ ] ([ ) [ ]
c
E 4020N-040GM | 4.0 o 3.1 e o o
e 4 ——
s 5020N-040GM e o o
= — 5.0 ——4.1| 20
3 5020N-080GM 0.8 45 e O o
<] +0.04
0] 6020N-040GM 60 0.4 50 e o o
6020N-080GM | 08| o o o
H GDFM 4020N-040GH | 4.0 2003 3.1 e o
£ Sy B 5020N-040GH | _ ' » o o
£ G 5020N-080GH | | [08| 2045 o o
2 +0.
> 6020N-040GH 60 0.4 50 ® O
g 6020N-080GH | 08| ® | @ |Gso
?
GDFM 3020N-030DM | 3.0 0.03 0.3|2.1 4.3 ® | ® | O Gs6
+0.
2 4020N-040DM | 4.0 1] e o o
2 5020N-040DM | 5.0 0.4 |4.1 45 o o o
o +0.04 —
s 6020N-040DM | 6.0 5.0 e o o
s GDFMS 3020N-030DM | 30 | = 03|21 43 e o o
Q +0.
> 4020N-040DM | 4.0 1) o o | o
o [
a 5020N-040DM | 5.0 0.04 0.4 |4.1 4.5 e o o
+0. [
t-edge B9 - 6020N-040DM | 6.0 50 o o o
GDFM 3020N-150R-CM | 3.0 0.03 1.5/2.1/20 43| @ ® ©o
+0.
« 4020N-200R-CM | 4.0 20/3.1] ° o o
© 5020N-250R-CM| 50 | |25 41 45| @ e o
+0.
6020N-300R-CM | 6.0 3.0|5.0|22 o e o
*GDFM40/50/60-CM differs from other descriptions in length (L) to avoid interference of a toolholder with workpiece. Recommended Cutting Conditions @ G88
@ Inserts Identification System
GDF||M| S |/30/[20||N|-|030| DM
| | | | | | | |
| Series | Tolerance Symbol [ | No. of edge Edge Width | [Insert Length| [Hand of Tool Corner-R(re) Chipbreaker Symbol
M: M Class | |(Nondication) : 2-edge 20 :2mm 20 : 20mm N: Neutral 020 : 0.2mm GM : Grooving and Turning
S: 1-edge 30:3mm 030 : 0.3mm DM : Grooving
: 040 : 0.4mm GH * High feed grooving
[ ) Chipbreaker Selection 150R : 1.5mm(Ful-R) | | CM: FulR

General purpose GM  For high feed grooving GH | (General purpose GM For deep grooving DM For high feed grooving GH ) ( General purpose GM

or or

Tough Edge Low Cutting Force Tough Edge

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

@ : Std. Item AR '
Inserts are

I I
0 sold in 10 piece boxes. 4

|| Grooving % n



Face Grooving Toolholders (Separate Typ%

B KGDF

@ Toolholder Assembly Identification

Unit Description Blade Toolholder
(Unit Description is not printed.) (Blade Description is printed.) (Toolholder Description is printed.)
Left-hand : KGDFL:--S Left-hand : KGDFL: - --C Right-hand : KGDR" - --C
® Left-hand shown ® Left-hand shown ® Right-hand shown
Right-hand : KGDFR- - -S Right-hand : KGDFR----C Left-hand : KGDL: - --C
® Right-hand shown ® Right-hand shown ® | eft-hand shown

- Right-hand Blade for Left-hand Toolholder, Left-hand Blade for Right-hand Toolholder.
- The Unit Description is not printed on the product. 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 screw (BH6X10TR), blade fixing screw (SB-60120TR) and wrench (LTW-25) which are included in the toolholder can be used.
3
<] Clamp Bolt Clamp Screw Wrench
O] (for Insert Clamp) (for Blade)
I

@)
External %//
Internal

BH6X10TR SB-60120TR LTW-25

Face

@ Face Grooving Toolholder Assembly Identification System

Hand of unit Toolholder shank size| | Toolholder Length Width Symbol of assembly toolholder
R : Right-hand 2020 : []20 X ! Special 21 2mm S : indicates the unit description
31 3mm
L : Left-hand 2525 : []25 :

—— o |

KGDF ||R|[2020] [ X|| 25 |-| 3 [[A]| S
I I ' —

Series External dia. of the groove (Min.) . X Grooving Depth
* For the maximum external diameter
KGDF Indicates the minimum external diameter | ~ which can be applied to the initial A 6~13mm 2-edge insert
Face Grooving suitable for the initial face grooving. face grooving (you can also use B:13~15mm (1-edge insert can also be used.)
; 1-edge insert), ref. to the MAX. -
25 - 25mm value of "Face Grooving Dia. ¢D" in g : 20-25mm 1-edge insert
. . > D ' 32mm
. the dimension tables of toolholders
235 * 235mm and blades.
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@ Face Grooving Dia. ¢D

Face grooving diameter (¢D) is the suitable value for
the initial grooving on the unprocessed workpiece

(Ref. to Fig.1).

Then, you can widen it up to the center towards the
inside (excluding the models listed in the right table)
and towards the outside according to machine limits.

@ Limit of Turning toward Center

Turning towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter.

Interference

Remaining Boss Dia. ¢d

Description ¢d (mm)

KGDF7. 2020X25-3AS . ) o
2525X25-3AS 2

KGDFY. 2020x254AS | . | | &
2525X25-4AS =

KGDF7. 2020X25-5AS | . 1 £
2525X25-5AS o

KGDF%. 2020X25-6AS 9 4 ] -
2525X25-6AS

e.g)

KGDFR2020X25-3AS with ¢25 as first cut towards the center, it will cause a rubbing with the

toolholder cartridge if ¢d is 4.0mm.

|| Grooving % n
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Face Grooving Toolholders (Separate Typ%

B KGDF
I
\
\
\
I
\
\
7 " ‘ L1
I
/ @ | o
| / — |
% | ‘
&) I 2 |
\
t e | e ) | < cpOllE: z
I
\
\
\
* Right-hand shown | e Left-hand shown
@ (Right-hand Blade and Left-hand Toolholder) ‘ (Left-hand Blade and Right-hand Toolholder)
© @ Toolholder Dimensions
£ = —
s} E|l E | E
(% 2EE \:/ Face _ o
g % g g Grooving Unit Description Std. Blade Description Toolh.old.er Dimension (mm)
= 2 < | Dia. oD(mm) (Standard Stock ®G87 Description
External % i i Description) ®G27
>
| | i ) < | MIN. |MAX. R|L Hi=h|H2 | H3 | B |[L1|L2|F1 | T
nterna 25 | 30 |[KGDFR 2020X25-2AS | @ | - |KGDFR -25-2A-C
30 | 35 2020X30-2AS @ | - -30-2A-C
Face 35 | 45 2020X35-2AS | @ | - -35-2A-C
6 | 45 | 60 2020X45-2AS | @ | - -45-2A-C 115/ 33 6
60 | 80 2020X60-2AS @ | - -60-2A-C
80 | 100 2020X80-2AS @ | - -80-2A-C
100 | 130 2020X100-2AS @ | - -100-2A-C |
[]20 13125 | 30 252B-C | KGDL2020-C | 20 |12|11.6/20 11836 24.517
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 No unit description = -45-2B-C
15 60 | 80 602B-C | 120/ 38 15
80 | 100 -80-2B-C
100|130 -100-2B-C
25 | 30 |KGDFR 2525X25-2AS | @ | - | KGDFR -25-2A-C
30 | 35 2525X30-2AS @ | - -30-2A-C
35 | 45 2525X35-2AS | @ | - -35-2A-C
6| 45 | 60 2525X45-2AS | @ | - -45-2A-C 140| 33 6
60 | 80 2525X60-2AS | @ | - -60-2A-C
80 | 100 2525X80-2AS | @ | - -80-2A-C
o 100 | 130 2525X100-2AS | @ | - -100-2A-C ’ |
0° 2 []25 13125 | 30 25-2BC | KGDL2525-C | 25 | 7 |11.6/25 14336 29.517
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 No unit description = -45-2B-C
15 60 | 80 602B-C | 145/ 38 15
80 | 100 -80-2B-C
100|130 -100-2B-C
25 | 30 KGDFR -25-2A-C
30 | 35 -30-2A-C
35 | 45 -35-2A-C
6 | 45 | 60 -45-2A-C 160| 33 6
60 | 80 -60-2A-C
80 | 100 -80-2A-C
- 100 | 130 . - -100-2A-C g ) |
[]32 13125 | 30 No unit description = 259B-C | KGDL3232-C | 32 11.6/ 32 16336 36.517
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
15 60 | 80 602B-C | 165/ 38 15
80 | 100 -80-2B-C
100 | 130 -100-2B-C

Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
2. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum
groove-depth of groove made by the 2-edge insert will be 18 mm.)

G80

Applicable Inserts @ G77
@ : Std. Item



@ Toolholder Dimensions

El = |E
=y £ E _‘i’ Face ) o
< E g | 5 | Grooving Unit Description Std. Blade Description Toolhf)lqer Dimension (mm)
£|3| ® | < DiaoD (mm) (Standard Stock G87 Description
8 % E g Description) ®G27
N o> 5
S @ | E[mN.max RIL Hizh [He|H3 [ B [L1]2]F1 ] T
25 | 30 |[KGDF. 2020X25-3AS | @ | @ | KGDFY. -25-3A-C
13[30 | 40 2020X30-3AS | @ | @ -30-3A-C 11836 13
40 | 50 2020X40-3AS | @ | @ -40-3A-C ]
50 | 65 2020X50-3BS | @ | @ -50-3B-C
15| 65| 85 2020X65-38S | @ | @ -65-3B-C 120/ 38 .5
(120 285 [110 2020X85-38S | @ | @ -85-3B-C__ | KGD'2020-C | 20 |12|11.6/20 045
110|145 2020X110-38S | @ | @ -110-3B-C ]
50 | 65 2020X50-3CS | @ | @ -50-3C-C
2265 | 85 2020X65-3CS_| @ | @ -65-3C-C 127145 |22
85 [110 2020X85-3CS | @ | @ -85-3C-C
25470145 2020X110-3CS | @ | @ -110-3C-C 130148 125
25 | 30 |KGDF7Y. 2525X25-3AS | @ | @ | KGDFY. -25-3A-C
1330 | 40 2525X30-3AS | @ | @ -30-3A-C 143 36 13
40 | 50 2525X40-3AS | @ | @ -40-3A-C ]
50 | 65 2525X50-38S | @ | @ -50-3B-C
15| 65| 85 2525X65-38S | @ | @ -65-3B-C 14l 38 5
0°| 3 125 '°[ 85 [110 2525X85-38S | @ | @ -85-3B-C | KGD'2525-C | 25 | 7 |11.6/25 205
110|145 2525X110-38S | @ | @ -110-3B-C N
50 | 65 2525X50-3CS | @ | @ -50-3C-C
22765 | 85 2525X65-3CS | @ | @ -65-3C-C 15245 |22 E@
85 [110 2525X85-3CS | @ | @ -85-3C-C
25410145 2525X110-3CS | @ @ -110-3C-C 15548 125] o
25 | 30 KGDFY. -25-3A-C S
1330 | 40 -30-3A-C 163 36 13 8
40 | 50 -40-3A-C |5
50 | 65 -50-3B-C
15/ 85 | 85 miislEe 16538, 15 T
132 '°[ 85 [110 No unit description = -85-3B-C | KGD'3232-C | 32 | - |11.632 36.5
110145 -110-3B-C L
50 | 65 -50-3C-C
2265 | 85 -65-3C-C 17245 |22
85 [110 -85-3C-C
25970 145 -110-3C-C 17548 125
13] 25 | 35 |[KGDFY. 2020X25-4AS | @ | @ |KGDF7. -25-4A-C 11836] [13]
35 | 50 2020X35-4BS | @ | @ -35-4B-C
50 | 70 2020X50-4BS | @ | @ -50-4B-C
15| 70 [ 100 2020X70-4BS | @ | @ 70-4B-C 120/ 38 .5
100 | 150 2020X100-4BS | @ | @ -100-4B-C
150 | 220 2020X150-4BS | @ | @ -150-4B-C
(120, [220] e 2020X220-4BS | @ | @ -220-4B-C | KGD'2020-C | 20 |12|11.6/20 045 |
35 | 50 2020X35-4CS | @ | @ -35-4C-C
50 | 70 2020X50-4CS | @ | @ -50-4C-C
70 [100 2020X70-4CS | @ | @ 70-4C-C
25900150 2020X100-4CS | @ @ -100-4C-C 130148 |25
150 | 220 2020X150-4CS | @ | @ 150-4C-C
220 | o 2020X220-4CS | @ | @ 220-4C-C
13] 25 | 35 |KGDF¥. 2525X25-4AS | @ | @ |KGDF7. -25-4A-C 14336] |13
35 | 50 2525X35-4BS | @ | @ -35-4B-C
50 | 70 2525X50-4BS | @ | @ -50-4B-C
15| 70 100 2525X70-48S | @ | @ 70-4B-C 14l 38 5
100 150 2525X100-4BS | @ | @ -100-4B-C
150 | 220 2525X150-4BS | @ | @ 150-4B-C
0°| 4 125 [220] o 2525X220-4BS | @ | @ -220-4B-C | KGD'2525-C | 25 | 7 |11.6/25 295 |
35 | 50 2525X35-4CS | @ | @ -35-4C-C
50 | 70 2525X50-4CS | @ | @ -50-4C-C
70 [100 2525X70-4CS | @ | @ 70-4C-C
25900150 2525X100-4CS | @ | @ -100-4C-C 15548) 125
150 | 220 2525X150-4CS | @ | @ 150-4C-C
220 | o 2525X220-4CS ([ @ | @ -220-4C-C
13] 25 | 35 KGDFY. -25-4A-C 16336] |13
35 | 50 -35-4B-C
50 | 70 -50-4B-C
70 [100 70-4B-C
15 500150 -100-4B-C 16538 |15
150 | 220 150-4B-C
(132 220 | o No unit description = -220-4B-C | KGD'4/3232-C | 32 | - |11.6/32 36.5| |
35 | 50 -35-4C-C
50 | 70 -50-4C-C
70 (100 -70-4C-C
25900150 -100-4C-C 17548 |25
150 | 220 150-4C-C
220 | o0 -220-4C-C
Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately. App'lC&b'e Inserts @ G77

2. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
@ : Std. Item
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Face Grooving Toolholders (Separate Type)/

