Grooving

External grooving G2
GBA KGBA / KGBAS / KGBA-JCT G13

KGB / KGBS G16
GBF KGBF-F / KGBF-JCTM / KGBFS 623

S-KGBF 626
KaD KGD (Integral type) G34

KGD (Integral type for automatic lathe) G35

KGD-JCT (Integral type, coolat-through holder) @36

KGD-JCTM (Integral type for automatic lathe, coolat-through holder) 639

KGD-S (0° separate type) G40
KaM KGM / KGM-T / KGMM / KGMS G55

KGMU G60
KGH KGH / KGHS 662
KGA KGA G64
KaMw KaMw G67
TGF TGF insert 668
Internal grooving G69
EZG EZG G71
VNG VNG G73
GC Nide G76
GE/GER SIGE G81
GIv GIV/GIV-E / GIV-W G86
KIGBA KIGBA 689
KGD KGDI 691
KGH KIGH 693
KGM KIGM-8 / KIGMU-8 G95
KGIA KGIA @97
GMM-V GMM-V insert 698
Face grooving G99
EZFG EZFG G103
VNFG VNFG G105
TWFG / TWFGT TWFG G106

TWFGT G108
KGDF KGDF G114

KGDF-Z (Integral type) G118
GVF-AA GFVS-AA/ GFVT-AA G125

GFV G127

GFVS/GFVT G129

GIFV G133
KFMS KFMS G135
KFMS-8 KFMS-8 G138
KFTB KFTB-S G140
Recommended cutting conditions G141

G1
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External grooving
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External

Internal

Face

KGD Grooving (External grooving & turning)

- Integral type

Type KGD
Edge width (mm) 20~80
Max. grooving depth (mm) 6~30
See Page G34
- Integral type (Coolant-through holders)
Type KGD-JCTM
Edge width (mm) 30~50
Max. grooving depth (mm) 6~25
See Page G39
- Integral type for automatic lathe
Type KGD
Edge width (mm) 20~40
Max. grooving depth (mm) 10~255
See Page G35

- Integral type for automatic lathe (Coolant-through holders)

T Integral type

For automatic lathe

Separate type

Type KGD-JC(TM
Edge width (mm) 20~40
Max. grooving depth (mm) 12~16
See Page G38
- Separate type - Separate type
Type *KGDS-S Type *KGD-S
Edge width (mm) 30 Edge width (mm) 20~50
Max. grooving depth (mm) 10 Max. grooving depth (mm) 10~25
See Page G41 See Page G40

*The separate type toolholders can accept all the blades if their

hand is matching.

*The separate type toolholders can accept all the blades if their

hand is matching.

Low cutting force

GS

Low feed
GL

General purpose

GM

High feed
PH

Copying
™M

G2
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External grooving

Type KGBAS KGBA (-JCT) KGBS KGB
Edge width (mm) 033~48 033~48 033~48 033~48
Max. grooving depth (mm) 08~50 08~50 08~50 08~50
See Page G14 G13,G15 G17 G16

Ground chipbreaker

Ground chipbreaker
Full-R

GM chipbreaker My

chipbreaker

General (Square)

Full-R (Round)

GM chipbreaker

MY chipbreaker

Edge shape

Deep grooving (Grooving depth : ~25 mm)

*These shallow groove types of the previous system will be switched to the system on the left.

KGBS — KGBAS
KGB —— KGBA

Type KGHS KGH KGA
Edge Width (mm) 40~80 40~120 30~50
Max. grooving depth (mm) 13 13~17 20~25
See Page G63 G62 G64

Ground chipbreaker

Molded chipbreaker

Molded chipbreaker

W 08_Chapter_G_2022_modified_final version_KAP.indd 3
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External grooving

KGM Grooving (External grooving & turning)

Type KGMM KGMS

P
Edge width (mm) 30~50 30~50 /
Max. grooving depth (mm) 48 48 @
G58 G58

See Page
Molded chipbreaker Molded chipbreaker Ground chipbreaker
Full-R

Grooving %
C

\
External :
I

Internal

Face

Type KGM KGM KGM-T KGMU
Edge width (mm) 15~40 30~80 20~60 30~50
Max. grooving depth (mm) 10~16 9~25 17~30 35~45
See Page G55 G56 G57 G60

S s '
Molded chipbreaker ~ Molded chipbreaker ~ Ground chipbreaker ~ Deep grooving / Cut-off Molded chipbreaker
Full-R Full-R
J

G4
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External grooving

External grooving of precision parts for automaticlathe

- Coolant-through holders
Type KGD Type KGD-JCTM Type KGM
Edge width (mm) 20~40 Edge width (mm) 20~40 Edge width (mm) 15~40
Max. grooving depth (mm) 10~255 Max. grooving depth (mm) 12~16 Max. grooving depth (mm) 10~16
See Page G35 See Page G38 See Page G55

Type
Edge width (mm) 025~30
Max. grooving depth (mm) 06~30
See Page G23 - Coolant-through holders
Type KGBFS KGBF-JCTM S-KGBF
Edge width (mm) 025~30 025~30 025~30
Max. grooving depth (mm) 06~30 06~30 06~30
See Page G25 G24 G26

-

Ground chipbreaker GL chipbreaker

For aluminum wheel external grooving

(External / Facing / Copying)

Type KeMw
Edge width (mm) 60~80
Max. grooving depth (mm) 25
See Page G67
1-edge
PCD

o
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External grooving GBA

GBA32
Staimessstel (@[ [o] | [ | M|
) ) ) Cer-
Dimension (mm) Tolerance (mm) Carbide met
) a Applicable
Insert Description :“g_" v = sl
Slav|ax|ic| s o || W[ W violole Slcbacll
min. | max. §§§§§§§ G89
GBA32R  033-005 033 | 08 0.05 | -003 [+0.02| ‘®
1 o |o
050-005 05 |, 005 | 0 [+005|g o o
075-005 075 | 2 0.05 |-0.025 [+0.025|@ @ @ @ ®®®
095-005 095 | 2 0.05 |-0.025 [+0025|@ @ @@ |@
100-005 1] 2 0.05 |-0.025 [+005|@ @ o@0®
110-005 112 0.05 |-0.025 |+ 0.025| @@
120-005 12| 2 0.05 |-0.025 |+ 0.025|®@:®
125-020 125 | 2 02 [-0025|+0025|@@ oleee
130-020 13 2 0.2 [-0025|+0.025|@:® KGBAR16
o 140-020 14 | 25 02 |-0025|+0.025|@: @@ KGBAR...16JCT
3 145-020 145 225 02 [-0025 |+005|g g o O |®| KeBasL.6
o) : KIGBAL...16
o 150-020 15 | 2 0.2 [-0.025|+0.025 °*°
2|25 : : o0 @
160-020 16 | 25 0.2 [-0025|+0.025|@ ®
External 170-020 17 | 25 0.2 [-0025|+0.025|@:®
2 o |o
intemal 175-020 175 | e 02 [-0025|+0025|g o o
200-020 225 02 0025|1005 0@ o|0|0|®
Face 00 225-020 225 | 25 0.2 [-0025|+0.025|@:®
[ - 250-020 25 | 25 0.2 |-0.025|+0.05|@ 0 ol® |®
300-020 3 |25 0.2 |-0025|+0.05|@ @@
GBA32L  033-005 3033 [ 08 | 238 4 Toos (-0 [+002| @
1 °
050-005 05 |, 005 | 0 [+005|g g
075-005 075 | 2 0.05 |-0.025 [+0025|@ @ @@
095-005 095 | 2 0.05 |-0.025 |+0.025|@:® °
100-005 1] 2 0.05 |-0.025 [+005|@ @ o/®/e|®
110-005 12 0.05 |-0.025 |+ 0.025| ‘@
120-005 12| 2 0.05 |-0.025 [+0.025|@:®
125-020 125 | 2 02 [-0025|+0.05|@® o|e/e|e
130-020 13 2 0.2 [-0025|+0.025|@:®
140-020 14 | 25 02 [-0025|+0.025|@ ® KGBAL...16
3 ° KGBAL...16)CT
145-020 145 | e 02 [-0.025[+005|g g o KGBASR..16
KIGBAR...16
150-020 15 2%5 02 |-0025 |+0025|g g g oo
160-020 16 | 25 0.2 [-0025(+0.025|@ ®
170-020 17 | 25 0.2 [-0.025(+0.025|@: @
175-020 175 2%5 02 |-0025 |+0025|g o g ¢ ®
200-020 27725 0.2 20025 |+0.05|@ 0 0 o|0|0|®
225-020 225 | 25 0.2 [-0025(+0.025|@:®
250-020 25 | 25 02 [-0025|+005|@® ole |®
300-020 3 |25 0.2 [-0025(+0.025|@ ®
Right-hand shown Recommended cutting conditions @ G141

CDX shows available grooving depth.

@ : Standard item

G6
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External grooving GBA

GBA32
Stinlessseel e[ [ || m |
Dimension (mm) Tolerance (mm) it E PCD
de |3
g |- - | pade
Insert Description - o | ow @ G13~G17
S| oW x| lc | s | o | Re|LE| L cglslz2l s
£EElEE
GBA32R  050-005F 05 | 1 0.05 0 |+005 °
075-005F 075 | 2 0.05 -0.025 |+0.025 °
095-005F 095 | 2 0.05 -0.025 |+0.025 °
100-005F 1] 2 0.05 -0.025 [+0.025 ° KGBAR...16
125-020F 125 2 0.2 -0.025 [+0.025 ° KGBAR...16)CT
145-020F 145 | 2 0.2 -0.025 [+0.025 ° KGBASL...16
150-020F 15 | 2 0.2 -0.025 [+0.025 ° KIGBAL...16
o oo 175-020F 175 | 2 02 0,025 [+0025 | |@ @
RE ([ ¥ 200-020F 2 |25 0.2 -0.025 |+0.025 °
250-020F 25 | 25 02 -0.025 |+0.025 °
GBA32L  050-005F 3ros 1 |83 4 s - 0 [+005 ° o
075-005F 075 | 2 0.05 -0.025 |+0.025 ° S
Sharp edge 095-005F 095 | 2 0.05 -0.025 |+0.025 ° 8
100-005F 1] 2 0.05 -0.025 |+0.025 ° KGBAL..16 5
125-020F 1.25 2 0.2 -0.025 |+0.025 [ ] KGBAL...16JCT
145-020F 145 | 2 02 -0.025 |+0.025 ° KGBASR...16
150-020F 15 | 2 02 -0.025 |+0.025 ° KIGBAR...16
175-020F 175 | 2 02 -0.025 |+0.025 °
200-020F 2 | 25 02 -0.025 |+0.025 °
250-020F 25 | 25 02 -0.025 |+0.025 °
5
NI KGBAR...16
! GBA32R  200-100R 2 1 (3 KGBAR...16)CT
a e 3|05 | 25 [ess|3a8 | 44 | | - |-0025|+005|g o KeBASL 16
KIGBAL...16
Full R
e, KGBAR...16
§ 5| GBA32R  125-010 125 | 2 o0 6T
‘ 150-010 115 ] 2 [9525]318 | 44 | 01 | 17 |-003 |+0.03 0
200010 2| 25 o | fBASL.I
KIGBAL...16
1-edge

Right-hand shown
CDX shows available grooving depth.

Recommended cutting conditions @ G141

(BN & PCD Inserts are
sold in 1 piece boxes

G7
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External grooving GBA

GBA43
Stamessstel (@[ [o] | [ | [ M |
Dimension (mm) Tolerance (mm) Carbide Cermet
2 a Applicable
o - -
Insert Description E A = toolholder
sl ow x| | s [or|re | W]|W ®G13~G17
= min. | max. |2i%isiglo|glzia]  G89
|E2ERERE:
GBA43R  125-010 1.25 2 476 0.1 ([ M J
125-020 1.25 2 476 0.2 o0 000000
140-020 14 | 35 4.76 0.2 .00
2 e |oe
145-020 1.45 35 476 0.2 oo @
150010 15 ] 35 476 (N ) KGBAR22-15
150-020 15 ]38 476 02 eeeelse0e, i o
170-020 17 | 35 476 02 oo KEBASL. 22-15
@ 175020 175 | 35 476 02 eeeele 00 )
185-020 185 | 35 4.76 0.2 o 0000 |00
? 195-020 195 | 35 4.76 0.2 [
S 200-010 2 3.5 476 0.1 (3 )
8 200-020 2 35 4.76 0.2 o0 000000
6 225-020 225 | 35 4.76 0.2 000
230-020 23135 4.76 0.2 o000 00 00
e ?025 250-010 25 5 476 0.1 ( X} J *1
External & 4 eoje® o0 *2
= olntEY 35 s {2747 55 | % 005 |+005|0 @@ @ *|
*
Internal e 265-030 265 g 476 03 e o ¢ (o *5
Face 4 [ ] [ M J *2
280-030 2.8 5 476 0.3 oo @ N
300-010 3 5 4.76 0.1 (3}
4 (000 *
300-030 3 5 476 0.3 BB "
325-030 3.25 5 4.76 0.3 o0
4 o &0 *2
330-030 33 5 476 03 PRPSPE PR P
350-010 35 5 4.76 0.1 e 0
350-030 35 5 4.76 0.3 00000 |00
400-010 4|5 476 0.1 oo KGBAR...22-35
400-040 4| 5 476 0.4 00 ole/ele of (GBAR.22:35T
430-040 4377 476 04 oo oo |e e KBASL.2235
450-040 45 | 5 476 0.4 oo oo |oofGBAL.2
480-040 48 5 5 0.4 oo o0 [ ]
Right-hand shown Recommended cutting conditions @ G141

CDX shows available grooving depth.
*1 : KGBAR...22-25T5, KGBAR...22-25JCT, KGBASL...22-25T5, KIGBAL...22
*2: KGBAR...22-25, KGBAR...22-25T5, KGBAR...22-25JCT, KGBASL...22-25, KGBASL...22-25T5, KIGBAL...22

@ : Standard item

G8
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External grooving GBA
Staimessstel (@[ [o] | [ || M |
Dimension (mm) Tolerance (mm) Carbide Cermet
) Applicable
k%) [=)
Insert Description '§’ v = ol
g 5 wo| @ G13~G17
S| (W | X IC S D1 RE ) in
min. | max. |88 2(S(5ig| G89
EEEEE5E2E
GBA43L  125-010 1.25 2 4.76 0.1 [ M J
125-020 1.25 2 4.76 0.2 o0 00000
140-020 14 | 35 4.76 0.2 ( 3 J
145-020 1.45 2 4.76 0.2 ¢ &
) ’ 35 : : oo o
150-010 15 35 4.76 0.1 : : ololole KGBAL..22-15
150-020 15 35 4.76 0.2 pepa KGBAL..22-15)CT
170-020 1.7 35 4.76 0.2 A KGBASR...22-15
175-020 175 | 35 4.76 0.2 KIGBAR...22
185-020 185 | 35 4.76 0.2 oo 00 |0
195-020 195 | 35 4.76 0.2 [ J (o)}
200-010 2 35 4.76 0.1 [ M J §
200-020 2 35 4.76 0.2 00000000 8
225-020 225 | 35 4.76 0.2 [ M ) G
0025 230-020 23 35 4.76 0.2 o0 000 0O
et 250-010 25775 476 01 oo 3
4 Q00 *
250-030 3] 25 5 127 | 476 | 55 0.3 |-0.025 {+0.025 oo o 3
4 [} [ J *4
265-030 2.65 5 4.76 0.3 oo @ 3
4 ° ° 4
280-030 2.8 5 4.76 0.3 oo @ .
300-010 3 5 4.76 0.1 ( M J
4 o0 e *4
300-030 3 5 4.76 0.3 oo @ P
4 o |o *4
330-030 33 5 4.76 0.3 oo @ "
350-010 35 5 4.76 0.1 o0
350-030 35 5 4.76 0.3 00000 00
400-010 4| s 476 0.1 oo KGBAL...22-35
400-040 4| s 476 04 e 00 0le/ele of (GBAL.2ISIT
430-040 4377 476 04 oo o KGBASR...22-35
450-040 45 | 5 476 04 oo |0 KIGBAR...22
480-040 4.8 5 5 0.4 [ M ) [}
Right-hand shown Recommended cutting conditions @ G141
CDX shows available grooving depth.
*3:KGBAL...22-25T5, KGBAL...22-25JCT, KGBASR...22-25T5, KIGBAR...22
*4 : KGBAL...22-25, KGBAL...22-25T5, KGBAL...22-25JCT, KGBASR...22-25, KGBASR...22-25T5, KIGBAR...22
@ : Standard item
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External grooving GBA

GBA43
Stainless steel
k]
Dimension (mm) Tolerance (mm) g
o
gl Applicable
Insert Description E aw | av @t(ghh;lﬂzl 7
S| W [ X | IC S D1 | RE | LE min. | max |5 G89
=
GBA43R  125-020F 1.25 2 4.76 0.2 [
L I
i ) ’ ’ KGBAR...22-15)CT
175-020F 175 | 35 4.76 0.2 [ ] KGBASL...22-15
185-020F 185 | 35 4.76 0.2 [ ] KIGBAL..22
200-020F 2 35 4.76 0.2 [ ]
230-020F 23 | 35 4.76 0.2 [ ]
250-030F 25 4 4.76 0.3 [
@ 265-030F 2.65 4 4.76 0.3 [
280-030F 28 4 4.76 0.3 [ *2
o)) 300-030F 3 4 4.76 0.3 [
§ 330-030F 33 4 4.76 0.3 [
o 350-030F 35 5 4.76 0.3 [
2 P e 400-040F 4| s 476 0.4 ° Egmggg T
v : 430-040F 4315 476 04 | L CBASL 2235
450-040F 3| 45 5 127 | 476 | 55 | 04 - |-0.025 [+0.025|®@ KIGBAL 22
B 480-040F 48 | 5 5 04 °
Shapadge | GBA4L  125-020F 125 | 2 02 °
Internal 145-020F 145 | 2 02 | B 2215
150-020F 15 | 35 0.2 [
KGBAL...22-15)CT
Face 175-020F 175 | 35 0.2 [ KGBASR..22-15
185-020F 185 | 35 0.2 [ ] KIGBAR..22
200-020F 2 35 0.2 [ ]
230-020F 23 | 35 476 0.2 [ ]
250-030F 25 4 ’ 0.3 [ ]
265-030F 2.65 4 0.3 [ ]
280-030F 28 4 0.3 [ ] *4
300-030F 3 4 0.3 [ ]
330-030F 33 4 0.3 [ ]
350-030F 3.5 5 0.3 [ ] %
400-040F 4 5 0.4 [ ]
Right-hand shown Recommended cutting conditions @ G141

CDX shows available grooving depth.