@ Toolholder Dimensions

EEIE
3| S| E | 5| Fece i ipti Toolhold
< E g |5 | Grooving Unit Description Std Blade Description oofoiaer Dimension (mm)
x| 8| @ 2 Dia.oD (mm) (Standard Stock ®G87 Description
8 % Ry Description) ®G27
N> (] s
S| & | &[N max. RIL Hizh [H2|H3 [ B [L1[L2|F1 [T
25 | 35 |[KGDF. 2020X25-5BS | @ | @ | KGDFY., -25-5B-C
35 | 50 2020X35-58S | @ | @ -35-5B-C
50 | 75 2020X50-58S | @ | @ -50-5B-C
15[ 75 [115 2020X75-58S | @ | @ 75-5B-C 12038 15
115180 2020X115-5BS | @ | @ -115-5B-C
180 235 2020X180-5BS | @ | @ -180-5B-C
235 o 2020X235-5BS | @ | @ -235-5B-C L
20| 25 | 35 2020X25-5CS | @ | @ 25-5C-C 12543 |20
D20 (oot22 = 1%l S KGD2020-C | 20 |12[11.6/20 24.5
75 [ 115 2020X75-5CS (@ | @ -75-5C-C
25915180 2020X115-5CS | @ | @ -115-5C-C 13048 125
180 235 2020X180-5CS | @ | @ 180-5C-C
235 | o 2020X235-5CS | @ @ 235-5C-C N
75 |15 75-5D-C
115180 N -115-5D-C
32 180 1235 No unit description = 180-5D-C | 137|55 32
235 | o 2355D-C
25 | 35 |KGDFY. 2525X25-5BS | @ | @ | KGDFY. -25-5B-C
35 | 50 2525X35-58S | @ | @ -35-5B-C
50 | 75 2525X50-5BS | @ @ -50-5B-C
=3 15 75 [115 2525X75-58S | @ | @ -75-5B-C 145/38 15
s 115180 2525X115-58S | @ | @ -115-5B-C
S 180 235 2525X180-5BS | @ | @ 180-5B-C
1G] 235] o 2525X235-5BS | @ | @ -235-5B-C L
20| 25 | 35 2525X25-5CS | @ @ -25-5C-C 15043| |20
| — 35 | 50 2525X35-5CS | @ | @ -35-5C-C .
rers | 015025 o ag B S o G| KGD%2525-C | 25 | 7 [11625 205
o5/ 75 115 TEeln 155(48| |25
Internal 1151180 No unit description = -115-5C-C |
180 235 -180-5C-C
- 235 oo -235-5C-C L
75 | 115 | KGDF. 2525X755DS | @ | @ 75-5D-C
115180 2525X115-5DS | @ | @ -115-5D-C
32480235 2525X180-5DS | @ | @ 180-5D-C 16255 132
235 o 2525X235-5DS | @ | @ -235-5D-C
25 | 35 KGDF%. -25-5B-C
35 | 50 -35-5B-C
50 | 75 -50-5B-C
1575 [115 75-5B-C 165/ 38 15
115180 -115-5B-C
180 235 180-5B-C
235 | o 235-5B-C ]
20| 25 | 35 25.5C-C 17043|  [20]
(32 gg gg No unit description s 7:23:223 KGD%3232-C | 32 | - [11.6/32 36.5
75 [115 75-5C-C
25915180 15-5C-C 17548 125
180 235 180-5C-C
235 o -235-5C-C N
75 |15 -75-5D-C
115180 115-5D-C
32480235 180-5D-C 182155 |32
235 | oo -235-5D-C

Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
2. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of

groove made by the 2-edge insert will be 18 mm.)

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

Spare Parts
Clamp Bolt Clamp Screw
(for Insert Clamp) (for Blade) WAEE
Unit
Description
p @)
KGDF%.-S BH6X10TR SB-60120TR LTW-25

G82

Applicable Inserts @ G77

@ : Std. Item



@ Toolholder Dimensions

EEIE
21El £ % Face ) o
< E g |5 | Grooving Unit Description Std Blade Description Toolh.old.er Dimension (mm)
X 8| @ | < DiaoD (mm) (Standard Stock ®G87 Description
8 % Ry Description) ®G27
D\ o> ] =2
S & | €[ MmN [max. RIL Hi=h|H2|[H3 [ B (L1 F1 [T
25 | 35 |[KGDF. 2020X25-6BS | @ | @ | KGDFY. -25-6B-C
35 | 50 2020X35-6BS | @ | @ -35-6B-C
50 | 75 2020X50-6BS | @ | @ -50-6B-C
15[ 75 [115 2020X75-6BS | @ | @ -75-6B-C 120/ 38 15
115180 2020X115-6BS | @ | @ -115-6B-C
180 235 2020X180-6BS | @ | @ -180-6B-C
235] w 2020X235-6BS | @ | @ -235-6B-C ]
20| 25 | 35 2020X25-6CS | @ | @ 25-6C-C 12543 |20
20 2(5) gg gggggg:ggg : : 7:23:22:2 KGD'2020-C | 20 |12|11.6/20 245
75 [ 115 2020X75-6CS ([ @ | @ -75-6C-C
25915180 2020X115-6CS | @ | @ -115-6C-C 130148 |25
180 | 235 2020X180-6CS | @ | @ 180-6C-C
235 | o 2020X235-6CS | @ | @ -235-6C-C N
75 [115 75-6D-C
32 1 ;g ;gg No unit description = %};g:gg:g 137|55 32
235 | o -235-6D-C
25 | 35 |KGDF7Y. 2525X25-6BS | @ | @ | KGDFY. -25-6B-C
35 | 50 2525X35-6BS | @ | @ -35-6B-C
50 | 75 2525X50-6BS | @ | @ -50-6B-C
15[ 75 [115 2525X75-6BS | @ | @ -75-6B-C 145/ 38 15
115|180 2525X115-6BS | @ | @ -115-6B-C
180 | 235 2525X180-6BS | @ | @ -180-6B-C
235] o 2525X235-6BS | @ | @ -235-6B-C L
20| 25 | 35 2525X25-6CS | @ | @ -25-6C-C 15043| |20
0°| 6 [125 gg ig ggggggggg : : 7:23:23:2 KGD'2525-C | 25 | 7 |11.6/25 295
75 [115 -75-6C-C
2 1151180 No unit description = -115-6C-C | 15948 2
180 235 -180-6C-C
235 | o -235-6C-C ]
75 | 115 |KGDFY. 2525X75-6DS | @ | @ -75-6D-C
115180 2525X115-6DS | @ | @ -115-6D-C
32480235 2525X180-6DS | @ | @ 180-6D-C 16255 132
235] w 2525X235-6DS | @ | @ -235-6D-C
25 | 35 KGDFY, -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-6B-C
15[ 75 [115 75-6B-C 165/ 38 15
115180 -115-6B-C
180 | 235 -180-6B-C
235 | o -235-6B-C L
20| 25 | 35 -25-6C-C 17043 |20
(32 gg gg No unit description = 7:23:223 KGD%3232-C | 32 | - [11.6/32 36.5
75 [115 75-6C-C
25915180 115-6C-C 17548 125
180 235 -180-6C-C
235 o -235-6C-C L
75 [115 -75-6D-C
115 | 180 -115-6D-C
32480235 180-6D-C 182155 |32
235 | oo -235-6D-C

Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
2. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of

groove made by the 2-edge insert will be 18 mm.)

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

Spare Parts

Clamp Bolt Clamp Screw
(for Insert Clamp) (for Blade) DLEE
Unit
Description
p @D
KGDF.++--S BH6X10TR SB-60120TR LTW-25
@ : Std. ltem

Applicable Inserts @ G77

| Grooving %
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Face Grooving Toolholders (Integral Type)/

B KGDF-Z
) :
/ H o o
o —
g
|_ L1
. L2
[+2)
% P
J:Q < T
] .
| — 3
*Right-hand shown
@ Toolholder Dimensions
g = -
E 3
£ E f_; Face Grooving
E Q £ E Dia. 5 - Std. Dimension (mm)
= N o escription
S| 2 SE| ¢Dmm '°
© S %
o (=] < (]
2 = = MIN. | MAX R L |Hi=h| H3 | B | L1 | L2 | B | F1 | T
§ 50 | 65 |KGDF7. 2020K50-3B-Z ® ®
< 65 | 85 2020K65-3B-Z ® ®
© 120 85 | 110 2020K85-3B-Z e o | % 20 | 125 203
110 | 145 2020K110-3B-Z | @ ®
e 8 5 ™50 | 65 [KGDF7. 2525M50-3BZ | @ | @ 95 805 | 31 15
65 | 85 2525M65-3B-Z o ®
— 125 85 | 110 2525M85-38-2 | @ | @ | 25 | 150 253
Internal 110 | 145 2525M110-3B-Z | @ ®
] 50 | 70 |KGDF% 2020K50-4B-Z [ [
Face [120 70 | 100 2020K70-4B-Z o ® | 20 20 | 125 20.3
100 | 150 2020K100-4B-Z | @ ®
4 5 ™50 | 70 |KGDFY. 2525M50-48Z | @ | @ 9.5 305 | 31 15
(125 70 | 100 2525M70-4B-Z ® ® | 25 25 | 150 25.3
100 | 150 2525M100-4B-Z | @ [
50 | 75 |KGDF% 2020K50-5B-Z [ ®
20 75 | 115 2020K75-5B-Z [ ® | 20 20 | 125 20.3
115 | 180 2020K1155B-Z | @ ®
5 5 ™50 | 75 |KGDFY. 2525M505BZ | @ | @ 95 305 31 15
(25 75 | 115 2525M75-5B-Z ® ® | 25 25 | 150 25.3
115 | 180 2525M115-5B-Z | @ o
Applicable Inserts @ G77
@ Spare Parts
Spare Parts
Clamp Bolt Wrench
Description
KGDF.-2 HH5X16 LW-4

@ Toolholder Identification System (Integral Type)

KGDF || R | 2525 | M || 50 || 3| B | Z

Series Hand of Tool Shank Size Toolholder Length| |External dia.of the groove (Min))| | Edge Width| [Grooving Depth| |[Toolholder Type

KGDF Face Grooving R: Right-hand 2020 : []20mm K : 125mm 50 : 50mm 3 3mm B : 15mm | |Z:Integral Type
L : Left-hand 2525 @ []25mm M : 150mm : 4 4mm
115 © 115mm 5:.5mm

@ : Std. Item
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Face Grooving Toolholders (90° Separate Typ%

B KGDF

=

L3

L1

*Right-hand shown (Right-hand Blade and Right-hand Toolholder)

® Combination of Toolholder & Blade

Applicable Inserts @ G77

@ E g E Face @ E g E Face
2 |= | = | 3 |Grooving o Toolholder |Dimension 2|=| = | 3 |Grooving o Toolholder |Dimension
<|<2| 8 |5 Di Blade Description o <|<2| 8 |5 Di Blade Description o
<|E| & 2| De e Description | (mm) < 8| o |2 De ©G87 Description | (mm)
S| £ | g |¢D(mm) ®G27 S || £ | g |¢D(mm) ®G27
08 8% 08 8%
= B |2 |MNMAX] L1 | L3 S G| 2 |MNMAX] L1 L3
25| 30 | KGDFR -25-2A-C 13|25 35 | KGDF?/. -25-4A-C 52.7
3035 -30-2A-C 35|50 -35-4B-C
35]45 -35-2A-C 50|70 -50-4B-C =
6 |45|60 -45-2A-C 49.7 15 70 [100) -70-4B-C 54.7 'g
6080 -60-2A-C 100150 -100-4B-C ! <]
80 100 -80-2A-C 150220 -150-4B-C (O]
100130 -100-2A-C| [120 220 o -220-4B-C|KGDS"%.2020-C| 125
1209372530 -25:28-C |KGDSR2020-C| 125 755 3550 -35-4C-C —
30(35 -30-2B-C 50|70 -50-4C-C
3545 -35-2B-C o5 70100 -70-4C-C 64.7
45160 -45-2B-C 100150 -100-4C-C ’
156080 -60-2B-C 54.7 150220 -150-4C-C
80 [100) -80-2B-C o 220| -220-4C-C
o0°| 2 100[130) -100-2B-C 90| 4 13| 25| 35 | KGDF7. -25-4A-C 52.7
25| 30 | KGDFR -25-2A-C 35|50 -35-4B-C
3035 -30-2A-C 50|70 -50-4B-C
3545 -35-2A-C 15 70 [100) -70-4B-C 54.7
6 45|60 -45-2A-C 49.7 100150 -100-4B-C
60|80 -60-2A-C 1501220 -150-4B-C
80100 -80-2A-C []25 220| o -220-4B-C|KGDS".2525-C| 150
100/130 -100-2A-C| 35|50 -35-4C-C
1259372530 -25-28-C | \CDSR2525-C|150 5757 5070 -50-4C-C
30(35 -30-2B-C 25 70 100 -70-4C-C 64.7
35|45 -35-2B-C 100[150 -100-4C-C
15 45|60 -45-2B-C 547 150220 -150-4C-C
6080 -60-2B-C ’ 220| oo -220-4C-C
80100 -50-28-C Applicable Inserts @ G77
100[130 -100-2B-C| PP ®
25| 30 | KGDF#. -25-3A-C
133040 -30-3A-C 52.7
4050 -40-3A-C
50|65 -50-3B-C
15 65|85 -65-3B-C 54.7
[120 85(110 -85-3B-C |KGDS?/.2020-C| 125 |~ ™
110[145 -110-3B-C
50|65 -50-3C-C —
226585 -65-3C-C 59.7
85110 -85-3C-C . Right-
a0el 3 25 110145 110-3C-C 61.7 Toolholder : Right-hand
25| 30 | KGDF?. -25-3A-C
133040 -30-3A-C 52.7
40150 -10-3A-C Blade : Right-hand
50 |65 -50-3B-C e Right-hand
15 65|85 -65-3B-C 54.7
(125 85110 -85-3B-C |KGDS"%.2525-C(150 |~ ™ - KGDF 90° type is not available as unit (Toolholder + blade).
110[145| -110-3B-C Please purchase toolholder and blade separately.
50|65 -50-3C-C - Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
22 65|85 -65-3C-C 59.7 - The insert clamping screw (BH6X10TR), blade fixing screw (SB-60120TR) and wrench
85110 -85-3C-C (LTW-25) which are included in the toolholder can be used.
25 61.7
110145 -110-3C-C
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Face Grooving Toolholders (90° Separate Type) s

@ Combination of Blade & Toolholder

E|E|E E|lEI|E
2 |E| £ |E| Fae Dimensi 2 |E| £ |E| Fae Dimensi
= i imension = |5 i imension
£ E 8= Gr%?;/mg Blade Description Toolhf.:)ld.er & E 8= Gr%?;mg Blade Description Toolhf)ld.er
<|8| o |< D(mlm) S Description |  (mm) |8 |2 0 (m‘m) Description |  (mm)
IR @627 §|2| < |8 ®G27
015 8| 05 8|
2l @ = MIN.MAX] L1 | L3 g @ = | MIN.[MAX] L1 ] L3
25 | 35 | KGDF?. -25-5B-C 25| 35 | KGDF?/. -25-6B-C
35|50 -35-5B-C 35|50 -35-6B-C
50|75 -50-5B-C 50|75 -50-6B-C
15(75]115 -75-5B-C 54.7 1575115 -75-6B-C 54.7
115/180 -115-5B-C 115180 -115-6B-C
180/235 -180-5B-C 180235 -180-6B-C
235| o -235-5B-C 235| o -235-6B-C
20/25|35 -25-5C-C 59.7 20(25|35 -25-6C-C 59.7
[J20 g‘g ?g :gg:gg:g KGDS%.2020-C| 125 [J20 gg ?g :gg:gg:g KGDS#.2020-C| 125
75 [115 -75-5C-C 751115 -75-6C-C
25 115180 -115-5C-C 64.7 25 415/180 -115-6C-C 64.7
180/235 -180-5C-C 180235 -180-6C-C
235| o -235-5C-C 235| -235-6C-C
75 115 -75-5D-C 751115 -75-6D-C
115/180 -115-5D-C 115180 -115-6D-C
32 {80/235 -180-5D-C 7 32180235 -180-6D-C 7
20°| 5 235| o -235-5D-C 90°| 6 235| o -235-6D-C
25 | 35 | KGDF". -25-5B-C 25| 35 | KGDF?/. -25-6B-C
35|50 -35-5B-C 35|50 -35-6B-C
50|75 -50-5B-C 50|75 -50-6B-C
2 1575|115 -75-5B-C 54.7 15175115 -75-6B-C 54.7
g 115180 -115-5B-C 115180 -115-6B-C
e} 180|235 -180-5B-C 180235 -180-6B-C
(O] 235| -235-5B-C| 235| o -235-6B-C
20/25|35 -25-5C-C 59.7 20|25|35 -25-6C-C 59.7
— — 35|50 -35-5C-C 3 y 35|50 -35-6C-C B y
el 025  eo1og “S0.50.¢ [KGDS7.2525-C| 150 025 (55155 50.60.¢[KGDS7.2525-C 150
75115 -75-5C-C 75115 -75-6C-C
internal 25 1115[180 -1155C-C 647 25115180 -115-6C-C 647
180/235 -180-5C-C 180235 -180-6C-C
Face 235| « -235-5C-C 235| o -235-6C-C
75115 -75-5D-C 751115 -75-6D-C
115/180 -115-5D-C 115180 -115-6D-C|
32 {g0/235 -180-5D-C 7 32 11801235 -180-6D-C (AR
235| o -235-5D-C 235 o -235-6D-C
Applicable Inserts @ G77 Applicable Inserts @ G77
@ Face Grooving Blade Identification System
Hand of blade Width Blade Symbol
R: Right-hand 2:2mm 5:5mm C : Applicable to toolholder with
L : Left-hand 3 3mm 6 6mm suffix *-C"
I I I
I I
Series External dia. of the groove (Min.) Grooving Depth Description
. In_dicates th? minimum e’.‘“??“a' A 13mm 2-edge insert
KGDF Face Grooving g;igw\z;eg; suitable for the initial face B - 15mm (t-edge insert can also be used.) | Lot No.
25 : 25mm . inti ioti
. C : 20mm~25mm t-edge insert Example of printing of blade description
235 : 235mm D :32mm
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Face Grooving Blade -

@ Blade Dimensions

Face  |Edge
o Std. Dimension (mm) | Grooving Dia. Width| Applicable Inserts Toolhf)Icfer
Shape Blade Description Di(mm) [(mm) @G77 Description
¢ ®G27
R| L | L |T]/| A [MN|VAX| W
KGDFR 252AC | @ | - 25 | 30
-30-2A-C @ | - 30 | 35
-352AC | @ | - 35 | 45
-452A-C | @ | - 4435 6 45 | 60
-60-2A-C o | - 60 | 80
-80-2A-C @ | - 80 [ 100
-100-2A-C | @ | - 100 | 130
2528.C | @ | - 14735 13| 'S 25 (30| 2 |GDFM2020N-020GM
-302B-C_ | @ 30 | 35
-35-2B-C e | - 35 [ 45
-452BC | @ | - 45 [ 60
602B-C | @ | - [*935 15 60 | 80
-80-2B-C | @ | - 80 [ 100
-1002B-C | @ | - 100 | 130
KGDF. 253AC | @ @ 25 | 30
-30-3AC | @ | @ |47.35| 13 30 | 40
-403A-C [ @ | @ 40 | 50
50-3BC (@ | @ 50 | 65 GDFM 3020N-030GM
-1103BC | @ | @ 110 | 145 GDFMS 3020N-030DM E@
-50-3C-C 00 . 50 | 65 GDFM3020N-150R-CM
-65-3C-C ( BN Nas 65 | 85 o
853CC | @ | @ 85 [110 £
1103cC | @ @ % 110|145 3
KGDF. -25-4A-C | @ | @ |47.35] 13 25 | 35 ]
354B-C [ @ | @ 35 | 50 O
50-4BC (@ | @ 50 | 70
704BC__ O @ 70 [100| | GDFM 4020N-040GM
-100-4BC | @ | @ 9% 1° 100 150
150-4BC | @ | @ 1501220 GDFM 4020N-040GH
220-4B-C | @ | @ 3 [220] = | 4 |GDFM 4020N-040DM
ggzgg : : gg gg GDFMS 4020N-040DM
} 704cC ©  © 20 1100 GDFM4020N-200R-CM
-100-4c-C | @ | @ 0| ® 100 | 150 KGDYh -+ +-C
-150-4C-C | @ | @ 150 | 220
) 220-4C-C | @ | @ 220 =
< KGDFY. -25-5B-C | @ | @ 25 | 35 KGDS?,- -+ :-C
355B-C [ @ @ 35 | 50
-50-5B-C [ 3K ) 50 [ 75
-75-5B-C | @ | @ |49.35| 15 75 [ 115
-1155B-C | @ | @ 115180
18058C @ | @ 180 235 GDFM 5020N-040GM
Right-hand shown 2355BC | @ | @ 235 = GDFM 5020N-080GM
-25-5C-C ® | @ 5435 20 25 [ 35 GDFM 5020N-040GH
355C-C | @ @ 35 | 50
5050C | @ © 4 5075 5 |GDFM5020N-080GH
-75-5C-C [ K ) 5935 25 75 [ 115 GDFM 5020N-040DM
-115-5g-g : : : 115[180 GDFMS 5020N-040DM
-180-5C- 180 | 235
23550C @ | @ o5 o GDFMS5020N-250R-CM
-75-5D-C [ BN ) 75 | 115
-1155D-C | @ | @ 115|180
-180-5D-C | @ | @ 0035 32 180 | 235
235-5D-C | @ | @ 235|
KGDFY. -256B-C | @ | @ 25 | 35
356B-C [ @ @ 35 | 50
-50-6B-C [ 3K ) 50 [ 75
756B-C | @ | @ |49.35 15 75 | 115
aeeee 808 LS oo
-2356B-C | @ | @ 235 o GDFM 6020N-080GM
-25-6C-C ® | ® [54.35 20 25 [ 35 GDFM 6020N-040GH
356CC (@] @ 35 [ 50 )
50600 @ | @ 5 595 6 |GDFMG6020N-080GH
756C-C | @ | @ |0 o 75 | 115 GDFM 6020N-040DM
-115-6C-C : : ' 115 [ 180 GDFMS 6020N-040DM
-180-6C-C 180 | 235
235600 @ @ 255 o GDFM6020N-300R-CM
756D-C | @ | @ 75 [ 115
-115-6D-C | @ | @ 115|180
-180-6D-C | @ | @ |°03° % 180 | 235
-2356D-C | @ | @ 235 «

@ : Std. ltem
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Recommended Cutting Conditions -

¥ Recommended Cutting Conditions (Vc)

. Recommended Insert Grades (Cutting Speed Vc: m/min)| £
Workpiece ©
) Cermet MEGACOAT ic
Material 9]
TN620 TN9O PR1225 PR1215 o
* PAY * PAY
Carbon Steel 60~200 80~200 60~160 80~160
Alloy Steel It -
60~160 70~160 60~150 60~150 %
* PAY g
Stainless Steel - - 500120 s0.120 | ©
*
Cast Iron - - - 80~160
% 1st Recommendation <: 2nd Recommendation
@ Recommended Cutting Conditions (Feed Rate / ap) [Workpiece material: S50C]
Grooving Shoulder grooving (Side grooving) Turning
9]
X = ™
5 f
5 | [TC
[} 177 -
e S S
o I In the graph below indicates the most I In the graph below indicates the most - ap ‘
o recommended value of feed (f) recommended value of feed (f)
£
5 —
le) 8’ * 2mm width: Not available for turning
& | g9 T ~3.01
e | E 5T E E
-g ; sl ; E 20 W=5mm
[3+ £ K= o W=4mm
External o | & 31 3 ©
g = 2| = 1.0~ W=3mm ~
S |8 3
Internal 5 = | | | | i | 1 | | | I :
E 005 010 0.5 020 0.25 0.05 0.10 0.15 0.20 0.25 0.30 005 010 015 020 0.25 0.30
Face G} Feed Rate f (mm/rev) Feed Rate f (mm/rev) Feed Rate f (mm/rev)
S | -
2 | E £ £30
2 £ =
& | = z £
:"é: E % 220 —
S | B S ©
E = 3 W=5mm
£ | & | l l L l l l l l | L l l
8 005 010 045 020 025 0.30 005 0.10 045 020 0.25 0.30 0.05 010 015 020 0.25 0.30
% Feed Rate f (mm/rev) Feed Rate f (nm/rev) Feed Rate f (mm/rev)
2
(S P - ; . X 30k
=1 £ € 6f-—{ = B @0 - .
2| & s { | } E
= 5t "B "}
s | 3 = E20F
2| s R e i i Y
= = - «©
8 | 2 2 3| e 101
()] (] (]
P - <
g | & l l l l o | | | | | L
(=3 005 010 015 020 0.25 005 010 045 020 025 030 0.05 010 015 020 0.25 0.30
E Feed Rate f (mm/rev) Feed Rate f (mm/rev) Feed Rate f (mm/rev)
£ o 3.0
=) £ 3 T W=5mm
£ = = £ 2.0~
2| s s 2
Q 2 2 ©
o | = H 1.0
> o L I I |
O | w [ N N & L1
0.05 0.10 0.15 0.20 0.25 0.30 0.05 0.10 0.15 0.20 0.25 0.30 010 020 030 040 0.50
Feed Rate f (mm/rev) Feed Rate f (mm/rev) Feed Rate f (mm/rev)

@When shoulder grooving
- If ap is set smaller, set feed higher.
- If ap is set larger, set feed lower.

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 turning to less than 90% of those above.
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For Successful Machining with KGDF -

M Guide for Face Grooving

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

3) How to widen the groove (Plunge milling and Turning)
Start machining from the outside and then proceed to the inside.

Plunge milling (Grooving + Side grooving)

Turning

0

4) Guide for turning

A.When the cutting amount (ap) is
over 0.5 mm

(1) Perform Plunge milling.
(2) Return the cutting by 0.1 mm.
(3) Perform turning. (Ref. to Fig.1)

@ When widening the face groove width (Ref. to Fig.2)
Apply the “Step Turning”
Then perform finishing.

B. When the cutting amount (ap) is
under 0.5 mm

(1) Perform Plunge milling.

(2) Perform turning.

Machining without interruption is

possible. (Ref. to Fig.3)

|| Grooving % n
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Small Dia. Face Grooving Toolholders [GVF-AA Insert]/

B GFVS-AA

I
T |
NT |
’ - o E@J
N 0-\'&&5\'»\
° SR ‘ >
L2 g, RN %
o L1 & «0°
I - 00‘ & ‘ oL,
AN | Toyos, A
| ! ‘/Is, Q
I < | % %
%
|
I

*Right-hand shown o eft-hand shown

’ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

B GFVT-AA

Y —

L1 >
h o'\a-z‘?o/jﬁii‘ =
WS "
o2 G(ofi:‘ e ‘ T |
E@ 1 oo
g’ _ *Right-hand shown o eft-hand shown
§ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
G
® Toolholder Dimensions
—— : : Face Grooving Dia. Spare Parts
External Std. Dimension (mm) oD Clamp Set pR— roniioat Incert
L pplicable Inserts
Description
Internal
T RIL|H1| h (M3 B [L1|L2| F | T | MIN. | MAX. | 55— R
Face g
— | GFVS™L 2020K-08AA (@ ® 20 20 20125 25 8 oo GVFY100-005AA
5.5 18 ——2.2 CPS-5V FT-15 ?
2525M-08AA (@ @ 25 |25 251150 |32 0) | (0 GVF“300-005AA
GFVTHL 2020K-08AA (@ ® 20 |20 20125 25 8 oo GVF4100-005AA
5.5 14——2.2 CPS-5V FT-15 !
2525M-08AA (@ @ 25 |25 25[150 |32 0) | (o) GVF4-300-005AA

Note 1. \Dimension T shows available grooving depth. \
2.The value () of Face Grooving Dia. (D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o).
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

@ : Std. ltem
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Grooving Inserts -

. App"cable Inserts m : 8 Classification of usage
o @ - Coninuous-igh nemuption 15 Choce
GVFY, ectlon AA onferous Meas : © * Continuous-Light ermuption/ 21 Choice
L T . . .
200-...AA 4.3 12 4.5 H Hard materials (~40HRC) ™Y O g Contllnuous/1stC:o|lce
300-...AA Hard materials (40HRC~) - Continuous / 2nd Choice
; ; (%]
Dimension | | \cc)coar |PVD Coated| 0 B
(mm) Carbide . 52
Insert Description ppiEzelE | g
PR1225 | PR930 KW10 |Toolholders| & 2
W | B re b2 %
Handed Insert shows Right-hand R L R L R L =
re
S GVF?. 100-005AA | 1.00 ® o0 0 0 o
. B Wioo 22 005 GFVS'/z++-08AA 690
200-005AA | 2.00 | = .
I 9 ®© 66 066 0 :ivtam
el 300-005AA | 3.00 e 6 6 6 o o
[- Dimension B shows available grooving depth. |
- GVF%.---005AA inserts are not compatible with GVF.--.~OOOA (See Page G97) inserts because their Side Relief Angle is 10°.
@ Face Grooving Diameter of GFVS-AA (also GFVT-AA)
Face Grooving Dia.
Description oD Applicable Inserts @1t is available to infinity o in case of machining
MIN.IMAX. the first groove bigger than MIN.
GFVS* 2020K-08AA
L 2525M-06AA 8 | o '| GVFYa100-0G5AA ®\When machining towards the outer diameter
5 . ~ then there is no MAX. limit to the further groove machining.
GFVT'L  2020K-08AA| , | (_ \1" GYF.~300-005AA
2525M-08AA
®When machining the initial groove on the face at MIN. (¢8) ® When widening the groove width to inner diameter.
If the initial groove is made smaller than this, For machining up to the center of the workpiece regardless of insert width.

the toolholder interferes with the workpiece.

N\

06 (Boss Dia.)
(|)8 [External dia. of the groove (Min)]
¢8 [External dia. of the groove (Min.)]
SA\

| 92 (Boss Dia)

X ¢ﬁ[Ex|ema\ dia. of the groove (Min.)]

A
©

width to center)
width to center)

(Widening the groove
(Widening the groove

Installing GVFL100-005AA | Installing GVFL300-005AA

Installing GVFL100-005AA |Installing GVFL300-005AA

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

Recommended Insert Grades (Cuting Speed Ve: mimin)
MEGA |PVD Coated i Grooving Turning*
COAT Carb?daee Carbide
Workpiece Material o Remarks
N & =)
X 2 z f ap f
o = < (mm/rev) (mm) (mm/rev)
Carbon steel / * DAg
Alloy steel s0~100 | 50~100 0.01~0.05 | Max.0.5 | 0.01~0.05
Stainless Steel * * 0.01~0.03 | Max.0.3 | 0.01~0.02 |Coolant
50~80 50~80
Non-ferrous Metals ~:)o 0.01~0.08 | Max.0.5 | 0.01~0.08
* ap has to be set for less than corner-R(re) % : 1st Recommendation Y : 2nd Recommendation

when turning of edge width 1.0 mm (GVF7.100-005AA).

@ : Std. ltem |
1 Inserts are
% sold in 10 piece boxes.
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External

Internal

Face

G92

Face Grooving Toolholders [GVF Insert] -

B GFV

@H

.