*2: KGBAR...22-25, KGBAR...22-25T5, KGBAR...22-25JCT, KGBASL...22-25, KGBASL...22-25T5, KIGBAL...22
*4 : KGBAL...22-25, KGBAL...22-25T5, KGBAL...22-25JCT, KGBASR...22-25, KGBASR...22-25T5, KIGBAR...22
*6 : KGBAL...22-35, KGBAL...22-35JCT, KGBASR...22-35, KIGBAR...22

@ : Standard item

G10
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External grooving GBA
GBA43
Staiessstel _______________________[®[@][ [ | M |
) ) Carbi-| Cer-
Dimension (mm) Tolerance (mm) de | met
) Applicable
o -
Insert Description E o toolholder
Slaw [ax| | s |on | | Y| W Q@I
= min. | max. |ZiZISS G89
Eix[Ei2
GBA43R  140-010GM 14 | 35 0.1 oole
150-020GM 15 | 35 0.2 o o|e |KGBAR.22-15
175-020GM 175 | 35 0.2 e oo |KGBAR.22-15)(T
185-020GM 185 | 35 0.2 o oo |KGBASL.22-15
200-020GM 2 |35 0.2 o ole |KIGBAL.22
230-020GM 23 | 35 0.2 0
250-030GM 25 | 5 03 eoeole
265-030GM 25| 5 03 0 . E@
300-030GM 315 03 eool®
330-030GM 33 | 5 03 0
350-030GM 35| 5 03 .00 " =3
400-040GM 4 | 5 04 00 S
GBABL 1400106M || 14 | 35 | X7 [ 476 | 33 [oq | 0B 1002 g gTe 8
&= sl 150-020GM 15 | 35 0.2 ® @@ |KGBAL.22-15 IG]
Molded Chipbreaker 175-020GM 175 | 35 0.2 ® ®|® | KGBAL..22-15)CT
185-020GM 185 | 35 0.2 ® @|® | KGBASR..22-15
200-020GM 2 |35 0.2 ® ®|® |KIGBAR.22
230-020GM 23 | 35 0.2 0
250-030GM 25 | 5 03 eoeoe
265-030GM 265 | 5 03 0 v
300-030GM 35 03 0
330-030GM 33 | 5 03 0
350-030GM 35 | 5 03 0
400-040GM 4| s 04 Y0 *6
GBA43R  175-020MY 175 | 35 0.2 ® | KGBAR...22-15
185-020MY 185 | 35 0.2 ® | KGBAR...22-15)CT
200-020MY 2 | 35 0.2 ® | KGBASL...22-15
230-020MY 23 | 35 0.2 ®| KIGBAL..22
250-030MY 25 | 5 03 °
265-030MY 265| 5 03 ° .
300-030MY 315 03 °
330-030MY 33 | 5 03 °
350-030MY 35 [ 5 03 ° v
400-040MY 3 4 | 5 [127|476] 55 | 04 [-0.025|+0.025 °
: GBA43L  175-020MY 175 | 35 0.2 ®| KGBAL..22-15
- Molded (,ﬁ,;ake, 185-020MY 185 | 35 0.2 ® | KGBAL..22-15)CT
200-020MY 2 |35 0.2 ® | KGBASR...22-15
230-020MY 23 | 35 0.2 ®| KIGBAR...22
250-030MY 255 03 °
265-030MY 265| 5 03 ° *4
300-030MY 315 03 °
350-030MY 35 [ 5 03 ° “
400-040MY 4| s 04 °
Right-hand shown Recommended cutting conditions @ G141
CDX shows available grooving depth.
2 : KGBAR...22-25, KGBAR...22-25T5, KGBAR...22-25JCT, KGBASL...22-25, KGBASL...22-25T5, KIGBAL...22
#4: KGBAL...22-25, KGBAL...22-25T5, KGBAL...22-25JCT, KGBASR...22-25, KGBASR...22-25T5, KIGBAR...22
*5: KGBAR...22-35, KGBAR...22-35JCT, KGBASL...22-35, KIGBAL..22
#6 : KGBAL...22-35, KGBAL...22-35JCT, KGBASR...22-35, KIGBAR...22
@ : Standard item
G11
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External grooving GBA

|Stanlessstesd —_____[®[[ [o[ [ [ || [[[] m |
2 Dimension (mm) Tolerance (mm) Carbide Cermet | (BN | PCD
= Applicable
S| o
Insert Description E § v 15 ) ) il iy
' g3 ow x| ic|s [or|refe| W |W ®G13~G17
s |= min. | max. |2i8igigeglsgSi8gE G89
g S=22E52E2E 28
KGBAR...22-15
GBA43R  100-050R 1] 2 05 oo oloe o Komn-221 o
150-075R 15135 0.75 o0 o006 o KGBASL...22-15
200-100R 2 |35 1 eooooee o KIGBAL...22
250-125R 25| 4 1.25 oo ‘oo ° Y
300-150R 3| 4 15 OO0 °
400-200R 4|5 2 oo o0 ° *
@ GABL 100050 | [ 1 | 2 ||V 0 [os | T |MB T ]g e e[ele| @ EEEQH%]?M
150-075R 15| 35 075 oo oo o KCBASH - 32:75
o 200-100R 2 |35 1 000000 O KIGBAR...22
£ 250-125R 254 125 oo oo o
S 300-150R 3| 4 15 OO0 °
5 400-200R 4 s 2 oo oo 6
y KGBAR...22-15
GBA43R  100-050RF 1] 2 05 ° KsbaR.. 2213
External 150-075RF 15135 0.75 L4 KGBASL...22-15
200-100RF 2 |35 1 ° KIGBAL...22
Internal 250-125RF 2574 125 ° "
300-150RF 3 | 4 15 )
Face 4 . < 400-200RF| F [3| 4 | 5 [127|476] 55 2 | - [-0.025]+0.025 ° *5
— GBA43L  100-050RF 1] 2 05 ° KGBAL..22-15
Full R/ 150-075RF 15|35 075 ° KL 22 18T
Sharp edge 200-100RF EE 1 °
. KIGBAR...22
250-125RF 25| 4 125 ° .
300-150RF 3| 4 15 ° 4
) KGBAR...22-15
GBA43R  125-020 125| 2 30 KBAR- 2213
150-020 15 35 o0 KGBASL...22-15
200-020 2 |35 o0 KIGBAL...22
250-020 25| 4 30 Y
300-020 3| 4 3
GABL 125020 18| T [3s | 127 [476 | 55 | 02| 19 | -003 | +003 o &Eﬁtﬁﬂﬁm
S 15135 ®® | KeBASR.22-15
200-020 2 |35 oo KIGBAR...22
250-020 25| 4 ) )
300-020 3] 4 ° 4
4 KGBAR...22-15
GBA43R  125-010 125| 2 o KGBAR. 2213
150-010 1535 ®:®/ GBASL...22-15
200-010 2 |35 ®: @ KIGBAL..22
250-010 25| 4 oo "
300-010 3| 4 oo
@l oo | F I Tas (127 [476] 55 | 01| 19| -003 | +003 P &Eﬁt%ﬂ?m
R 15133 ®:®/ |GBASR..22-15
200-010 2 |35 ®:®| K|GBAR..22
250-010 25| 4 o0 )
300-010 3] 4 2 | |e 4
Right-hand shown Recommended cutting conditions @ G141

CDX shows available grooving depth.

*2 :KGBAR...22-25, KGBAR...22-25T5, KGBAR...22-25JCT, KGBASL...22-25, KGBASL...22-25T5, KIGBAL...22
*4 : KGBAL...22-25, KGBAL...22-25T5, KGBAL...22-25JCT, KGBASR...22-25, KGBASR...22-25T5, KIGBAR...22
*5: KGBAR...22-35, KGBAR...22-35JCT, KGBASL...22-35, KIGBAL...22

*6 : KGBAL...22-35, KGBAL...22-35JCT, KGBASR...22-35, KIGBAR...22

(BN & PCD Inserts are
@ : Standard item sold in 1 piece boxes

G12
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External grooving GBA

KGBA (External grooving / Shallow grooving)

LH LF

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

Toolholder dimensions

Spare parts
Ava_l labi- Dimension (mm)
lity Clampset | Wrench -
Descrintion Applicable inserts
P @ G6~G12
R|L|S|H|B|LH|HF|LF @
>
S
KGBA%.  2020K-16 (B 20 | 20 20 (125 =
. 2.5 24 LGBA-16"AS|  FT-15 GBA32. type (]
2525M-16 [ BN J 25|25 25 1501 30
KGBA%.  2020H22-15 ([ ] 4
2020H22-25 [ 4.5 100 LGBA-22RS
2020H22-35 ®| |55 |
2020K22-15 ® (@ | 420120 20 25
2020K22-25 ® @ |45 125
2020K22-25T5 (K o5 255 FT-15 GBA43%/. type
2020K22-35 oo |
LGBA-22%.S
2525M22-15 o 0|4
2525M22-25 ® @ |45
25|25 25 1501 30
2525M22-25T5 o0 o5
2525M22-35 e|lo |

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.
Clamp Set : LGBA-COCRS for Right-hand Toolholder and LGBA-COCLS for Left-hand Toolholder.