I

:@
L2

| —

L1

GFV%2020K-201A
GFV%.2525M-201A
shows right figure

*Right-hand shown

k()
>N
Q) Oz/,QrOOV/
o % )/79 O’e
k 20 Y
20, 1 <
T A/@ag
%,
| N
s,

H1 |H3

L3

o eft-hand shown

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

@ Toolholder Dimensions
. . Face Grooving Dia. Spare Parts
Std. Dimension (mm) ¢Dg Clamp get e T
- pplicable Inserts
Jeserpien RILIH1| h |H3| B |L1|L2|L3| F | T |obf MIN.MAX 'g / Eiy @ e
(])D1 i | g g LW J
w FT
GFV7, 2020K-201A (@@ 20 21| _| 2012520 1925 20 GVFY.200-340-020A
2525M-201A |@ @ 25 26|55 25 150 23 | 22 | 32|22 40 | (12| | CPSBY FT-15 | GVFY,200-...-300-.. AR
GFV7. 2020K-351B [@ @[20 21| |20 125/28(26 25, GVFY,250-350-020B
2525M-351B |@ @ 25 26| |25/150 30|28 32| *° | 35 | 50 GVF¥.300-1508R
2020K-3528 (@ @ 20 21| [20/125 28(26|25 |, | °°|(25) (o) GVFY.400-490-0208
2525M-352B |@ @25 |26 | 2515030 |28 32| GVF,400-2008R
2020K-501B (@ @ 20 21| |20/125 28|26 |25, GVF.250-350-0208
2525M-501B |@ @ 25 26|, 25150 30|28 32| *° _ | 50 | 70 crsev | Lw.a | GYFILA00150BR
2020K-5028 @ @ 20 21|20 125 28| 26|25 |, . |*°|(25)| (o9) GVFY.400-490-020B
2525M-502B |@ @ 25|26 | 2515030 |28 32| GVFY,400-2008R
2020K-701B (@@ 20 21| |20/125 28|26 |25, GVF?.250-350-0208
2525M-701B |@ @ 25 26| 25150 30|28 |32|*° _ | 70 100 GVF¥.300-150BR
2020K-7028 (@@ 20 21| |20 125 28|26 /25| | |(25) (o) GVFY,400-490-020B
2525M1-702B |@@ 25 26| |25 /15030 28 |32 > GVF?,400-2008R
GFV7. 2525M-501C |@ @ 66/, /50 70 GVF7,350-450-040C
2525M-502C |@ @ s [81°01@9) (9) GVFY.500-600-040C
2525M-701C |@ @ 66/ 170 100 GVF7,350-450-040C
2525M-702C |@ @ 8.1"" | (25)] (c0) GVF7,500~600-040C
2525M1-1001C [@ @ 2° | 26 |9-°/25 15035 132 5 100|100/ 150 CPSBV | W4  GyFi350-450-040C
2525M-1002C |@ @ 35| 8.1 0)(25)| (0) GVFY.500-600-040C
2525M-1501C |@ @ 66,150/ 250 GVF7,350~450-040C
2525M1-1502C |@ @ 8.1 (25)| (o) GVFY500-600-040C

Note 1. [Dimension T shows available grooving depth. |

2. 0D1 shows toolholder head diameter to L3.
3.The value () of Face Grooving Dia. (¢D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity c).
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

Right-hand (R)

Toolholder

Left-hand (L)

Insert

Right-hand (R)

Insert

Left-hand (L)

i
©

]_

)

@ : Std. ltem



Integral Type Toolholder

@ Face Grooving Diameter of GFV
(1) e.g.) GFVAL----201A

Face Grooving Dia. | |t is available to infinity e in case of machining
Description oD Applicableririserts the first groove bigger than MIN.
MIN.| MAX.
GFV. 2020K-201A |"20 | oo*"| GVF¥200~2340-020A ®When machining towards the outer diameter then
2525M-201A | (12) (c0) [ GVF¥.200-...~300-...AR there is no MAX. limit to the further groove machining.

®When widening the groove width to inner diameter.

° - A
When machining the initial groove on the face atMIN. $20 Face groove diameter $D MIN. (12) is the limit; the toolholder interferes

If the initial groove is made smaller than this, the toolholder interferes with the workpiece. with the workpiece in case of smaller than ¢12.
Boss Dia. depends on insert width. The toolholder interferes with the workpiece when closer to the center.
£ 1 12 2 —131 % ‘
E 2 | g S s | 5L= i
E e - ? iz 7 |
e é ] <1< ~[e® % N
~ 3 £3 £%
Installing GVFR200-020A | Installing GVFR340-020A Installing GVFR200-020A | Installing GVFR340-020A E@
(2) e.g.) GFV™L.---351B/352B (same as GFV".----OOOB or GFV™L...-OOOC) o
Face Grooving Dia. §
Description ¢D Applicable Inserts 3
MIN.| MAX. ® |t is possible to widen the groove to infinity e when
GFVAL 2020K-351B GVF%.250~350-0208 machining the initial groove within MIN.-MAX. and —
2525M-351B!:35 | 50 | GVF?.300-150BR then widening to outer diameter.
2020K-352B | (25) | (o). | GVF.400~490-0208
2525M-352B | GVF%400-200BR
®\When machining the initial groove on the face at MIN. $35 ®\When machining the initial groove on the face at MAX. ¢50.
If the initial groove is made smaller than this, the toolholder interferes with the wofkpiéce: If the initial groove is made larger than this, the toolholder interferes with the workpiece.
Boss Dia: tepends on insert width. Boss Dia. depends on insert width.

m\\

= Z! é %

T |- % | g |3 o8 o3 /

8 ] - ol 2 wla Ll QO |
8% 8|o SE/ ‘“‘f«""%*/ Giga'% ‘
i<l s | G;Q@% H |

g2 8 o \ z £ \

i i) ; .i | jé & ;
Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B | Installing GVFR490-020B

®\When widening the groove width to inner diameter.
Face Grooving Dia. D MIN. ($25 Boss Dia.) is the limitation
regardless of insert width, even widening the groove width to
the center from the initial groove at D MIN. ($35) or ¢D MAX. ($50).
The toolholder interferes with the workpiece when closer to the center.
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Face Grooving Toolholders [GVF Inse

rt]/

B GFVS

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

I
|
I
- ‘ '
| Al
/ £ L2 o
T L1 o . I
- e |
. &, ! 1 RS
)
11— Q’%jégo T | T wqé’éoo
*Right-hand shown | el eft-hand shown
‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
. GFVT This toolholder can machine various face grooving diameters by replacing the blade.
I
|
u [Jo
Al o "
| | [l i
L1 I
1 F} ‘
T FaceG
‘ ooy
ws A% 7
\
2 - *Right-hand shown | eLeft-hand shown
£ ‘
8 ‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
O]
@ Selection of Toolholder & Insert
GFVS GFVT
Bxtenal | | 7o0holder|Right-hand (R) Toolholder| Left-hand (L) Toolholder|Right-hand (R) Toolholder| Left-hand (L)
Internal Insert | Left-hand (L) Insert |Right-hand (R) Insert | Left-hand (L) Insert |Right-hand (R)
Face o @ "
it O =e

G94

|._

‘_
.l

@ Combination of Base-Holder & Blade

Toolholder Description | Std. ... | Toolholder Description . . How to refer to the face
(Stamped below) R|L I D (Unit Description) Sy el s (Rt grooving toolholder and blade
SFR/L -351 B GFVSR/L2020K -351 B Toolholder description mark ~ Clamp Set Q: ThOUQh “GFVSR2525M-HC”
-352B | GFVT#.2020K -352B is marked on the face
GFVS%.2020K-HB (@ @ -501B -501B grooving toolholder, the size
GFVT?.2020K-HB |@® @ -502B -502B of cutting dia. is unknown.
-701B -701B How could it be found out?
-702B -702B A: Take off the blade.
SF7. -351B_| GFVSY.2525M -351B Descrfon o the lade i
-352B | GFVT?.2525M -352B sted o he back of the
N - N < blade. Using the description,
GFVS:/L2525M HB @@ 5018 5018 T~ check the description of the
GFVT?.2525M-HB | @ @ -502B -502B G toolholder in the catalog. If
-701B -701B s 7 “SFR-1001C” is integrated
L= L - description of the toolholder
-502C | GFVT?%.2525M -502C is “GVFSR2525M-1001C”.
-701C -701C
GFVS%.2525M-HC (@ |® -702C -702C
GFVT%.2525M-HC (@ @ -1001C -1001C
-1002C -1002C
e T e, Blace (Face sice)

- Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
- Installation of GFVT type is also pursuing example of installation of GFVS type.

@ : Std. ltem




Separate Type

@ Toolholder Dimensions

. . Face Grooving Dia, Spare Parts
Std. Dimension (mm) oD Clamp Set | Wrench Blade Bolt Applicable Inserts
Description (@ PN
RIL|IH1 h H3/ B |L1|L2| F| T MINJMAX. § / _' é$§’//// @ Go7

GFVS¥. 2020K-351B (@ @] 20|21 20[125/30|25] 5.1 SFY.351B GVF*250~350-020B
2525M-351B |@|® 25|26 2515013232 (4.6) | 35 | 50 GVF#300-150BR
2020K-352B (@ @|20 21| 20(12530(25| 5.1 (25) (%) SF?,-3595 GVF4400~490-0208
2525M-352B (@@ 25 |26 251503232/ (5.1) ' GVF%400-200BR
2020K-501B |@|® 20|21 20[125/30|25] 5.1 SFY501B GVF*250~350-020B
2525M-501B |@ @| 25|26 \|25[150/32|32| (4.6) | 50 | 70 | cos oy | Lwoa Hiiaxp | GYF#300-1508R
2020K-502B (@ @|20 21| | 20[12530(25| 5.1 (25) (%) SF7.-502B GVF4400~490-0208
2525M-502B (@@ 25 |26 251503232/ (5.1) ' GVF%400-200BR
2020K-701B |@|® 20|21 20[125/30|25] 5.1 SFY701B GVF%250~350-020B
2525\1-701B |@|® 25|26 2515032 |32 (4.6) | 70 | 100 GVF*300-150BR
2020K-702B (@ @20 21| 20[12530(25| 5.1 |(25)/(*) SF%.-702B GVF4400~490-0208
2525M-702B (@@ 25|26 2515032 |32 (5.1) ' GVF*400-200BR

GFVS". 2525M-501C @@ 8.1(6.6) 50 | 70 SF?,-501C GVF#350~450-040C
2525M-502C (@@ 8.1(8.1)|(25) | (c°) SF%.-502C GVF'500~600-040C
2525M-701C (@ @ 8.1(6.6) 70 | 100 SF.-701C GVF%350~450-040C
2525M-702C (@ @ 8.1(8.1)|(25) | (?) SF¥.-702C GVF500~600-040C
2525M-1001C @ @ 2° |26 (9-2/25/150 321321 e ool 150] CPS8Y | "W sku-t001c 412 | Gurusso-4s0-040C E@
2525M-1002C |@| @ 8.1(8.1)|(25) | () SF%.-1002C GVF*500~600-040C o
2525M-1501C |@ @ 8.1(6.6)| 150 | 250 SF?.-1501C GVF%350~450-040C =
2525M-1502C |[@ @ 8.1(8.1)(25) | () SF¥.-1502C GVF*500~600-040C §

GFVT?. 2020K-351B (@ |®|20]21 20125/22[30] 5.1 SFY.351B GVF#250~350-020B| (5
2525M-351B |@|® 25 |26 2515012535 (4.6) | 35 | 50 GVF*300-150BR
2020K-352B (@ @20 21| 20[12522(30| 5.1 ((25) (%) SF7.-3508 GVF4400~490-0208
2525M-352B (@@ 25 |26 2515025 |35 | (5.1) ' GVF*400-200BR
2020K-501B |@|® 20|21 20[125/22|30] 5.1 SFY501B GVF%250~350-020B
2525M-501B |@ @| 25|26 \|25[15025|35| (4.6) | 50 | 70 | cos oy | Lwoa Hhiaxq o | GVFH300-1508R
2020K-502B (@ @|20 21|~ 2012522|30| 5.1 ((25) () SF7.-502B GVF4400~490-0208
2525M-502B (@@ 25 |26 2515025 |35 | (5.1) ' GVF*400-200BR
2020K-701B |@|® 20|21 20[125/2230] 5.1 SFY701B GVF%250~350-020B
2525\-701B |@|® 25 |26 2515025 |35 (4.6) | 70 | 100 GVF%300-150BR
2020K-702B (@ @ 20|21 |20[125/22[30| 5.1 |(25)| (%) SFYL-702B GVFH400~490-0208
2525M-702B (@ @ 25 |26 251502535 (5.1) ' GVF'400-200BR

GFVT?. 2525M-501C (@@ 8.1(6.6) 50 | 70 SF?.-501C GVF*350~450-040C
2525M-502C (@@ 8.1(8.1)[(25) | () SF7.-502C GVF%500~600-040C
2525M-701C (@ @ 8.1(6.6)| 70 |100 SF?.-701C GVF*350~450-040C
2525M-702C (@@ 8.1(8.1)|(25) | () SF¥.-702C GVF4500~600-040C
2525M1-1001C|@ @] 2° |26 9-5|25 19027138 g 16 61100 150 S8V | "W Iskr-1001c] HH** 12 | Gyrasso-4s0-040C
2525M-1002C |@ @ 8.1(8.1)|(25) | (=?) SF¥.-1002C GVF500~600-040C
2525M-1501C (@ @ 8.1(6.6)| 150 | 250 SF®.-1501C GVF*350~450-040C
2525M-1502C |@ @ 8.1(8.1)(25) | (=0) SF¥.-1502C GVF4500~600-040C

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 Dia. (9D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity eo).
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.

3. 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.

4. GFVS and GFVT are composed of a base-holder 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.) GFVTR2020K-HB + SFR-351B = GFVTR2020K-351B

@ : Std. ltem
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Face Grooving Toolholders -

@ Blade Dimensions

Std. | Dimension (mm) Face Grooving
Shape Description Dia. oD Applicable Inserts |Applicable Toolholders
RiL| L | H|T|W]|MIN. MAX.
SFY. -351B (@ @ 2.0 SyEras0-050 0208
B 11 35 | 50 " GVFi400-490-0208
Sse8 100 3.4 GVF%400-200BR
- Y%250~350- GFV(SIT).OO00L]
@' SFiL 5018 |0 @ 2.0 gﬁj ggg 13&35008(;{20B ( )OLOOB
30.5| 15 |4.7 50 | 70 yoed -
] U_ ._[ | 5028 |@ @ 3.4 GVF'400~490-020B Toolholder Stamp
] L ’ GVF'400-200BR GFV(SIT).O000-HB
— L ~ -
. " SF7. -701B (@ @ 2.0 250 o0 9208
N 2 ~300-150BR
307 17 70 | 100 C
| 7028 @ @ 3.4 GVF%400~490-020B
=1 ' GVF400-200BR
B SF%. -501C (@ @ 15 2.8 50 | 70 GVF'350~450-040C
Stampedsige i W -502C (@@ 4.3 GVF500-600-040C
5010, 7010, SF%. -701C (@@ 00| 28] 70 | 100 | _GVF#B50-450:040C | GFV(SM)%OOO0L]
1001C, 1501C -702C (@ © 35 75 4.3 GVF%500~600-040C -O00C
SF%. -1001C|®@ @ 3 ~2.8 100 | 150 GVF'£350~450-040C Toolholder Stamp
*Right-hand shown -1002C | @ @ 4.3 GVF%500~600-040C | \GFV(S/T)*O000-HC
- Right-hand Blade for Right-hand Toolholder, SF?% -1501C | @ @ 5 2.8 150 | 250 GVF*%350~450-040C
Left-hand Blade for Left-hand Toolholder. -1502C [ @ @ 3 4.3 2 2 GVF+%500~600-040C
E@ @ Face Grooving Diameter of GFVS / GFVT
> e.g.) GFVS¥..---351B/352B
3 (same as GFVS%.----OOOB, ---OOOC @ G95
(% GFVT¥----O0OOB, ---O0O0OC @ G95)
— Face Grooving
External Description Dia.¢D Applicable Inserts
I MIN. MAX. st is possible to widen the groove to infinity o
Internal GFVS?.  2020K-351B | GVFYs 250~350-020B when machining the initial groove within MIN.-MAX.
2525M-351B| 35 |-50 | GVFY=300-150BR and then widening to outer diameter.
Face 2020K-352B | (25) | (e0) | -GV F/a400~490-020B
2525M-352B | | GVFY/s 400-200BR
*When machining the initial groove on the face.at MIN. ¢35 *\When machining the initial groove on the face at MAX. ¢50.
If the,initial groove is made smaller than this, the toolholder interferes with the workpiece. If the initial groove is made larger than this, the toolholder interferes with the workpiece.
Boss Dia. depends on insert width. Boss Dia. depends on insert width.
7
i E’ | é 1 S | g 1
] \ § g £
i o | < |
Installing GVFL250-020B | Installing GVFL490-020B Installing GVFL250-020B | Installing GVFL490-020B

®\When widening the groove width to inner diameter.