Rake Angle (a) after Installment of GBA insert

GBA32FLOOO-OO0 GBAG3RL OOO-O00 GBABFLOOO-OOCOR (Full-R)
a Insert Grades a Insert Grades a Insert Grades Dengrlilﬁﬁion

TN620, TN9O, PV7040 0° KBN510, KBN525 . | TN620,TN9O, PV7040, PRI30 ~
10° | PR930 PR1'215 Pimzs PR905 10 PR1215, PR1625, PR905 050R~150R

'KPD001, KPDO10 TNG20, TC4ON, TNSO, PV7040 TNG20, TNOO, PV7040, PRO30
KPDOO1, KPDO10 10° | PR930, PR1215, PR1625, PR9OS e 1S DRTE: R 200R
KPDO0O1, KPDO10 14 , .
20° Kw10

20° KW10 Kw10 050R~200R

Rake Angle (a) after Installment of GBA-GM insert Rake Angle (a) after Installment of GBA-MY insert

a Insert Description a Insert Description
s GBA43R/L175-020MY
10° GBA437/.150-020GM 15° .
GBA437175-0206M CBAL350-030MY
15° : % GBA437L400-040MY

GBA43%1.265-030GM

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

GBA43%/.300-030GM
12° 1
GBA43%/.400-040GM

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

@ : Standard item

G13
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External grooving GBA

KGBAS (External grooving / Shallow grooving)

20

WF

CDX

LH

LF

+++++ |

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

N -—-—
°

Toolholder dimensions

Spare parts
Availabi- . .
. Dimension (mm)
lity Clampset | Wrench
Descrintion Applicable inserts
P @ G6~G12
)}
£ R|L|[S|H|B|LH|HF|LF Fﬁ
S
S
C KGBAS®/.  2020K-16 [ AN J 20| 20 20 (125
O . 2.5 25 LGBA-16%&S|  FT-15 GBA32'Yx type
2525M-16 [ BN J 25|25 25150 30
External KGBAS®/.  2020K22-15 o 0|4
e 2020K22-25 oo
2020 20 (125] 27
Internal 2020k22-25T5 ole| .
2020K22-35 [ BN J
25 LGBA-22'&S|  FT-15 GBA43%k type
Face 2525M22-15 o 0|4
2525M22-25 ® @ |45
25125 25 1501 32
2525M22-25T5 [ BN J 55
2525M22-35 oo |

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,CDX” of Insert.
See Page G13 for Rake Angle (a) after Installment of Insert.
Clamp Set : LGBA-COCLS for Right-hand Toolholder and LGBA-COORS for Left-hand Toolholder.

@ : Standard item

G14
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External grooving GBA

KGBA-JCT (Exteral grooving / Shallow grooving, Coolant-through holder)

CDX
O
[ A S _ N -
=
2 . a==
N ﬂ f ’o\'/ LF
T G1/8
1) T -

G1/8 MHD

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

Toolholder dimensions

Spare parts
Availabi- A
. Dimension (mm) o
lity S| Pl Screw Wrench | Wrench
Desaiption = Applicable inserts
e @ G6~G12
o
— o
R|{L[ZS|[H|B [LH|[MHD|HF|LF|WF ‘S:
8
KGBA%L ~ 2020K-16JCT (2K ] 2020 20 25 5
: 2.5 24 {107.5[——1125 — Yes | HSG1/8X8.0 | SB-4085TR FT-15 - GBA32%. type O
2525K-16JCT [ BN J 25|25 25 30
KGBA%L  2020K22-15)CT e 0|4
2020K22-25JCT (JK ] 55 2020 20 25
2020K22-35JCT oo
26.5( 105 ——125 — Yes | HSG1/8X8.0 | SB-5085TR - LTW-20 GBA43%. type
2525K22-15)CT o o4
2525K22-25)CT eo0 5s 25025 25 30
2525K22-35)CT o0 |

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.
See Page G13 for Rake Angle (a) after Installment of Insert.

KGBA-JCT toolholder is screw clamp type.

Please see page H16 and H17 for piping parts of coolant-through holders.

@ : Standard item

G15
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External grooving

GBA

()]
£
S
[@]
@]
S
(V)

External

Internal

Face

KGB (External grooving / Shallow grooving)

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

Toolholder dimensions

Spare parts
Availabi- A
) Dimension (mm) .
lity (lamp (lamp bolt Spring Wrench . .
Descrintion Applicable inserts
P @ G6~G12
RL§HBLHHFLFWF@ /
y 2020K-16 o|o 20 | 20 20 [125] 25
GBI 25 24 (GB BH6X25 SP-6 LW-4 GBA32%. type
2525M-16 ofo 25|25 25 1150( 30
KGBY.  2020K22-15 OlO]| 4
2020K22-25 OO [45/20(20 20 |125] 25
2020K22-35 O|O|55
255 (GB BH6X25 SP-6 LW-4 GBA43%/. type
2525M22-15 Olo] 4
2525M22-25 OO |45|25|25 25 |150( 30
2525M22-35 OO |55

KGB will be switched to KGBA=> G13
(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.
KGB Clamp : CGBR for Right-hand Toolholder and CGBL for Left-hand Toolholder.

Alternative Toolholder Reference Table

KGBA = (KGB)
KGBA™L ...22-15 KB ...22-15
KGBA"AL ...22-25 KGBTL ...22-25
KGBA"A ...22-35 KGBTL ...22-35

KGBAPL ...22-25T5

KGBL ...22-25
(Available grooving depth has a limit)

- Short shank type is not available for KGB / KGBS.

O Check Availability

G16
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Better Chip flow.
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External grooving

GBA

KGBS (Exteral grooving / Shallow grooving)

CDX

LF

El

/T?
P
Ma LH
|

Az

Toolholder dimensions

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

Spare parts
Availabi- A
. Dimension (mm) )
lity (lamp (lamp bolt Spring Wrench
Descrintion Applicable inserts
p ® G6~G12
RLEHBLHHFLFWFo
° =0
KGBS".  2020K-16 o0 20| 20 20 (125] 25
’ ,) 25 25 (GB'/& BH6X25 SP-6 LW-4 GBA32%k type
2525M-16 oflo 25|25 25150 30
KGBS?L  2020K22-15 OO 4
2020K22-25 OO |45[20(20 20 |125| 27
2020K22-35 O 1O |55
- 25 (GB'& BH6X25 SP-6 LW-4 GBA43%k type
2525M22-15 OlO| 4
2525M22-25 OO |45|25|25 25|150( 32
2525M22-35 OlO|55

KGBS will be switched to KaBAS=> G14
KGBS Clamp : CGBL for Right-hand Toolholder and CGBR for Left-hand Toolholder.

Alternative Toolholder Reference Table

KGBASTL ...22-25T5

(Available grooving depth has a limit)

KGBAS ) (KGBS)
KGBASA ...22-15 KGBS%L ...22-15
KGBASA ...22-25 KGBS%L ...22-25
KGBASTA ...22-35 KGBS%L ...22-35

KGBSL ...22-25

(O Check Availability

W 08_Chapter_G_2022_modified_final version_KAP.indd 17
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External grooving GBF

G B F (for automatic lathe)

High precision with edge width tolerance of £0.02 mm
High efficiency MEGACOAT coating technology for long tool life

Stable chip control with GL chipbreaker

GL Chipbreaker controls chips stable at both grooving and turning.
(Turning is not recommended for GBF32R075-005GL)

Stable chipcontrol Chip control comparison (internal evaluation)

GL chipbreaker Competitor A

Grooving @ @ ®

f=0.05mm/rev
d=15mm ° ® o o

()]
£
S
[@]
@]
S
(V)

External
- b s
uming R T
Internal A FIRPLY
f=0.04 mm/rev -4 Y &
ap=02mm e 3y S "R
Face R
€ g A

Chips are short, curled and break evenly in low feed machining.
Prevents chip clogging. Cutting conditions: Vc = 80 m/min, edge width T mm
Workpiece material : SUS304

Good surface finish

GL chipbreaker controls chips stable at high feed machining,
Good surface finish of side wall

Surface roughness comparison (internal evaluation) Chip control comparison (internal evaluation)
10.0
(O IR e ® e
GL chipbreaker [ 4 @ 92 @ & A id
8.0 e ® * o AL . B
g
N M GL chipbreaker M vy o wWwWt @ ©
é 60 Il Competitor A fonpetions ® & an @
e (Molded chipbreaker) LA L I ) =
<
A ©® o o o & ©°© g o
o
4.0
% f=0.04 f=0.05
&
5
wv
20
0
0.02 0.04 0.06

f (mm/rev)
Cutting conditions: Vc = 80 m/min, d = 1.5 mm, f = 0.03~0.05 mm/rev, edge width T mm
Workpiece material : SCM415

G18
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External grooving GBF

KG B F 'J CTM (for automatic lathe)

Discharges coolant from the top of the insert

Coolant hole

Ample supply of coolant to the cutting edge.
Prevents coolant stream spreading which slows the coolant flow.

Direction of supply

Sufficient coolant between the chipbreaker and the chips

Cutting Area Distance

(~10mm)

= Stable chip curls and sufficient cooling of the insert

Excellent chip control provide long tool life

Superior cooling action improves tool life

External Grooving KGBF-JCTM

Grooving %B

« Provides Coolant toward the Rake Surface of Insert

« Specification

Edge Width : 0.25 -3 mm
Ground Chipbreaker/Molded GL Chipbreaker

Maximum groove depth : 3 mm

Coolant Discharging Comparison (internal evaluation)

Small chips and better cooling of the insert leads to longer tool life

O Cutting Edge

(Without Insert) (Without Insert)
O Coolant Hole

KGBF-JCTM

o

\"/ Coolant Spread : Narrow  Coolant Density : High Coolant Spread : Wide  Coolant Density : Low

G19
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External grooving GBF

GBF
Stiesssteel _____0l®] | M |
Dimension (mm) Tolerance (mm) | Carbide
_% PVD | - Applicable
Insert Description < av | oow toolholder
S| W | X | IC S D1 | RE ) mom ® G23~G26
min. | max. [Zi@[we
Ex|3
GBF32R  025-000F 025 | 0.6 -0.02 [+0.02 (@ ®®
030-000F 03 | 08 -0.02 | +0.02 |®@:®|®
033-000F 033 | 08 -0.025 [+0.015|® ®(®
043-000F 043 | 1 -0.025 [+0.015|®: ®(®
050-000F 05 | 12 -0.02 [+0.02 (@ ®®
053-000F 053 | 12 -0.025 [+0.015|® @@
065-000F 0.65 | 1.2 -0.02 | +0.02 |@:®|®
075-000F 075 | 2 -0.02 | +0.02 |@:®|®
@ 080-000F 0.8 2 -0.02 | +0.02 |@:®|®
095-000F 095 | 2 -0.02 | +0.02 |®:®(® KGBRR..-16F
o 100-000F 1 2 -0.02 | +0.02 |® ®(®| KGBFR..-16FICTM
£ 110-000F 1.1 2 -0.02 [ +0.02|® ®(®| KGBFSL.-16
3 120-000F 12 | 2 -0.02 [+0.02 (@ @@ 5-KBFLI6
o 125-000F 125 2 -0.02 | +0.02 |@:®|@®
O 130-000F 13 2 -0.02 | +0.02 |@:®|@®
140-000F 14 | 27 -0.02 [+0.02 (@ ®@®
External 145-000F 145 | 27 -0.02 [+0.02 @ ®®
150-000F 15| 27 -0.02 [+0.02 (@ ®@®
Internal 165-000F 1.65 | 27 -0.02 [+002 @ @@
170-000F 1.7 3 -0.02 [+002 @ @@
Face 175-000F 175 3 -0.02 [+002 @ @@
200-000F 2 3 -0.02 [+0.02 @ @@
GBF32L  025-000F 3 025 | 06 9525\ 318 | 44\ 0 -0.02 [+002 @ @@
030-000F 03 | 08 -0.02 [+002 @ @@
Sharp edge 033-000F 033 ] 0.8 -0.025 [+0.015|®@ @@
043-000F 043 | 1 -0.025 [+0.015|® @@
050-000F 05 | 12 -0.02 [+002 @ @@
053-000F 0.53 | 1.2 -0.025 [+0.015|®@ @@
065-000F 0.65 | 1.2 -0.02 [+002 @ ®®
075-000F 075 | 2 -0.02 [+002 @ ®®
080-000F 0.8 2 -0.02 [+002 @ ®®
095-000F 0.95| 2 -0.02 [+002 @ @@
100-000F 1 2 -0.02 [ +0.02 |@®:®(®| KGBFL.-16F
110-000F 1.1 2 -0.02 | +0.02 |@:®|®| KGBFSR..-16
120-000F 1.2 2 -0.02 [+002 @ ®®
125-000F 125 2 -0.02 [+0.02 @ ®®
130-000F 13 2 -002 | +002 |@:®|@®
140-000F 14 | 27 -0.02 | +002 |@:®|@®
145-000F 145 | 27 -002 | +002 |@:@®|@®
150-000F 15| 27 -0.02 | +002 |@:®|@®
165-000F 1.65 | 27 -0.02 | +002 |@:®|@®
170-000F 1.7 3 -002 | +002 |@:@®|@®
175-000F 175 3 -002 | +002 |@:®|@®
200-000F 2 3 -002 | +002 |@'®|@®
GBF32R  075-005GL 075 | 2 0.05 30
095-005GL 095 | 2 0.05 (N ] KGBFR...-16F
100-0056L 1 2 0.05 oo KGBFR...-16FICTM
150-01061 3 15 | 27 95251 318 | 44 01 -0.02 | +0.02 e KGBFSL -16
200-010GL 2 3 0.1 (30} 5. KGBFL16
Molded Chipbreaker 300-010GL 3 3 0.1 (X )
Right-hand shown Recommended cutting conditions @ G142

Max. Cutting Dia. : See Page G27

@ : Standard item

G20
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External grooving GBF
GBF
Snlesseel ________________[o]e[ | M |
Dimension (mm) Tolerance (mm) | Carbide
_§s PVD | - Applicable
Insert Description - av | oow toolholder
S| W [ X | IC S D1 RE . i ®) G23~G26
min. | max. |2:@R|w
£E
GBF32R  025-005 025 | 06 0.05 | -0.02 | +0.02 |®@:®|®
030-005 03 | 08 0.05 | -0.02 | +0.02 |®:®|®
033-005 033 ] 08 0.05 |-0.025 |+0.015|®:®|®
043-005 0.43 1 0.05 |-0.025 |+0.015|®:®|®
050-005 05 | 12 0.05 | -0.02 [+0.02 |® ®®
053-005 053 | 12 0.05 [-0.025 [+0.015|® ®|®
065-005 0.65 | 12 0.05 | -0.02 [+0.02 |® ®®
075-005 0.75 2 0.05 | -0.02 [+0.02 |® ®|®
075-010 0.75 2 0.1 [-002(+002|®®® @
080-005 0.8 2 0.05 | -0.02 [+0.02 |® ®®
080-010 0.8 2 0.1 [-002 (+002|®®® ?
095-005 0.95 2 0.05 | -0.02 [+0.02 |® ®® =
095-010 0.95 2 0.1 [-002(+002|® ®® 8
100-005 1 2 0.05 | -0.02 [+0.02 |® ®® G
100-010 1 2 0.1 | -002 |+002 |@:@®®
110-005 1.1 2 0.05|-002|+002 @ @®@®
110-010 1.1 2 0.1 [-002 [+002|® ®®
120-005 1.2 2 0.05 | -0.02 [+0.02 |® ®|®
120-010 1.2 2 0.1 |-002 [+002|® ®®
125-005 1.25 2 0.05 | -0.02 [+0.02 |® ®|®
125-010 125 | 2 0.1 |-0.02 |+002|@:@|@| KOBFR.IGF
130-005 3113 | 2 [9525(318 | 44 | 005 | -002 [+002 @ @|@] KON
130-010 13 ] 2 01 [-002 |+002|@:@@ o
140-005 14 | 27 0.05 | -0.02 [+0.02 |®@'®|®
140-010 14 | 27 0.1 [-002 [+002|® @ ®
145-005 145 | 27 0.05 | -0.02 [+0.02 |® ®|®
145-010 145 | 27 0.1 |-002 [+002|@® @ ®
150-005 15 | 27 0.05 | -0.02 [+0.02 |® ®|®
150-010 15 | 27 0.1 |-002 [+002|® ®®
165-005 1.65 | 2.7 0.05 | -0.02 [+0.02 |@ ®|®
165-010 1.65 | 2.7 0.1 |-002 [+002|@ @ ®
170-005 1.7 3 0.05 | -0.02 [+0.02 |@ ®|®
170-010 1.7 3 0.1 |-002 [+002|@® @ ®
175-005 1.75 3 0.05 | -0.02 [+0.02 |@ ®|®
175-010 1.75 3 0.1 |-002 [+002 @@ ®
200-005 2 3 0.05 | -0.02 [+0.02 |®@ ®|®
200-010 2 3 0.1 [-002 [+002 |@ @ ®
225-005 225 3 0.05 | -0.02 [+0.02 |@ ®|®
225-010 225 3 0.1 |-002 [+002 |@ ®®
250-005 25 3 0.05 | -0.02 [+0.02 |®@ ®|®
250-010 25 3 0.1 [-002 [+002 |@ ®®
300-005 3 3 0.05 | -0.02 [+0.02 |®@ ®|®
300-010 3 3 0.1 |-002 [+002 |®@ ®®
Right-hand shown Recommended cutting conditions @ G142
Max. Cutting Dia. : See Page G27
@ : Standard item
G21
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External grooving GBF