Face Grooving Dia. ¢D MIN. ($25 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at ¢D MIN. ($35) or D MAX. (¢50).
The toolholder interferes with the workpiece when closer to the center.

2,

I
f
950 )
[External dia. of the groove (Max.)]
L %5
(Min. boss Dia.)

035
[Extemal dia. of the groove (Min.)
. 625
(Min. boss Dia.)|
(Min. bos:

025
(Min. boss Dia.)|
|
935

050
[External dia. of the groove (Max.)]
025

[External dia. of the groove (Min.)]

[} / ) | @
2% | I2s i i
= - == ==
Installing GVFL250-020B | Installing GVFL490-020B Installing GVFL250-020B | Installing GVFL490-020B
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Grooving Inserts -

B Applicable Inserts

(mm)
Description A L H I\F/’I gar_b‘l’" Stge”lA"w steel S Classification of usage
GVFY. - OOO A 43 | 12 | 45 tainiess Stee LA . .
~-000B 58 | 20 | 50 e ¢ @ - Continuous-Light
: . N |Non-ferrous Metals ol e Interruptlon /_1st Choice
=000 C 7.0 27 7.0 S [Titanium Alloys o e © : Continuous-Light
- Interruption / 2nd Choice
-Q0O AR 43 12 45 H IRENS| BEIELS (HUAIRO) ®|O @ : Continuous / 1st Choice
--O00OBR 5.8 20 5.0 Hard materials (40HRC~) O : Continuous / 2nd Choice
; ; PVD g
DilciEen Cermet 'gg% Coated |Carbide[ PCD ks §
(mm) Carbide App||cab|e » ©
Insert Description g
o | = TN9O | TC4ON|TCGOM[PR1225(PR30jKW10[kpDoto|  Toolholders | ‘¢ =
re @D o
Handed Insert shows Right-hand R|IL|R|L|R|L|R|L|R|L|R|L|R|L <&
GVF. 200-020A |2.00 000000000000
230-020A |2.30 o0 | |lo0o® @O
250-020A |2.50 5302 0 eee eeeeee GFVY. ---201A | G92
270-020A (2.70| ° | oo | (@e@e/@e | GIFVI --201A G102
290-020A |2.90 o0 | eoooe0eo0e
340-020A |3.40 o0 | eo0000
GVF%. 250-020B |2.50 000000000000 GFV?. ---O0O 1B
re GFVS'% - OO 1B
300-020B |3.00| 4.8 eeooeo/oe000e | -
= ,H;m 350-020B |3.50 eeee00000000 | GFV/ -O0O1B
Bl. W%0.03
L 400-020B |4.00 0.2 oo0o0000O00OO0O GFVAL OO 2B
o T 171 430-020B |4.30 53 o000 00 0000 GFVS'% - OO 2B >
haers 460-020B |4.60| eeoo000000 QEK/T:/R ~-0028 £
490-020B |4.90 eoooloeeelee | °FV -0 8
GVF?. 350-040C 3.50 eeococ000000 | Cri - 88 i ©
G (VR
400-040C |4.00| 6.8 eeo00o00000e | - C —
450-040C |4.50 04 eee000e00®e GiIFv -O0O1C
500-040C |5.00 ' eooococeco000e0e GE&ZL/ 8852 Go2
G LR eem
550-040C |5.50| 8.3 eeoo00000e | -0 Gos
600-040C |6.00 eoo0000000@0 | GIFVY --O02C G102
A y GFV7. OO0 1B
GVF?. 250-020B |2.50 i ..GFVSVR OO 1B
’ GFVT'& ---OO 1B
N 300-020B |3.00 05 ®®GiFvy .-O0O1B
« % & ) GFV?. ---O0 2B
2 GFVS'% - OO 2B
e 400-020B |4.00| 5.3 M| VT oo 00 2B
W0,03 GIFV¥, 00 2B
R y
II@ @ [GVFY 350-020C |3.50 55|02 W v - 001c
400-020C |4.00 M |\GEVSY% - OO 1C
GVF?. 350-040C 3.50 68|04 I EFVT;L/R +-001C
edge 400-040C [4.00| "~ | m| |GIFVT - 001C
GVF?. 200-100AR |2.00 1.00 oo0000 o
250-125AR |2.50| 2.3 [1.25 eole joo| . L &
300-150AR |3.00 1.50 oo0o00
GFV?%. ---OO1B
GVF?. 300-150BR |3.00| 4.8 |1.50 eo0oi0e SPIZh-CO18
GIFVY. - OO0 18| G92
. G95
13°13° gE‘\;S/LL/ 88 gg G102
400-200BR 4.00| 5.3 2.00 o000 | %%
Full-R GIFVY. --O0 2B
- Dimension B shows available grooving depth. Recommended Cutting Conditions® G106

@ : Std. ltem

e D_eleted from the next catalogue ! Inserts are )¢ CBN & PCD Inserts are |
MTO : Made to order | . ; ) ! . 5 1
L sold in 10 piece boxes. )0 sold in 1 piece boxes. ) G97



Face Grooving Toolholders -

B KFMS (will be switched to KGDF @ G76~G83)

Dimension T: Under 16 mm Dimension T: Over 20 mm
8 @ >
E é %
(o)) Y
C
>
o
<
0]
0] ¢ eft-hand shown
Qg
'S Dimension T: Under 16 mm Dimension T: Over 20 mm
A = 7
o A
el 1 10 -
4
T
20 T L1 _

H1
H1

¢ Right-hand shown

@ Toolholder Dimensions

H -
. . Edge Width|Face Grooving D, Spare Parts
@ =i Riger=eplnn) (mm) oD  |Clamp Bolt| Wrench
Description S
g RILHI=hH2 |H3| B L1 |L2| F | S | T | W |MN.MAX. /
g =
15} KFMS%. 2020K2530-3 |® 25|30
2020K3040-3 @ 39 6.1 13 30 | 40
—— 2020K4050-3 @ - 40 | 50
External 2020K5065-3 |@ |20 10 | 20 125 41 20.7 20 50 | 65 | HH5X20 | LW-4
2020K6585-3 |@ ) 65 | 85
Internal 2020K85110-3 |@ 5 44 5 85 110
2020K110145-3 |@ 3 110|145
Face 2525M2530-3 @@ 25|30
2525M3040-3 @@ 39 6.1 13 30 | 40
2525M4050-3 (@@ 40 | 50
2525M5065-3 (@@ 25| - | 10|25 (150 41 25.7 2 50 | 65 | HH5X25 | LW-4
2525M6585-3 @@ ) 65 | 85
2525M85110-3 | @@ 44 o5 85 110
2525M110145-3 (@ @ 110|145
KFMS?. 2020K2535-4 (@ 39 7112 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 25 100|150
2020K150220-4 @ 150|220
2020K220800-4 @ 4 |220] =
2525M2535-4 @@ 39 71112 25| 35
2525M3550-4 @@ 20 35 |50
2525M5070-4 @@ 50 | 70
2525M70100-4 @ ® 25 - | 1025|150 25.7| _ 70 |[100| HH5X25 | LW-4
2525M100150-4 | @ @ 44 25 100|150
2525M150220-4 (@ ® 150|220
2525M220800-4 @ @ 220| =

@ : Std. ltem
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® Toolholder Dimensions

. . Edge Width Face Grooving Dia. Spare Parts
Std. Dimension (mm) (mm) oD |Clamp Boll Wrench
Description
RILHi=h H2 | H3| B |L1|L2| F | S| T | W [MINJMAX| /
KFMS®. 2020K2535-5 [ ] 39 20 25|35
2020K3550-5 [ ] - 110 35 | 50
2020K5075-5 [ ) 207 50 | 75
2020K75115-5 (@ | 20 20 (125 21'2 - 75 |115| HH5X20 | LW-4
2020K115180-5 |@ 5 | 10 44 @13 |05 115/180
2020K180235-5 (@ 180|235
2020K235800-5 @ 5 |235] =
2525M2535-5 (@ @ 39 00| (6) [25/35
2525M3550-5 [ ) ) 35 | 50
2525M5075-5 o0 44 257 25 50 | 75
2525M75115-5 @@ 25| - | 10| 25|150 26.2 - 75 |115| HH5X25 | LW-4
2525M115180-5 |@ @ L . 115/180
2525M180235-5 @ @ 180|235
2525M235800-5 @ @ 235|
\ - Dimension T shows available grooving depth.\
- Face Grooving Dia. ¢D: 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 |Right-hand (R) Toolholder| Left-hand (L)
Insert (Neutral) Insert (Neutral) \
|
o | o] |
1 _—
g o™
[ —
M Applicable Inserts
(mm) [ Classificati ¢
s L H Py assitication of usage
FMM30-03 ® | ©® | @ : Continuous-Light
I} 12 3.5 Interruption / 1st Choice
FMM60-04 Non ferrous Metals o ) : Continuous-Light
FMN3 - Interruption / 2nd Choice
2 12 3.5 H Hard materials (~40HRC) O @ : Continuous / 1st Choice
FMNG6 Hard materials (40HRC~) O : Continuous / 2nd Choice
3|2y g
Dimension (mm) | £ 5& Pvcgg?jéed 2 .
Insert Description © 5~ 8 G
P S8 L3 8¢S Toolholders
Wi M 2228 RS
oo oo X
FMM 3003 | 30 | 03 | 20 (@ @|@ @@ ® KFMSF.-- 3
40-04 4.0 26 00000 e KFMS®.--- 4
50-04 50 | 04 | 34 © ©© 000
Face Grooving KFMS#.--- 5
Chip Control Oriented / M Class 60'04 6.0 4.0 . . . . .
FMN 3 3.0 20 0@ O © KFMS¥.--- 3
4 40 | o5 | 26 e e o KFMS?.--- 4
- 5 50 | 34 @0 O e KEMS%.--- 5
-ace Groovin
Sharp-Cutting Oriented / N?()Iass 6 6 . O 4 . O . . .

- FMN type inserts are only for Deep Grooving and not applicable for Turning.

@ Limit of Turning toward Center

Interference

Remaining Boss Dia. ¢d

@ : Std. ltem

Recommended Cutting Conditions ® G105

Turning towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter.

0D | 25 | 26 | 27 |mandow|,
Description od(mm)
KFMS7. 2020K2530-3 . ) 0 0
KFMS". 2525M2530-3
KFMS%. 2020K2535-4 . s o | o
KFMS". 2525M2535-4 o
KFMS7. 2020K2535-5 7 4 1 |emanng
KFMS?. 2525M2535-5 | *(5) | *@) | *(0) | >

KFMSR 2525M2530-3 with ¢25 as first cut towards the center, it
will cause a rubbing with the toolholder cartridge if ¢d is 4.0mm.

*()) value shows the Dimension using FMM60-04 Insert.

_____________________

Inserts are
sold in 10 piece boxes.

|| Grooving % n



Face Grooving Toolholders -

B KFMS-8
|
—~ |
e : —
§_ . 7.0 @ O
8 o L1 \
Qe T 2 |
=l T ‘
/ |
e > |
T |
*Right-hand shown | e Left-hand shown
® Toolholder Dimensions
. . Edge Width| Face GroovingDia Spare Parts
std DImEmEED (i) (mm) oD Clamp Bolt Wrench
Description
R|ILH1=h H2|H3| B [L1|L2| F | T W [MIN.| MAX. /
KFMS?. 2525M5464-8  |@/® - f(f') (‘i‘,‘)
9 41
@@ 2525M6382-8 (@@ |24 ?03; (ff)
o 25 25 (150 26 | 25 8 80 1115
§ 2525M80115-8 | @@ (0) | (c0)
S 6|8 40 1051160 HH6X25 LW-5
— — 2525M155510-8 @ @® 25| 6 25 (150 26 155|510
External 8 43 25 8 0
S 3232P155510-8 (@ |32/ - 32 |170| |33 (0) | (=)
Internal

[ Dimension T shows available grooving depth. |

- The value () of Face Grooving Dia. ()D 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..