GBF
[stiesssted ________________________Jol@] [ M|
Dimension (mm) Tolerance (mm) | Carbide
_g, PVD | - Applicable
Insert Description - av | oow toolholder
S| W [ X | IC S D1 | RE ) o ®) G23,G25
min. | max. [Zi@[we
EES
GBF32L  025-005 025 | 06 0.05 | -0.02 [+0.02 |® ®|®
030-005 03 | 08 0.05 | -0.02 [+0.02 |® ®®
033-005 033 | 08 0.05 |-0.025 [+0.015|®: ®|®
043-005 0.43 1 0.05 [-0.025 [+0.015|® ®|®
050-005 05 | 12 0.05 | -0.02 [+0.02 |® ®®
053-005 053 | 12 0.05 [-0.025|+0.015|@:®|®
@ 065-005 0.65 | 1.2 0.05 | -0.02 |+002 @@ ®
075-005 0.75 2 0.05|-0.02 |+002 |@®:@®®
o 075-010 0.75 2 0.1 |-002|+002|@®:@®®
£ 080-005 0.8 2 0.05 | -0.02 |+002 |@®@:@®@®
8 080-010 0.8 2 0.1 | -002|+002|@®:@®®
o 095-005 0.95 2 0.05 | -0.02 |+002 |@:@®®
O 095-010 0.95 2 0.1 [-002(+002|® ®®
100-005 1 2 0.05|-002 |+002 @ @®®
External 100-010 1|2 0.1 |-002 [+002 (@ @@
110-005 1.1 2 0.05|-002 [+002 | ®:®®
Internal 110:010 112 01 | -002 |+002|@ @@
120-005 1.2 2 0.05 | -0.02 |+002 |@: @@
Face 120-010 1.2 2 0.1 | -002 |+002 @@ ®
125-005 1.25 2 0.05 | -0.02 |+002 @ @®|@®
125010 125 | 2 0.1 | -0.02 |+002|®@ @@  KaFL.-16F
130-005 3113 2 |9525(318 | 44 | 005|-002|+002 @@ ® KGBFSR...-16
130-010 13 2 0.1 |-002 |+002 @@ ®
140-005 14 | 27 0.05 | -0.02 |+002 |@:@®|®
140-010 14 | 27 0.1 | -002 |+002 @@ ®
145-005 145 | 27 0.05 | -0.02 |+002 |@:@®|®
145-010 145 | 27 0.1 |-002 |+002 @@ ®
150-005 1.5 | 27 0.05 | -0.02 |+002 |@:@®|@®
150-010 1.5 | 27 0.1 | -002 |+002 @@ @®
165-005 1.65 | 2.7 0.05 | -0.02 |+002 @' ®|@®
165-010 1.65 | 2.7 0.1 | -002 |+002 |@:®@®
170-005 1.7 3 0.05 | -0.02 |+002 @' ®|@®
170-010 1.7 3 0.1 | -002 |+002 @ ®@®
175-005 1.75 3 0.05 | -0.02 |+002 @ ®|@®
175-010 1.75 3 0.1 | -002 |+002 |@:®®
200-005 2 3 0.05 | -0.02 |+002 @' ®|@®
200-010 2 3 0.1 | -002 |+002 @' ®@®
225-005 225 3 0.05 | -0.02 |+002 |@:®|®
225-010 225 3 0.1 | -002 |+002 |@:'®@®
250-005 25 3 0.05 | -0.02 |+002 |l@:®|®
250-010 25 3 0.1 |-002 |+002 |@:®@®
300-005 3 3 0.05 | -0.02 |+002 |l@:®|®
300-010 3 3 0.1 | -002 |+002 |@:'®|@®
Right-hand shown Recommended cutting conditions @ G142

Max. Cutting Dia. : See Page G27

@ : Standard item

G22
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External grooving

GBF

KGBF-F (External grooving / Shallow grooving)

Clamp screw can also be operated from this side.

Tﬂ
o i

WF

NT#

CDX IF

HF

LH

)

| —

I
@
I

Toolholder dimensions

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

Spare parts
Ava.l - Dimension (mm)
lity Screw Wrench L
- Applicable inserts
Description @ G20~G22
@)
RIL[S|H|B|LH|HF gIg LF [ WF ‘é
KGBF?.  1010JX-16F (B 10 | 10 10| 4 110 ]
1212JX-16F (B 12112 122 12
3 185 120 —1SB-4070TRW|  FT-8 GBF32% type
1616)X-16F ®|e| " [16/16] |16 16 |
2020JX-16F o0 20 | 20 20 20

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.

@ : Standard item
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External grooving GBF

KGBF-JCTM (Exteral grooving / Shallow grooving, Coolant-through holder)

LN *Rcl/8  Rcl/8 Rc1/8
[ i [
‘j‘; R
— . tH
| ! | RANTY
° = y L T
| ft |
N N LL ] -
l —[]COX
LF
LH ‘ MHD2
MHD
s ‘ |
TREP ~ ) -
rl N N @D (B R
AV N AV (ST
T
L‘ £ M5 M5

KGBFR1218JX...

Right-hand shown | Right-hand Insert for Right-hand Toolholder. | KGBFR1218JX-16FJCTM : 2-Rc1/8

Toolholder dimensions

Spare parts
% Dimension (mm)
S S| Pg Plug Screw Wrench o
- = = Applicable inserts
@ Description = @ G20,G21
§ r
a = ‘@ N &
- §HBLH§§HF§§LFEWF %&‘é
£ \
8 KGBFR  1218JX-16F)CTM | ® | 12118 541 - 112]15(20 28|12 HSsXALP
e 1625JX-16F)CTM ® (3|16 20 16 120 16 | Yes GP-1 SB-4070TRW|  FT-8 GBF32R type
O ] —1 25 4165 — - | - 40—
2025JX-16F)CTM ° 20 20 20 -
External (DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.
Klema Please see page H16 and H17 for piping parts of coolant-through holders.
Internal
Face

@ : Standard item

G24
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External grooving

GBF

KGBFS (External grooving / Shallow grooving)

WF

i
DX

HF

i

Toolholder dimensions

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

Spare parts
Ava.l - Dimension (mm)
lity Screw Wrench o
- Applicable inserts
Description @ G20~G22
@)
RIL[S|H|B|LH|HF é LF [ WF ‘é
KGBFS®.  1010JX-16 (B 10 | 10 10| 4 115 ]
1212J)X-16 ® | ® |3 [12)12|14]12]2 |120|16 | SB-4070TRW|  FT-8 GBF32%k type
1616JX-16 [ BN J 16 | 16 16| - 20

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,CDX” of Insert.

@ : Standard item
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External grooving GBF

S-KGBF (xternal grooving / Shallow grooving)

T

LL

@

Left-hand shown | Right-hand Insert for Left-hand Toolholder. | Note 1) CDX shows available grooving depth.

Toolholder dimensions

Spare parts
E Dimension (mm)
< Screw Wrench
Description = Applicable inserts
@ g @ G20,G21
@)
L [DCON| H [DN :,g: LF | WF ‘é
o
£
g[Sk KGBFL16 o 1 [1[1]| |80]
S [omm KGBFL16 o 1 [13[n] [0
S15F- KGBFL16 ® [15.875
15115 85
S16F- KGBFL16 ®| 16 L
Btemal 7o KGBFLIG ool e[ 6
Internal S19K- KGBFL16 o 120 |SB-4070TRW|  FT-8 GBF32R type
5206- KGBFL16 ° 90
20 |18(19 T
Face S20K- KGBFL16 [ 120
522K KGBFL16 ®| 22 |20|21
$25.0H- KGBFL16 ®| 25
231 24|32(100( 1
S25K- KGBFL16 ® | 254 3 321100110

@ : Standard item

G26
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External grooving

GBF

Compatiblity with GBF and GBA

1. GBF will fit KGBA / KGBAS toolholders.
« Caution: The maximum groove depth for KGBA / KGBAS toolholders is 2.5 mm
2. 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 @51Tmm.
« 2.7 mm groove depth is available on workpiece diameters up to 100mm.
2.5 mm or less groove depth is available on workpiece diameters up to 2200mm

The workpiece will interfere with the holder at maximum diameter or larger

Max. cutting diameter

Max. cutting diameter at 3 mm grooving depth

3 (Max. grooving depth)

Interference at over
diameter 051 /

08_Chapter_G_2022_modified_final version_KAP.indd 27
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KGD

External grooving

Various insert lineup for KGD toolholder

Smooth chip control
» Newly-introduced chipbreakers designed to cover a variety of workpiece materials.

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

Highly-reputed MEGACOAT technology
» Long tool life and high efficiency machining achieved by superior oxidation resistance and wear resistance.

Application map Chipbreaker selection

Application

External grooving

Grooving and turning
High A

GL: Low feed PH: High feed

8
g Non-ferrous Low feed Carbon steel @ High feed
3 metals Alloy steel
GS: Low Stainless steel @l Interruption
cutting force Low rlgld
_ material
= Low Feed rate I-: h
c g
3 " \/*\/'\/*\/ A
1) Low cutting | [ Low feed General High feed Copying
G) force purpose
GS GL GM
External
Internal ' ‘
Face \ \ /

Comparison of chip control (SCM415,Vc = 150 m/min, f =0.15 mm/rev)

GM chipbreaker Competitor A Competitor B

Smooth chip control
» Less chip biting troubles

Toolholder and insert combination of KGD type (new) and KGM type (conventional)

Insert setting angle for grooving toolholders
New insert Conventional insert

GDM GMM

New toolholder Conventional
KGD toolholder KGM

KGD...0" Conventional tools KGM...5”

3

Installing conventional inserts to the new toolholder
is not recommended.