Face

. Appllcable Inserts C;) g Classification of usage
(mm) ® | © | @ : Continuous-Light
Descripti N Interruption / 1st Choice
GMM 80MW - s © : Continuous-Light
Interruption / 2nd Choice
GMG 8030-050MG | 30 5.5 | S (ARG | e @ : Continuous / 1st Choice
GMGA 8030-400R Hard materials (40HRC~) O : Continuous / 2nd Choice
Dimension | € | §8| PvDCoated | £
(mm) & | o8 Carbide 5]
o |3 o .
Insert Description 0 fbplicablo
g g 218|892 Toolholders
Wir M =2 o | 2 2 2| =
| 7
T) o o o
s s §
=
. i GMM 8030-080MW | 8.0 | 0.8 | 6.0 o o o o o
Chip Control Oriented @ I::D
/M Class
. re
gyt =
q R
=ta . GMG 8030-050MG | 80|05 |60 @ @ e o o KFMS. ---8
Sharp-Cutting Oriented T
emmm | g
Ground Chipbreaker
_ - .
& GMGA 8030-400R 8.0 4.0|6.0 ([
S g G SR
Full-R / Copying

- If using a full-R insert with KFMS-8 type toolholder, you need to modify the corner of insert adapter of toolholder. \F{ecommended Cutting Conditions® G107
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Face Grooving Blade

/

M KFTB-S

g w |
§ 2 !
3 ] = | & W
5= ‘ |
‘ r&‘ \ L@\
T I
§ I
55— 150° |
L
I
T * Right-hand shown L Left-hand shown
@ Blade Dimensions
. . Edge |Face Grooving Dia. Spare Parts
Sk Rl () Width| ¢D  |Releasing Wrench Praslfaslt Applicable
Description Fl)r?slgfts e Blocks
RLI*"H| L|A|T|C W IMINMAX, @ H31
KFTBL 65100-4S o0 25| 4 65 |100
90150-4S [ J(J 5.2 90 |150 KTKTB20-32
150250-4S @@ 32 1150 30| O 4.0 140|250 FTK4 25-32
250800-4S @@ 3.2 230| oo LTK-5 32-32
KFTB". 90150-5S [ J(J 5.0 30 90 |150 KTKTBF25-32
150250-5S @ @® 32 |150| "~ |32 | O 5.0 [150|250 FTK5 32-32
250800-5S @@ 4.0 38 250| oo
[: Dimension T shows available grooving depth. |
- Face Grooving Dia. ¢D: 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).
Lightly tap an Insert with a Plastic hammer. (End of insert does not touch toolholder.)
- KFTB%.65100-4S toolholder is designed with the edge position 4mm above the Center.
*Dimension H shows virtual apex distance.
. Appllcable Inserts m : Classification of usage
o
o Cont_inuous-l_light Interrup?ion/1st Cho?ce
“ non-erious Heas : (5 : Continuous-Light Interruption / 2nd Choice
. @ : Continuous / 1st Choice
il matena Sl OIE) ©) O : Continuous / 2nd Choice
Hard materials (40HRC~)
S 2y pvD |
Dimension (mm) € 52| Coated | 2
15] %0 Carbide | §
Insert Description olglelolo Applicable Toolholders
O M| -
W re A S
FEEE S
KFTB%.  65100-4S
90150-4S
L 4.0 O =ity 15025045
§ 0.25 250800-4S
a = KFTB%.  90150-5S
5 5.0 C 0 i Y ) 150250-5S
250800-5S

@ Selection of Blade and Insert

Recommended Cutting Conditions ® G106

Combination of Blade + KTKTB

Combination of Blade + KTKTBF

Blade | Right-hand (R) Blade | Left-hand (L) Blade | Right-hand (R) Blade | Left-hand (L)
Insert Neutral Insert Neutral Insert Neutral Insert Neutral
(Reverse mounting) (Normal mounting (Reverse mounting) (Normal mounting)
oo o o o] ﬁQ@@@@ Py S pedi oy N
Blade Block Blade Block Blade Block Blade Block
KFTBR + KTKTB KFTBL + KTKTB KFTBR + KTKTBF KFTBL + KTKTBF
=|| - |2 ©° o] - oo —
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)
@ : Std. ltem

[[] : Deleted from the next catalogue

|| Grooving % n
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External

Internal

Face

Face Grooving Toolholders (Round Shank)[GVF Inseg/

Integral Type

M GIFV

GIFVR3532B-201A
shows right figure

.

Face Grooving Dia.¢D1
(To outer dia.)

* Right-hand shown

GIFVL3532B-201A
shows left figure

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

@ Toolholder Dimensions

: q Face Grooving Spare Parts
Std. Dimension (mm) Dia. $D1 Clamp Set Wrench Aoplicable | ;
L - pplicable Inserts
Description | e
R|L|oA|¢D| H |L1 L2FTMIN.MAX. ] / @ 6o
g i
R 35 GVFAL...-..A
GIFV%. 3532B-201A ®@® 35 E 2.2 (12) oo | CPS-5V FT-15 GVF,.- AR
. i 35 | 50 GVF?.250~350-020B
GIFV?. 3532B-351B (@@ . 46| 25)| (o0) GVFAL300-150BR
A, 400~490-
3532B-352B ([ ) 5.1 (22) (ig) gﬁ“ﬁgg-;fﬁooB%ZOB
30 50 | 70 CPS-6v W8 GVF250-350-0208
250~350-
5032B-501B o0 50 321301250 16 4.6 (25) (oo) GVF¥.300-150BR
50| 70 GVF?/.400~490-020B
5032B-502B o] | 51 (25)|(20) GVF?.400-200BR
GIFVY. 5032B-501C |@/® 6.6 (gg) (Zg) GVF7,350~450-040C
50 35 S CPS-8V LW-4
5032B-502C [ ) ) 8.1 (25)| (c0) GVF?/500~600-040C
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
Applications Description Dia. o1 Dia. D1 Remarks
(MIN.) | MIN.[MAX.](MAX.)
GIFV?. 3532B-201A oo
‘ % GIFV?Y. 3532B-351B 35 50
_ /WC - 3532B-352B
S a 5032B-501B - (e}
749 F— 9 5032B-502B =0 | 70
% -— GIFVY. 5032B-501C
5032B-502C
R 0
A‘ GIFVR/L e A 2 S If 9D2 > 58-2W, the Face Grooving Dia. can be
7 GIFV?. 3532B-351B B85
/t e 3532B-352B | 50 expanded to ¢d1 (MIN.) toward the Center.
2 O 5032B-501B oo | W= Edge Width
5032B-502B | 25 If $D2 > 75-2W, the Face Grooving Dia. can be
// GIFVF. 5032B-501C 50 | 70 expanded to ¢d1 (MIN.) toward the Center.
T 5032B-502C W = Edge Width
GIFV?R. 3532B-201A 12 00
J GIFVF. 3532B-351B 385) 50
_ - 3532B-352B
° o 5032B-501B (o]
*L 777w ° 5032B-502B G P
% S GIFVF. 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. (¢d1 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.

G102
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[]: Deleted from the next catalogue




Recommended Cutting Conditions -

@ GBA inserts (Ground Chipbreaker)

Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
= = (2) f for Turning (mm/rev) g
Workpiece MC Cermet MEGA | PVD Coated Carbide |Carbide| CBN |PCD (3) ap for Turning (mm) =
Material | £ | 8§ 8| g |8 8 £ |8|¢g BSEEGBACON|GBAOOY GBAOOY GBAOOM GBAOO | §
~ - =
= 2| & = £ T | x| g E Q@ |8 2 033~100-...| 125~200-...| 230~300-...| 330~400-...| 400~480-... o
T I v e e (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel |, 050 [150-220/150-220]80-200|80-180|80-180 @NEE iiﬁﬁﬂ E%%&Z;‘f 00_'309 %&2? c?.'s1 Eg%(r\)/g? 00.51 55%&2? 00.61
* e | % | % | % (1)0.03~0.07 | (1)0.04~0.08 | (1)0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1
Alloy Steel 35570 so”200 20-2001120-20080~180]80~160/80- 160 (ot recom. | i 05" | B oa” | Bhiess | Ehiexos
. e * (1)0.03~0.07 | (1)0.04~0.08 | (1)0.05~0.09 | (1)0.05~0.1 | (1)0.05~0.1
Stainless Steel 70-150/60°150/60-130/60~130 (ot recom. | G 05 | Gienos” | Bhime 05 | Bhiex 08
* | ¥ * (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~0.12 | &
Gastion | - | = | - | - | - | - | ol | ENolieom | ooi-000 | Gloos-o | ogs-at | pagsat |9
ot recom. ax. 0. ax. 0.5 ax. 0.5 ax. 0.
(@)
. * % | (1005~0.12 | (1)0.05~015 | (1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Aluminum Alloys | - - - - - - - © lisosool T lsoaon EZ;“otrecom. Ezg&ossz Ezg%‘ossz 52%&0&0.15 Ez{r?/i08~0'15
' 3)Not recom. | (3)Max. 0.5 3)Max. 0.8 3)Max. 0.8 3)Max. 0.8
* S | (1005~0.12 |(1)0.05~0.15 | (1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Brass L o ey Beteoo | iogs-0.15 | glooe-ots | @ose-0.15 | @l0e-01s
ot recom. ax. 0.5 ax. 0. ax. 0. ax. 0.
. * (1)0.02~0.05 | (1)0.03~0.07
Hard materials | - - - - - 502120 (2)Not recom. | (2)0.01~0.04 - -
- (3)Not recom. | (3)Max. 0.1

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

@ GBA inserts (GM Chipbreaker) E@
(1) f for Grooving (mm/rev)
Recommended Insert Grades (2) ffor Turning (mmirev) o
(Cutting Speed Vc: m/min) (3) ap for Turning (mm) ‘é o
Workpiece Material R R £
P Cermet | MEGACOAT | Gpa43y, GBA43% Gl Clb il GBA43Y. | § s
140-010GM 150-020GM | 173:020GM~ | 250-030GM~ | 406 n406M | O 8
TN620 PR1215 230-020GM 350-030GM G
Steel * (1)0.03~0.1 (1)0.03~0.12 (1)0.03~0.12 (1)0.04~0.15 (1)0.05~0.15
Carbon Stee who | wio |EREOS EREOS [EREOS  EReed e || =—
(1)0.03~0.1 (1)0.03~0.12 (1)0.03~0.12 (1)0.04~0.15 (1)0.05~0.15 S
Alloy Steel * Y 2)0.03~0.08 2)0.03~0.08 2)0.03~0.09 2)0.05~0.1 2)0.05~0.1 S
y 80~220 80~200 Es;Max. 0.2 ﬁs}Max. 0.3 Engax. 0.3 Engai. 0.5 §S;Ma>5<. 0.8 3
. * (1)0.03~0.1 (1)0.03~0.1 (1)0.03~0.1 (1)0.04~0.12 (1)0.04~0.12 o
Stainless Steel - 60150 2)0.03~0.08 2)0.03~0.08 2)0.03~0.09 2)0.05~0.1 2)0.05~0.1
~ ES{Max. 0.2 fs;Max. 0.3 Engax. 0.3 Engax. 0.5 §S;Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 20% lower for internal grooving.
@ GBA inserts (MY Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev)
" . (2) f for Turning (mm/rev) ()]
Cermet | MEGA | PVD Coated Carbide | Carbide | CBN | PCD () ap for Turning (mm) -;‘,E
Workpiece Material o |5 R R R
p § z E =] E = Z 88 GBA43%. GBA437. GBA43%, GBA43%/. GBA43%, g
e 3 = & = = Z 99 175-020MY ~| 230-020MY ~ 300-030MY 330-030MY~ 400-040MY |
= = o = o = ¥ | X x| 200-020MY | 265-030MY 350-030MY
e ) * e e _ (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 (1)0.05~0.12 | (1)0.05~0.12
CarbonSteel aihey "o’ 0’400 00 BRcoss |Gheres ERGS ERESS |Bhres |
C
. ) * ve e _ (1)0.03~0.07 | (1)0.04~0.08 | (1)0.05~0.09 | (1)0.05~0.1 (1)0.05~0.1 3
LT Bhed: |ERSOS B RS B |3
. e ) e ve * ) (1)0.083~0.07 | (1)0.04~0.08 | (1)0.05~0.09 | (1)0.05~0.1 (1)0.05~0.1
Stainiess Steel  [ntiso] " wlisojs’isoleo"o Bhoed |Gheres ERGES EREeS | 5asos
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. MEGA indicates MEGACOAT. % 1st Recommendation ¥: 2nd Recommendation
@ GB inserts (Ground Chipbreaker) @ Wwill be switched to GBA.
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev)
) ’ (2) f for Turning (mm/rev) )
Cermet PVD Coated Carbide | Carbide | CBN | PCD (3) ap for Turning (mm) E
Workpiece Material ~ 3
a $ | Z|35|8|8 |2 |5 |BS| G8BOO%|GBOOY |GBOOW | GBOOY | GBOOY | §
= = e = o E @ o8| 050~100 125~200 | 230~300 | 330~400 | 400~480 | T
(1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel w ¥ » - (2)Not recom. | (2)0.04~0.09 | (2)0.05~0.1 2)0.05~0.1 2)0.05~0.1
150~220/100~15080~200|80~180 (3)Not recom. ES%MaX. 0.3 ES%MaX. 0.5 EngaX. 0.5 Engax. 0.8
o — e * E1)o.os~0.o7 (1)0.04~0.08 | (1)0.05~0.09 | (1)0.05~0.1 (1)0.05~0.1
0 eel - s - - 2)Not recom. | (2)0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 (2)0.05~0.1
4 130~200)80~130/80~180|80~160 (3)Notrecom. | (3Max. 0.3 | (3)Max. 05 | (3Max. 0.5 | (3)Max. 0.8
S Sl S ve * (1)0.03~0.07 | (1)0.04~0.08 | (1)0.05~0.09 | (1)0.05~0.1 (1)0.05~0.1
ainless Stee - - - - (2)Not recom. | (2)0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 (2)0.05~0.1 €
60~10060~150|60~130 (3Notrecom. | (IMax 0.3 | (IMax. 0.5 | (IMax. 05 | (IMax 0.8 | B
* (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 (1)0.05~0.12 | (1)0.05~012 | &
Cast Iron - - - - - leosiool - (2)Not recom. | (2)0.04~0.09 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1 ]
(3)Not recom. | (3)Max. 0.3 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8
: * (1)0.05~0.12 | (1)0.05~0.15 | (1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Aluminum Alloys - - - - © lisood00l T l1sosz000] (PINOtrecom. [(2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
""| (3)Not recom. | (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8
* % | (1)005~0.12 | (1)0.05~0.15 | (1)0.05~015 | (1)0.08~0.15 | (1)0.08~0.15
Brass - - - - < lisoo3000 T l200-s800| RINotrecom. | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
(3)Not recom. | (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8

% : 1st Recommendation ¥ : 2nd Recommendation
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Recommended Cutting Conditions -

@ TGF inserts (Ground Chipbreaker)