G28
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External grooving KGD

KGD grooving toolholder

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

Integral type Separate type

High rigidity separate type toolholder
- Adaptable to wide applications by changing blades. Blade
« 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 broken part.

Toolholders for High Pressure Coolant
« Added coolant-through holder KGD-JCTM with superior chip control
and long tool life

Serration

Grooving Eﬁ

Toolholder

Structure of toolholder unit (toolholder + blade)

KGD-S (0° separate type) KGDS-S (90° separate type)

Insert clamp screw

Toolholder

Blade fixing screw

Toolholder Blade
Note for the toolholder and blade combination of 0° separate type Note for the toolholder and blade combination of 90° separate type
Toolholder (KGDYLOOOO-C) Toolholder (KGDSYLOOOO-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.

G29
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External grooving KGD

Staimessstel ______[O]oj@] | | M|
’ ) | Cer-
Dimension (mm) Tolerance (mm)| Carbide
met
.§= PVD - Applicable
Insert Description - toolholder
> w | w
S| W S RE | INSL min. | max. |29 8|sis ®) G34~G42
b
R
@M 200N-006M |2] 24 | 43 | 02 | 20 |-003|+003|@ @ @|@ @] FCO7-24
KGD%....2...
GDM 3020N-020GM 0.2 ® 000 ® KGD¥.3..
3020N-040GM 203 43 0.4 20 1-003)+003 ® 000 ® KGD¥.24
GDM 4020N-020GM 0.2 o0 000 KGD¥._4
0 R 4020N-040GM 2| 4 43 | 04 | 20 [-003(+0.03|®0 @ @® @®:@® KGD“/E"3."
By T — 4020N-080GM 0.8 o0 000 = T
= = GDM 5020N-040GM 0.4 o000 ® KGV.5
= . Levideee
o General purpose sooonosoaM | 2] ° | P os | X [0% [0 g 0 0le | KaD..s..
>
(o] GDM 6020N-040GM 0.4 ® 00O ® KGD.6..
8 6020N-080GM 216 43 0.8 20 |-0041+004 ® 00O ® KGD¥.S5..
GDM 8030N-080GM 20 8 551 08 30 |-0.05(+0.05 .§.§. KGD#....-8T25
External
GDMS 2220N-020GM 1122 | 43 | 02 20 |-0.03 |+0.03 KGD%....2...
Internal
KGD%...3...
Face GDMS  3020N-0406M [ 1| 3 |43 | 04 | 20 |-003|+003(@ @ @@ | o
R,
@M 4020N-0H0GM | 1] 4 | 43 | 04 | 20 |-003|+003|@ @ @@ @ KD
s KGDL..3...
KGD%....5...
1-edge / General purpose| GDMS 5020N-080GM 11 5 43 | 08 20 |-0.04 [+0.04
KGD%....4...
R,
@M G0og0e (1] 6 [ 43 | 08 | 20 |-004|+004(@ @ @@ | O

Recommended cutting conditions @ G44

Inserts identification system

Tolerance symbol Insert length
M M class 20 20mm Hand of tool
Series G G class 30 30mm N Neutral
I

Number of edges Edge width Corner-R (RE) Chipbreaker symbol
Without indication 2-edge 20 2mm 020 0.2mm GM Grooving and turning

S 1-edge 30 3mm 030 0.3 mm GL Low feed

40 4mm 040 0.4mm GS Low cutting force
150R 1.5mm (Full-R) (¢} Copying
PH High speed

NB Without chipbreaker

@ : Standard item

G30
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External grooving KGD

Stiesssteel _[olol@] | [ | M|
’ . X Cer-
Dimension (mm) Tolerance (mm)|  Carbide mat
_és PVD | -| - Applicable
Insert Description < toolholder
g w [ w
S| W S RE | INSL min. | max, |28 S5 ®) G34~G42
EEESEES
R,
@6 2500006 |2] 25 | 43 | 02 | 20 |-002|+002|@ @ @|@|@ @ K24
KGD%L...2...
GDG 3020N-020GS 20 3 43 | 0.2 20 |-0.02 [+0.02 .?.i. (L H J KGD%..3...
’ ’ ' ' KGD%..2.4
GDG 3520N-020GS 2135 | 43 | 02| 20 [-0.02(+0.02 KGD%....3...
—— * GDG 4020N-040GS 2| 4 43 | 04 20 |-0.02 [+0.02 KGD%..4...
T 1940 i : : : KGDF..3...
. KGD%L...5...
Low cutting fore | GDG 5020N-040GS 2|1 5 43 | 04 | 20 [-0.02(+0.02/0 @@ @ @O o
P KGD...4... c
» KGDAL...... 3
GDG 6020N-040GS 20 6 43 | 04 20 |-0.02(+002/o @ ® @ ® KGDL.5.. o
(U]
GDG 8030N-040GS 2| 8 55 04 | 30 [-0.02|+0.02 KGD....-8T25
R,
GDM 2420N-020GL 21 24 | 43 | 02 20 |-0.03 [+0.03 KGD%..24
KGD™...2...
GDM 3020N-020GL 0.2 00 |00 KiDY.J3..
soonosoat |2 2| P oa | X[ 0BT0BIg g0l (@@ KDY.24..
GDM 4020N-020GL 0.2 00 (060 KV.4.
movosoet |2 | P oa | B [0BT0Bg g el | | KeD.3.
Low feed KGD%L...5...
GDM 5020N-040GL 2| 5 43 | 04 | 20 [-0.04|+004j@0 @@ @O
KGD%L...4...
R,
GDM  6020N-040GL  [2| 6 | 43 | 04 | 20 [-0.04|+0.04/@ @ @ |@ ﬁggﬁfg
1 3 Lecsdaee

Recommended cutting conditions @ G44

@ : Standard item

G31
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External grooving KGD

Saiessseel —__[oloje] [ | m |
’ ) | Cer-
Dimension (mm) Tolerance (mm)| Carbide
met
.§* PVD - Applicable
Insert Description - toolholder
2 w | w
S| W | s | REfINSL| | cnnlsg @ G34~G42
EE=EE
GDM  2020N-020PH 2| 2 | 43 | 02 | 20 [-0.03[+003(@ @@ KGDY....2...
KGDY...3..
GDM  3020N-03PH  |2| 3 | 43| 03 | 20 [-003]|+0.03|@ @@ KDY 24
R,
Wighfeed  [GDM  4020N-030PH |2 4 | 43 | 03 | 20 |-0.03|+003|@ @@ KGDL..4...
i KGD...3..
E@ GDMS  2020N-020PH [1] 2 | 43 | 02 | 20 |-003[+003{@ @@ KGDF....2...
== laows smovosorn 1] 3 | 43| 03| 0 |-om|rocfe ee KGDL.3..
@ 15 e ' el M KGD....2.4...
B , P R
o 1-edge / High feed ¥ ) P KGD....4...
S GDMS  4020N-030PH 1] 4 | 43]03 | 20 |-003[+0.03|@ @@ KD 3.
© KGDY...3
Lucduee
GDM  3020N-150RCM |2| 3 | 43 | 15 | 20 [-0.03]+0.03 e
External
e KGD....4..
GDM  4020N-200R-CM |2| 4 | 43| 2 | 20 [-003]+0.03 KD 3.
Internal
KGDY...5..
GDM  5020N-250R-CM | 2| 5 | 43 | 25 | 21 |-0.04|+0.04/@ @ @|@:® .
Face ] KGDY...4..
KGD...6...
GDM  6020N-300R-CM |2 6 | 43 | 3 | 21 |-004|+0.04 KD &

GDMS50/60-CM differs from other descriptions in length (INSL) to avoid interference of a toolholder with workpiece.
Recommended cutting conditions @) G44

@ : Standard item

G32
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External grooving KGD

Stailesstel (] om
Cutting edge preparation
F Sharp edge F Sharp edge
E R-honed E008 R0.08mm honed

Sintered steel [ J
o Dimension (mm) Tolerance (mm)| CBN §
Z ||z
2 |5 S|-|-| Applicable
Insert Description 5 |2 a | aw toolholder
S |S|lw | s RE | INSL | LE ) =|o|-| ® G34~G42
o min. | max. |5[S(8
= HHE
GDGS 2020N-020NB E008 | 1| 2 43 102 20 29 |-0.03|+003|@|@ KGD%...2...
GDGS 3020N-040NB E008 [ 1] 3 43 1 04 | 20 | 29 [-0.03|+0.03|@|@® KGD..3...
o ’ ’ ’ ’ ’ KGD%...2.4...
N R,
e |GD6s  4020N-040NB [ E008 | 1| 4 | 43 | 04 | 20 | 29 |-003|+003|e|@ ﬁggﬁf‘;
i 3
R
1-edge GDGS 5020N-040NB E008 | 1] 5 43 1 04 | 20 | 29 [-0.03|+0.03|@ @ Eggﬁﬁi
KGD...6 2
GDGS 6020N-040NB E008 | 1| 6 43 | 04 20 29 [-0.03[+003(®@ | | ... =
KGD™....5... >
S
GDGS 2020N-020NB Fol1] 2 | 43 ] 02| 20 | 29 |-0.03(+0.03 ®| KGD...2... Cﬁ
KGD™....3...
i GDGS 3020N-020NB F 11 3 43 1 02 20 29 |-0.03|+0.03 [} KGDY. 2.4
el Ny R
e H:f GDGS 4020N-020NB Fol1] 4 | 43 ] 02| 20 | 29 |-0.03(+0.03 [} Egg;;’
T gE 3
KGD™....5...
1-edge GDGS 5020N-020NB F 1 5 43 1 02 20 29 |-0.03|+0.03 [ ] KGDY. 4.
KGDL...6...
GDGS 6020N-020NB Fol1] 6 | 43 ] 02| 20 | 29 |-0.03(+0.03 [} KGDL.5...