Recommended Insert Grades (Cutting Speed Ve: m/min) g I g %fgﬁxg‘? ngmgve;‘d
Cermet [MEGA | PVD Coated Carbide | Carbide | CBN | PCD (3) ap for Turning (mm) g
Workpiece Material 10 1 ° |gg s
P § ™ § = S uz) § 8 TGF32%. TGF32%. TGF32%L TGF32%. GE_,
(&) e E o 5 M | aa | 033~050-005 | 075~095-010 | 100~145-010 | 150~250-010 | T
[= o o 4 X X
(1)0.01~0.05 (1)0.02~0.07 (1)0.03~0.08 (1)0.03~0.08
Carbon Steel ¥ * 37 e - - - | (2)Not recom. (2)Not recom. (2)0.03~0.06 (2)0.03~0.06
150~220| 80~180 | 80~180 | 80~180 (3)Not recom. (3)Not recom. (3)Max. 0.2 (3)Max. 0.2
Pr— (1)0.01~0.04 (1)0.02~0.06 (1)0.03~0.07 (1)0.03~0.07
O! eel - - - 2)Not recom. 2)Not recom. 2)0.02~0.05 2)0.02~0.05
y 130~200|80~160 | 80~160 | 80~160 gsgNot recom. gsgNot recom. gngax. 0.2 gngax. 0.2
(1)0.01~0.04 (1)0.02~0.06 (1)0.03~0.07 (1)0.03~0.07 -
Stainless Steel - ¥ ¥ * - (2)Not recom. (2)Not recom. (2)0.02~0.05 (2)0.02~0.05 c
60~130 | 60~130| 60~130 (3)Not recom. (3)Not recom. (3)Max. 0.2 (3)Max. 0.2 «©
* (1)0.01~0.05 (1)0.02~0.07 (1)0.03~0.08 (1)0.03~0.08 8
Cast Iron - - - - - - | (2)Not recom. (2)Not recom. (2)0.03~0.06 (2)0.03~0.06 o
60~100 (3)Not recom. (3)Not recom. (3)Max. 0.2 (3)Max. 0.2
. * * (1)0.01~0.05 (1)0.02~0.07 (1)0.03~0.08 (1)0.03~0.08
Aluminum Alloys - - - - - (2)Not recom. (2)Not recom. (2)0.03~0.06 (2)0.03~0.06
150~400 150~2,0001 (3)Not recom. (3)Not recom. (3)Max. 0.2 (3)Max. 0.2
* * (1)0.01~0.04 (1)0.02~0.06 (1)0.03~0.07 (1)0.03~0.07
Brass - - - - - (2)Not recom. (2)Not recom. (2)0.02~0.05 (2)0.02~0.05
150~300 200~800 (3)Not recom. (3)Not recom. (3)Max. 0.2 (3)Max. 0.2
+ MEGA indicates MEGACOAT. % : 1st Recommendation ¥ : 2nd Recommendation
@ TG inserts (Ground Chipbreaker) @ will be switched to GBA.
Recommended Insert Grades (Cutting Speed Ve: m/min) { (mm/rev)
Cermet PVD Coated Carbide | Carbide | CBN | PCD g
Workpiece Material ° |59 3
@ £ g &8 3 8 8 2 | B |85 1600 | TGOOM | TGOOM | TGOOM | TGOOM. | &
Z o
) = fi’ g E E < n¥: § & 075~095 125~200 230~300 330~400 430~450
£ = —
3 Carbon Steel oo - -] -1 -] -] - ]008~0.070.03-0.08 0.05~0.1 |0.05~0.12/0.05~0.12| §
© ©
Alloy Steel 13002000 - - - - - - 10.02~0.06 |0.03~0.07 |0.05~0.09| 0.05~0.1 | 0.05~0.1 8
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % . 1st Recommendation ¢ : 2nd Recommendation
@ GH inserts (Ground Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) t for Grooving (mm/rev)
’ - - (2) f for Turning (mm/rev) »
Cermet i Carbide Ceramic (3) ap for Turning (mm) x
Workpiece Material = g
P $ 2 5 8 2 g 2 8| on GH GH GH £
E f;’ g E 5 < 2 ° 40~50... 55~70... 75~80... | 100~120... o
o
(1)0.07-0.2 (1)0.07-0.2 (1)0.1-0.25 (1)0.15-0.3
Carbon Steel e ¥ Y * - - - 2)0.07~0.15 | (2)0.07-0.15 | (2)0.1~0.2 2)0.15~0.25
150~220/150~220/100~150 80~180 E3;Max. 1.0 E3;Max. 1.0 E3;Max. 15 E3;Max. 2.0
(1)0.07-0.18 | (1)0.07-0.18 | (1)0.1~0.23 (1)0.15-0.27
Alloy Steel ¥ ¥e * - - (2)0.07~0.13 | (2)0.07~0.13 | (2)0.1~0.18 (2)0.15~0.22
y 130~200/130~200| 80~130|80~160 (3Max. 1.0 | (3Max.1.0 | (3Max.1.5 | (3)Max. 2.0
Stainl Steel e * (1)0.07-0.16 | (1)0.07-0.16 | (1)0.1-0.21 (1)0.15-0.25
ainless Stee - - 2)0.07~0.13 | (2)0.07~0.13 | (2)0.1~0.18 2)0.15~0.22
70~150 60~100|60~130 ES;MaX. 1.0 E3;Max. 1.0 E3;Max. 15 Engax. 2.0
KW10 KW10 KW10 KW10
(1)0.07-0.2 (1)0.07-0.2 (1)0.1~0.25 (1)0.15-0.3
(2)0.07-0.15 | (2)0.07~0.15 | (2)0.1-0.2 (2)0.15-0.25 '
Cast Iron i i . i * ¢ ¥ Y | (3Max. 1.0 (3)Max. 1.0 (3)Max. 1.5 (3)Max. 2.0 <
60~100 |150~300(150~300(150~300| A65/A66N A65/A66N AB5/A66N AB5/A66N S
(1)0.03~0.07 | (1)0.03~0.07 | (1)0.05~0.09 | (1)0.05~0.09 o
(2)Not recom. | (2)Not recom. | (2)Not recom. | (2)Not recom.
(3)Not recom. | (3)Not recom. | (3)Not recom. | (3)Not recom.
) * (1)0.07-0.2 (1)0.07-0.2 (1)0.1~0.25 (1)0.15~0.3
Aluminum Alloys - - - - - - (2)0.07~0.15 | (2)0.07~0.15 | (2)0.1~0.2 (2)0.15~0.25
150~400 (3Max.1.0 | (3Max.1.0 | (3Max. 1.5 | (3)Max. 2.0
* (1)0.07-0.2 (1)0.07-0.2 (1)0.1-0.25 (1)0.15-0.3
Brass - - - - - - (2)0.07-0.15 | (2)0.07~0.15 | (2)0.1~0.2 (2)0.15~0.25
150~300 (3Max.1.0 | (3Max.1.0 | (3Max. 1.5 | (3)Max. 2.0
e (1)0.02-0.05 | (1)0.02~0.05 | (1)0.02~0.05
ard materials - - - - - (2)0.01-0.03 | (2)0.01~0.03 | (2)0.01~0.04
40~80 | 40~80 | 40~80 | (3)Max. 0.1 (3)Max. 0.2 | (3)Max. 0.2
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation ¥y : 2nd Recommendation
@ GHU Inserts (Molded Chipbreaker)
Recommended Insert Grades (Cutting Speed Vc: m/min) E; ; : :g: %m:in? ngmgvjv)
Cermet encesicasie PVD Coated Carbide|  Ceramic (3) ap for -rumigng (mm) g
Workpiece Material 10 e
& 828|238 |8 8|3 /3| cw GHU GHU &
= °cle = C | T < | g 40-20 50-20 60-20 o
1)0.06~0.12 | (1)0.06~0.12 | (1)0.06~0.15
Carbon Steel 2o - ¥ - - - 52;0.05»0.1 52;0.05»0.1 Ez%o 05~0.12
130~200 80-180 (3Max. 1.0 | (3)Max. 1.0 (3)Max. 1.5 -
e e (1)0.06-0.12 | (1)0.06~0.12 | (1)0.06~0.15 S
Alloy Steel - - - - (2)0.05-0.1 (2)0.05-0.1 (2)0.05-0.12 S
100~180 80-160 (3)Max.1.0 | (3Max. 1.0 | (3)Max. 1.5 o)
. Y (1)0.06-0.1 (1)0.06-0.1 (1)0.06-0.12 O
Stainless Steel - - - - - - - [(2)0.05~0.08 | (2)0.05~0.08 | (2)0.05~0.1
60~130 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 1.2
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. % : 1st Recommendation v : 2nd Recommendation
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@ GA Inserts (Molded Chipbreaker)

Recommended Insert Grades (Cutting Speed Ve: m/min) 8 I ;g;%rgﬁr‘:m? n(]mgvf;‘d
Cermet caeicatee. PVD Coated Carbide | Carbide (3) ap forTurnigng (mm) g
. . o ]
Workpiece Material s | g § § § § § o GA GA GA aE>
FlE|8|8|8|&|¢& S 30 40 50 e
(1)0.06-0.18 | (1)0.06~0.21 | (1)0.06~0.25
Carbon Steel 13?\\;00 80*1'80 (2)0.05~0.15 | (2)0.05~0.17 | (2)0.05~0.2
~ ~ (3)Max. 0.8 (3)Max. 1.0 | (3)Max. 1.3 =
(1)0.06-0.15 | (1)0.06~0.18 | (1)0.06~0.22 ©
Alloy Steel (2)0.05~0.12 | (2)0.05~0.15 | (2)0.05~0.18 >
100~180 80~160 (3)Max. 0.3 (3)Max. 0.5 (3)Max. 0.8 o)
] * (1)0.06~0.1 (1)0.06~0.1 (1)0.06~0.12 (@)
Stainless Steel (2)0.05-0.08 | (2)0.05~0.08 | (2)0.05~0.1
60~130 (3Max. 0.8 | (3Max. 0.8 | (3)Max. 1.2
) % : 1st Recommendation ¥y : 2nd Recommendation
@ GIA Inserts (Molded Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) 8 I Ig: %ﬁﬁi’xi"% ngmxv)
Cermet ncaeiCatie PYD Coated Carbide | Carbide (3) ap forTurn?ng (mm) _UE)
. . o ©
Workpiece Material s | g § § § § § o GIA GIA GIA %
E|F|g|8 |8 |& & S 30 40 50 T
(1)0.04-0.08 | (1)0.04-0.09 | (1)0.05~0.1
Carbon Steel eoi\??zo 60*1'20 (2)0.02~0.08 | (2)0.02~0.08 | (2)0.05~0.08
- N (3)Max. 0.3 (3)Max. 0.4 (3)Max. 0.5 €
* (1)0.04-0.07 | (1)0.04~0.07 | (1)0.05~0.08 ©
Alloy Steel (2)0.02~0.07 | (2)0.02~0.07 | (2)0.05~0.08 °
60~100 60~100 (3)Max. 0.3 (3)Max. 0.4 (3)Max. 0.5 o)
(1)0.04-0.07 | (1)0.04~0.07 | (1)0.05~0.08 O @
Stainless Steel 6060 (2)0.02~0.07 | (2)0.02~0.07 | (2)0.05~0.08
~ (3)Max. 0.3 (3)Max. 0.4 | (3)Max. 0.5
% : 1st Recommendation ¥¢ : 2nd Recommendation o
@ PSG-S (Tip-Bars) £
- — 1)
Recommended Insert Grades (Cuting Speed Ve: mimin) Note for using the grooving tip-bars PSG-S type ‘ o
- - PSG06 How to Install ©)
: | PVD Coated Carbide | Carbide | pSG05 | PSGO7 Small dia. internal grooving requires accurate installation because an
Workpiece Material [=] o PSGO08 Remarks error of insert height or angle can affect the machining precision. When —
8 E installing, set the cutting edge higher than the center line as shown in the
E 7 f (mm/rev) Table 1. The cutting edge of all the PSG-S type tip-bars is designed to be
higher than the center line.
Carbon Steel 0 X0 ~0.03 | ~0.05 (L4 of Tip-Bars dimension)
Stainless Steel 30060 ~0.02 | ~0.03 | Coolant
Non-ferrous Metals ~3*60 ~0.05 | ~0.08
% : 1st Recommendation
4 FMM / FMN
Recommended Insert Grades (Cuting Speed Ve: mmin) | Face Grooving (FMM / FMN) Turning (FMM)
Cermet |(DkaeiCatie) PVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) g
. . - ©
Workpiece Material | o | & | ® | 8 | 8 | 2 | 39 40 | 5060 | 30 40 | 5060 | &
z o o o o S o
3 = = = f (mm/rev) f (mm/rev)
Carbon Steel 10(?}’220 soﬁoo 80?\*;00 80~*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 80200 70?*1780 70?\*1730 70?1(30 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
Stainless Steel 050 | 6050 | 650 | 60750 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | §
<)
o)
Cast Iron so180 | 70150 | 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | §
Aluminum Alloys 00500 | 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 1000000 | 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 ¥t : 2nd Recommendation
- FMN type Inserts are only for Deep Grooving, and when used for turning, set to ap=0.2mm and under.

Ref. to the notes below for turning conditions.
ap and f of FMM

Recommended Cutting 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
ap x f should be as follows.
Load(mm) Edge Widh(mm) 3.0 4.0 5.0 6.0
ap x f ~0.09 ~0.14 ~0.25 ~0.36
- ap x f<0.01w?
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| Grooving %

Recommended Cutting Conditions -

¢ GV Inserts (Ground Chipbreaker)

@ GVF Inserts (Ground Chipbreaker)

(1) f for Grooving (mm/rev)
Recommended Insert Grades (2) ffor Tuming eamiev)
(Cutting Speed Vc: m/min) (3) ap for Turning (mm
PVD GV R R R o
MEGA ) GVAL GVAL GVRL =
: : Cermet Coated |Carbide| 100~300-...5S
Workpiece Material COAT | (- ie 100-300-..G | 145~185-..B | 200~280-..B | 300~400-..B E
)
0 R 0
g & 5 & 8 2| GVH | GVHL | GVR | GV | GVA%
E f;’ 8 E E E 200~300-.. AR 200-100BR|300-150BR | 280~300-...C | 340~400-...C | 430~500-...C
(1)0.03~0.08 | (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.12 | (1)0.04~0.09 | (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel ¥ ¥ ¥e * ve 2)0.03~0.08 | (2)0.03~0.08 | (2)0.04~0.09 | (2)0.05~0.1 | (2)0.04~0.09 | (2)0.05~0.1 | (2)0.05~0.1
120~180)120~180) 80~120| 80~160|80~140 §3=Max 0.3 =B;Max 0.3 zsgnnax. 0.3 §3=Max. 05 : ;Max. 0.3 zsgl\Aax. 0.5 §3=Max 05
e Giree] 2l % | x| % (1)0.03~0.07 | (1)0.03~0.07 | (1)0.04~0.08 | (1)0.05~0.1 (1)0 04~0.08 | (10.05-0.1 | (1)0.05~0.1
oy Stee (2)0.03~0.1 | (2)0.03~0.1 | (2)0.04~0.08 | (2)0.05~0.1 (2)0 04~0.08 | (2)0.05-0.1 | (2)0.05~0.1
y 100~160]100~160] 80~100|80~140|80~120 (3Max. 0.3 | (3Max.0.3 | (3Max.0.3 | (3Max.0.5 | (3Max. 0.3 | (3Max. 0.5 | (3Max. 0.5
S . % % | x| % (1)0.03~0.07 | (1)0.03~0.07 | (1)0.04~0.08 | (1)0.05~0.1 |(1)0.04~0.08 |(1)0.05~0.1 | (1)0.05~0.1 | _
ainless Stee - | (20.03~0.1 |(2)0.03~0.1 | (2)0.04~0.08 |(2)0.05~0.1 | (2)0.04~0.08 | (2)0.05~0.1 | (2)0.05~0.1
70~130 60~100/60~130/60~110 §3;Max 0.3 ES%MaX. 03 §3§Max. 0.3 §3=Max 05 :3;Max 0.3 §3§Max. 0.5 §3=Max 05 |3
(1)0.03~0.08 | (1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.12 | (1)0.04~0.09 | (1)0.05-0.12 | (1)0.05~0.12 | §
Cast Iron - - - K | (2)0.03-0.08 | (210.03-0.08 | (2)0.04-0.09 | (210.05-0.1 | (2)0.04-0.08 | (20.05-01 | (2)0.05-0.1 |
60~100| (3Max. 0.3 | (3Max. 0.3 | (3Max. 0.3 | (3Max.0.5 | (3Max. 0.3 | (3Max. 0.5 | (3Max. 0.5
S | (10:05~0.127(1)0.05~0.12 [(1)0.05-0.15 | {1)0.08-0.15 | (1)0.05-0.15 | (1)0.08-0.15 | (1)0.08-0.15
Aluminum Alloys - - - (2)0.05~0.12 | (2)0.05~0.12 | (2)0.05~0.15 | (2)0.08~0.15 (2)0 05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
150-300] (3)Max. 0.5 | (3Max. 0.5 | (3Max. 0.5 | (3Max. 0.8 | (3Max. 0.5 | (3)Max. 0.8 | (3)Max. 0.8
(1)0.05-0.12 | (1)0.05~0.12 | (1)0.05~0.15 | (1)0.08~0.15 (1)0 05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Brass - - - (2)0.05~0.12 | (2)0.05~0.12 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
100-250] (3iMax. 0.5 | (3Max. 0.5 | (3Max. 0.5 | (3Max. 0.8 | (3Max. 0.5 | (3Max. 0.8 | (3Max. 0.8
* Use MEGACOAT, PVD coated grade or carbide for turning with edge width 1mm (GV%.100SS / 100S / 100A) % : 1st Recommendation v : 2nd Recommendation

(1) f for Grooving (mm/rev)
Recommended Insert C_%rades (2) ffor Turning (mmirev)
(Cutting Speed Vc: m/min) (3) ap for Turning (mm) @
G MEGA |PVD Coated Carbide GVF?, GVF?, GVF?, GVF?, GVF?, E
Workpiece Material COAT | Catide 200~340...A[250~350...8/400~490...B[350~450...C|500~600...C| £
) 5 o)
pom [ . H
= = lc_b g E o < | -300-150AR | 300-150BR |400-200BR
(1)0.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel ¥ ¥ kg * i (2)0.03~0.08 | (2)0.04~0.09 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
150~220| 150~220 | 100~150 | 80~200 | 80~180 (3)Max. 0.3 (3Max. 0.3 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8
Aloy St * ER BT [anm menm el by
oy olee 130~200 ) 130~200 | 80~130 | 80~180 | 80~160 ESEMax.N 03 SszMax. 03 §3:Max 05 SszMax.N 05 SszMax.N 0.8
(1)0.03~0.07 | (1)0.04~0.08 | (1)0.05-0.09 | (1)0.05~0.1 (1)0.05~0.1
Stainless Steel e ¥ * i (2)0.03~0.1 (2)0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 (2)0.05~0.1 €
70~150 60~100 | 80~150 | 60~130 (3Max. 0.3 (3Max. 0.3 (3Max. 0.5 (3Max. 0.5 (3Max. 0.8 3
| 1003-008 " (1)0.04-009 | (1)0.05-0.1 (10.05-0.12 | (1)0.05~0.12 S
Cast Iron (2)0.03~0.08 | (2)0.04~0.09 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1 o
60~100 | (3)Max. 0.3 (3Max. 0.3 (3Max. 0.5 (3Max. 0.5 (3Max. 0.8
(10.05-0.12 | (1)0.05~0.15 | (1)0.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Aluminum Alloys (2)0.05-0.12 | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
150~400| (3)Max. 0.5 (3Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8
| 1005-0.12 " F(10.05-0.15 " (1)0.05~0.15 [ (1)0.08~0.15 | (1)0.08-0.15
Brass (20.05~0.12 | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
150~300 | (3)Max. 0.5 (3Max. 0.5 (3Max. 0.8 (3Max. 0.8 (3Max. 0.8
- Apply a sufficient amount of coolant. % : 1st Recommendation < : 2nd Recommendation
- The ap should be under 0.5mm if a good surface finish is required.
¢ FTK
Recommended Insert Grades (Cutting Speed Ve: m/min) Edge Width (mm) i)
Workpiece Material | Cermet |cvbceaedCatie| PVD Coated Carbide | Carbide 4.0 5.0 =
TN90 | CR9025 | PR660 | PR930 | KW10 f (mm/rev) e
* * PAS PAS N .
Carbon Steel 120-200 | 80-180 | 60-130 | 60-130 0.05-0.15 | 0.05-0.15
Y * w pAe - .
Alloy Steel 100-160 | 70-150 | 60-130 | 60-130 0.05-0.15 | 0.05~0.15
; Y PAq * PAq - . =
Stainless Steel 80-150 | 60-140 | 50-120 | 50-120 0.05-0.15 | 0.05~0.15 é
: * . . 3
Cast Iron 50-100 0.10-0.30 | 0.10~0.30 &)
. i * . -
Aluminum Alloys 200-450 | 0-05-0.25 | 0.05-0.25
] * - }
Brass 100-200 | 0-05-0.25 | 0.05-0.25
% : 1st Recommendation y<: 2nd Recommendation
4 GMN Inserts (CBN / PCD)
Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev) @
. ) CBN PCD @) f fo; Tu_ll:nln_g (mm/rev) B
Workpiece Material (SlepiRrluminglimmy g
KBN510 KPDO0O1 GMN2 GMN3 GMN4 GMN6 o}
KBN525 (KPD010) GMN5 o
(1)0.05-0.15 (1)0.05-0.15 (1)0.08~0.18 (1)0.10~0.20
Aluminum Alloys - * (2)0.05~0.15 (2)0.05~0.15 (2)0.08~0.18 (2)0.10~0.20
150~2,000 (3Max. 0.5 (3Max. 0.8 (3Max. 0.8 (3Max. 0.8
(1)0.05~0.15 (1)0.05~0.15 (1)0.08~0.18 (1)0.10~0.20 -
Brass - (2)0.05~0.15 (2)0.05~0.15 (2)0.08~0.18 (2)0.10~0.20 c
200~800 (3Max. 0.5 (3)Max. 0.8 (3Max. 0.8 (3Max. 0.8 ©
* (1)0.04~0.09 (1)0.05~0.1 (1)0.05~0.12 (1)0.05~0.15 8
Cast Iron (2)0.04~0.09 (2)0.05~0.1 (2)0.05~0.12 (2)0.05~0.15 O
150~400 (3Max. 0.3 (3Max. 0.5 (3Max. 0.5 (3Max. 0.8
* (1)0.02~0.05 (1)0.03~0.07 (1)0.03~0.08 (1)0.05~0.1
Hard materials (2)0.01~0.03 (2)0.01~0.05 (2)0.03~0.08 (2)0.05~0.1
80~120 (3)Max. 0.1 (3Max. 0.2 (3Max. 0.3 (3Max. 0.4
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¢GMG / GMM / GMN / GMGA

Recommended Insert Grades (Cutiing Speed V: m/min) Grooving Turning
Cermet®2 %% VD Coated Carbide|Carbide Edge Width W (mm) Edge Width W (mm) £
q 0 0 ©
Workpiece Material| o | & | 2 | 8 | 8 | 2 |2030| 40 | 50 6080|2030 40 | 50 |6080 &
F g8 £ & £ 2 =
o f (mm/rev) f (mm/rev)
Carbon Steel w Y Y * -

0.05-0.15 | 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40

o
S
7
N
N
=]
o]
T
N
o
o
o]
T
N
o
o
o]
Cl)
N
o
o

X
X
X
%

. apxf < -4x0.8Wx0.1W=0.04W? U

Alloy Steel 807500 | 70480 | 70580 | 70 580 0.05~0.15 | 0.10~0.25 | 0.15-0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25-0.40
Stainless Steel 70?*1’60 60?1750 602‘1'50 Go‘f\;’so 0.05-0.15 | 0.10-0.20 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.25 | 0.20~0.40 | 0.25-040 | §
°
Cast Iron - - - - 100’}'200 70?;750 0.05-0.20 | 0.10-0.30 | 0.15-0.40 | 0.20~0.40 | 0.10~0.25 | 0.15-0.35 | 0.20~0.45 | 0.25-0.45 | S
Aluminum Alloys s00s00| 0-05-0.20 | 0.08~0.25 | 0.10~0.25 | 0.12-0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15-0.30
Brass - - - - - 10(1‘200 0.05~0.15 | 0.08~0.20 | 0.10~0.25 | 0.12-0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30
Ref. to the notes below for turning conditions. % : st Recommendation ¥t : 2nd Recommendation
(1) When using KGM Toolholder
Recommended Cutting Conditions
ap (MAX.) (mm) under 80% of Edge Width| - ap<0.8W f W
f (MAX.) (mm/rev) under 10% of Edge Width| - f<0.1W 2
(ap) x (f) shall not exceed 1/2 of ap (MAX.) x f (MAX.) S a i @
Loadim) Edge Width(mm)| - 2.0~2.5 3.0 4.0 5.0 6.0 8.0 © . ‘ M
: : o
ap x f ~0.20 ~0.36 ~0.64 ~1.00 ~1.44 ~2.56 | ‘ £
‘ 8
(©)

(2) When using KGM-T Toolholder (Deep grooving type)
Use 90% of KGM conditions

(3) When using KGMM / KGMS / KFMS-8 Toolholder
Recommended Cutting Conditions

ap (MAX.) (mm) under 50% of Edge Width | - ap<0.5W
f (MAX.) (mm/rev) under 4% of Edge Width | - f<0.04W
should be as follows. (under 50% of KGM)
Loadimmd) Edge Width(mm)| - 2.0~2.5 3.0 4.0 5.0 6.0 8.0
ap x f ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28
- ap x f=0.02W?

(4) When using KIGM Toolholder
Recommended Cutting Conditions
ap (MAX.) (mm) under 70% of Edge Width | - ap<0.7W

f (MAX.) (mm/rev) under 8% of Edge Width | - f<0.08W
should be as follows. (under 70% of KGM)
Loadimm) Edge Width(mm) 3.0 4.0 5.0

ap x f ~0.25 ~0.44 ~0.70

- ap x f=0.04W?

¢ GMG / GMM / GMN / GMGA 8030 (Face Grooving)

Recommended Insert Grades (Cutting Speed Ve: m/min) Face Grooving Turning
Cermet | “02aed| pVD Coated Carbide |Carbide Edge Width W (mm) Edge Width W (mm) 2
A q 0 ©
Workpiece Material S g g § § ° 8.0 8.0 g
z e o 4 4 S o
3 = = = f (mm/rev) f (mm/rev)

Carbon Steel 10(?}’220 80??60 80?\*1’60 80'560 0.1-0.2 0.1-0.25

Alloy Steel 80?\??60 702%760 707}1760 70‘~A1'60 0.1-0.2 0.1-0.25
Stainless Steel 050 | 60550 | 650 | 60 %a0 0.1-0.2 0.1-0.25 E
°
Cast Iron - - - - soﬁso 70?*1730 0.1-0.3 0.1-0.35 8

Aluminum Alloys 200-a00 | 0-08-0.25 0.08-0.30

Brass - - - - | o5 | 0.08-0.25 0.08-0.30

% : 1st Recommendation ¥¢: 2nd Recommendation
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Guide for Grooving

M Guide for External Grooving

® Point (I) (Turning after Grooving)

1) Grooving Depth Over 0.5mm: For roughing (Refer to Fig.1)
Before turning, pull the tool back about 0.1mm after grooving, instead of
turning subsequent to grooving.
(Failure to pull the tool back before traverse machining will result in an
unbalanced load applied on only one side of the cutting edge.)

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

. Before turning, pull the tool back about 0.1mm after grooving.
relate a small load on the cutting edge. (6rooving Depth Over 0.5mm: At roughing)
(Retention time is not necessary.) Fig.1

® Point (ll)
1) When widening the groove width (Refer to Fig.3),
apply the "Step Turning."

2) The widened groove and side walls should be
finished last.

(For better chip control, ap over 0.5mm is
recommended.)

Turning subsequent to grooving
(Grooving Depth under 0.5mm: At finishing)
Fig.2

Note) If the workpiece is not supported at the center,
reduce the feed rate when grooving towards center.

0.1mm

Fig.3

Grooving %

= M Guide for Face Grooving

<Toolholder Selection>

(1) Choose the best tool depending on the groove width. (

The Cutting Dia. ¢ D listed in the catalog indicates the depth fjtl—(—

of the first plunge of face grooving as shown in Fig.1. ;T

a a
(2) Confirm Grooving Depth (dimension T)
T
Fig.1

(3) It is recommended to install the toolholder in the Toolholder | Right-hand (R) Toolholder | Left-hand (L)

reverse position.(Fig. 2)

(This will provide smooth chip flow and chip Insert (Neutral) Insert (Neutral)

clearance.) —
<Guide for turning> E@ E@ |
Turning direction should be from the outer
diameter to the inner diameter as shown in Fig.3
This improves chip evacuation.

‘_

L Fig.2 Toolholder's Hand and Rotation

Fig.3
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M Guide for Face Grooving (Continued)

® Point (I) (Turning after Grooving)

1) Grooving Depth Over 0.5mm: For roughing (Refer to Fig.4)
Before turning, pull the tool back about 0.1mm after grooving, instead of
turning subsequent to grooving.
(Failure to pull the tool back before traverse machining will result in an
unbalanced load applied on only one side of the cutting edge.)

2) Grooving Depth under 0.5mm: For finishing (Refer to Fig.5)
Turning subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge.
(Retention time is not necessary.)

® Point (ll)
1) When widening the groove width. (Ref. to Fig.6)
Apply the “Step Turning”
2) The widened groove and side walls should be finished last.
(For better chip control, ap over 0.5mm is recommended.)

® Trouble shooting

Before turning, pull the tool back
about 0.1mm after grooving.

(Grooving Depth Over 0.5mm: At roughing)

Trouble Countermeasures

(1) Increase the cutting speed for finishing process only.
(This can handle most of the cases.)

Fig.7

|

If the method is not successful, try (2) as follows. ! |

(2) Check the insert edge’s parallelness. 90 +5° i

Whitish trace remains at the| ! agjusiment: Apply the insert edge to the 4 any @ \

groove bottom. workpiece face and adjust the toolholder % ;
within the angle of +5". (Fig.7)

(1) Install the toolholder in the reverse position.

) Adjust the coolant flow to the cutting edge.
Chips are entangled.

Instead, repeat shallow grooving and turning.

(2) When widening the groove, do not machine one deep groove.

Insert cracks when turning. | Reverse the facing direction.

Check the edge's parallelness.

Groove is not straight. Decrease the feed rate.

Fig.4

Turning subsequent to grooving
(Grooving Depth under 0.5mm: At finishing)
Fig.5

0.1mm

Fig.6

|| Grooving % n
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Grooving Cermet Insert with Molded Chipbreaker

Guide for Grooving s

® Guide for Grooving with 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.

® How to Improve Surface Finish (when surface roughness below 3um Rz is required)

1. Increase the cutting speed (Vc=220m/min MAX.)
2. Program retention time at the groove bottom.
3. Apply a light hone to the cutting edge by hand lapper.

® Chip Control of Grooving Insert with Molded Chipbreaker
1. Good chip control to cover wide application range stable chip control.

at high cutting speed, covering wide range of feed rate

2. Improved chip control and excellent surface finish.
Superior chip control performance and MEGACOAT PR1215 realizes the excellent surface quality

3. Chip control improvement at automated production line.
(prevent frequent machine stop)

GBA type GM chipbreaker

0 Bt Dl

Center bump and dent squeeze and control
chips

| o=oes (5 I

Helps modifying chip shape

Stable chip control at shoulder
grooving and chamfering

Front bump: Stabilize chip control at low feed rate

Smooth chip control due to optimum bump layout on the chipbreaker

M Alternative Toolholder Reference Table for Grooving Toolholder

Conventional Toolholder Alternative Toolholder
Spare Parts
Clamp Screw| Wrench Wrench -
Overall Overall =
Description length Description length | Remarks o
(mm) < (mm) 3
ElEe
KTGF?. 1010K-16F 125 KTGF%. 1010JX-16F| 120
1212M-16F 150 | SB-4070TRW FT-8 - 1212JX-16F| 120 G16
1616 M-16F 150 1616JX-16F| 120
KGM?L. 0810K-1.5-125 | 125 - - No replacement
1010K-1.5-125 | 125 | SE-40120TR - LTW-15S |KGM?®. 1010JX-1.5 | 120
1212M-1.5-150 | 150 1212JX-1.5 | 120
KGM®. 0810K-2-125 125 - - No replacement
1010K-2-125 125 | SE-40120TR - LTW-15S |KGM®L 1010JX-2 120
1212M-2-150 150 1212JX-2 120 G36
1616M-2-150 150 | SE-50125TR - LTW-20 1616JX-2 120
KGM?%. 1010K-2.5-125 | 125 KGM?%. 1010JX-2.5 | 120
1212M-2.5-150 | 150 | S0 20120TR i LTW-15S 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 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.
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