Recommended cutting conditions @) G44

(BN & PCD Inserts are
@ : Standard item sold in 1 piece boxes

G33
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External grooving KGD

KGD (Exteral grooving)

" CDX
2= o
} ©
\
| LH
KGD%.1216JX-3T06 ‘ ‘ @\
KGD%.1216JX-4T06
o J
‘LJ‘TE .
I
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ) .
) Dimension (mm)
lity (lamp bolt Screw Wrench Wrench
Descrintion Applicable inserts
P @ G30~G33
= == E| & D
RIL|S|H|B |2 I2IFWHEI S S g
| O g
2 |KeDY  1616H-2T06 oo 27.7] 28 |
'g 1616H-2T10 ® | ® 101616302 16 | 4 [30.5100{15.2
o I
S 1616H-2T17 ole| . 312 315 (D.2020..
2012K-2117 oo 12 325 1112 HH5X16 6D.2220...
2020K-2706 ®| 0|6 28 GD..2420...
00 2 125 213 - LW-4 -
External 2020K-2T10 e|o|10 20 [30.5 19.2 GD..2520...
2020K-2T17 ooV 325 |- - GD..3020...
Internal 2525M-2106 oles 28]
Face 2525M-2110 ® | ® 10252530525 150(24.2 HH5X25
2525M-2117 eo|o|17 325
KGD%. ~ 2012K-2.4T17 oo 12 1
oD 17120 =325(20 | - | - |125——{24| 3 | HH5X16 - LW-4 - GD.2420...,GD.2520...
2020K-2.4T17 oo 20 19 6D..3020...
KGD%.  1216)X-3T06 oo 1) [os]12]2 19120 - SE-50125TR - LTW-20
1616H-3106 oo 16127 18] |,
1616H-3T10 ®|® 10|16 [302/16] 4 305100
1616H-3120 olel, 34 345
2012K-3120 oo 12 345 [10.8] HH5X16 6D.3020...
2020K-3706 e|®|5¢ 28 304 6D..3520...
00 2 125 - LW-4 -
2020K-3T10 ®|® 10| |20[305] 188 GD.4020...
2020K-3120 ®|o| 345 - -
2525M-3106 o6 |28 |
2525M-3110 ® | ® 10252530525 150(23.8 HH5X25
2525M-3120 oo | 355
KGD%.  1216)X-4T06 ®|® |6 |12(16(19512] 2 |19120[143 - SE-50125TR - LTW-20
2020K-4T10 0|10 305
20 {20 == 20 125(183 HH5X16
2020K-4120 e|®|2 345 als 6D..4020...
2525M-4T10 e|e|10 1305] - - - LW-4 - 6D..5020...
2525M-4120 ® | @ | 2025253552 150(23.3 HH5X25
2525M-4125 ®|®|25 40.5
KGD%.  2020K-5T10 e|o|10 305 HH5X16
20 {20 == 20 125(17.8
2020K-5T17 eo|o|17 37.5 CD.5020
2525M-5T10 e|o|10 130.5] - - 5161 wsos - LW-4 - €D.60%0...
2525M-5T17 ® | @ | 17252537525 150(22.8
2525M-5125 ®|®|2s 40.5
KGD%. ~ 2525M-6T15 @15 325
‘ 252525 - | - [150{224] 6 | 6 | HH5X25 - LW-4 - GD..6020...
2525M-6T30 ®|0|3 45.5
KGD%. ~ 2525M-8125 oo 25|25 25| 7 [44.2[150] 22
25 433 8|8 | HH6X25 - LW-5 - GD..8030...
3232P-8125 oo 32|32 32| - | - [170] 29

(DX : Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
Recommended tightening torque of clamp bolt : 6.5N-m (HH5XCO), 8.0N-m (HH6X25), 2.5N-m (SE-50125TR)
Above toolholders are applicable to Cut-off, too.

@ : Standard item

G34
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External grooving

KGD

KGD (Exteral grooving)

KGD¥.2012K-OD34

KGD¥.2020K-OD34
KGD¥.2525k-ODOO

K

LF
Right-hand shown
Toolholder dimensions
Spare parts
Ava.| - Dimension (mm) :::
lity £ | Clampbolt Screw Screw Wrench Wrench
Description Applicable inserts
P @ G30~G33
= = 2| 2|a
RILIE|H|B|WHIH|Z|FIWFEIEIZ] & E’ ‘é
S
KGD%. ~ 1010JX-2 ®|®|20(10(10[18]10 120(9.2
1212F-2 [ BN ) 2|8
24 12)12 195 12| © a2 1 - |SB-401201R - LTW-155 6D..2020...
1212)X-2 B 120—1 6D..2220...
1616JX-2 ® | @®|32|16]16 (245|116 152 2 |3 - GD..2420...
2012K-2034 oo 12 1.2 GD..2520...
_ 20—,,.20] - ey i 5 ) GD..3020..
2020K-2034 ® @ 34| 20325 | [1250192] 0 | HHSX16 LW-4
2525K-2D34 [ BN ) 25125 25 24.2
KGD%. ~ 1010JX-2.4 ®|®|20(10(10[18]10 120 9
1212F-2.4 [ BN J 2 (85
24112112 {19.5] 12 — 1 1 - SB-40120TR - LTW-15S
1212)X-2.4 [ AN ) 120—] GD..2420...
1616JX-2.4 ® | ® 321616245/ 16 15241 3 - GD..2520...
2012K-2.4D34 oo 02 [y |11 6D..3020...
2020K-2.4D34 ® @ 34| 20325 | |12519] 0 | HHSX16 - LW-4 -
2525K-2.4D34 [ BN J 25|25 25 24
KGD%.  1212)X-3 ® | ®24(12|12(19.5[12| 2 |120]108| 3 [ 3 | 1 - SB-40120TR - - LTW-15S GD..3020...
KGD%.  1616JX-3 ®| 0|32 24.5 SB-40120TR - LTW-15S
16|16 — 16 120(14.8
1616JX-3D38 [ BN J 38 29—
1913K-3D38 [ BN J 1913 19 125(11.8
2012%-3042 o|e|n 3 1 - - GD.3020..
12 — - 108 3 | 4 SE-50125TR LTW-20 GD..3520...
2012JX-3D51 ® |0 5] 36 -
20 20 120 — GD..4020...
2020JX-3D42 e |0 |4 31
20 — 18.8
2020JX-3D51 [ AN J 5 36
2525K-3D51 [ BN J 25| 25 |41.5| 25 125(23.8 0 | HH5X16 - LW-4 -
4mm width Insert cannot be installed in KGD/.1212JX-3
Recommended tightening torque of clamp screw : 2.0N-m (SB-40120TR), 2.5N-m (SE-50125TR), 6.5N-m (HH5X16)
When machining the material greater than 636 mm with KGD1....-3038, KGD".....-3D42 and KGD/.....-3D51 toolholders, please use 1-edge inserts.
Maximum cuttinng diameter for 2-edge inserts is 836 mm.
@ : Standard item
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External grooving KGD

KGD-JCT (External grooving, Coolant-through holder)

S @
-1- |
W M
4“ G1/8 ‘
11 - 1] S
- t [? ””””””””””” 1] = =
Gi/8 ‘ MHD ka0 !
LF
Right-hand shown | Pressure Resistance : ~15MPa
Toolholder dimensions
Spare parts
Availabi- ’ .
lity MRS S | Campbolt |  Plug Wrench
- = Applicable inserts
@ Description = @ G30~G33
s
a £ 5 & \)
R|L|B|H|B|H|S|H|LF|wr|E|E o =
g S| =
3 5 2020K-3T06JCT (B 20 | 20 96.2| 20 18.8 HH5X16
8 KeD': 6 31.5(— 125 3 | 4 |Yes HSG1/8X8.0 LW-4
G 2525K-3106JCT (B 25|25 96.5| 25 23.8 HH5X25
KGDY.  2020K-3T10)CT oo [20]0]| fun]|_ |ss HHSX16 GD.3020...
10 34 125/—— 3 | 4 |Yes HSG1/8X8.0 LW-4 GD..3520...
2525K-3T10JCT [ BN J 25125 94.5| 25 23.8 HH5X25 GD..4020
External 5 N e
KGD%.  2020K-3720JCT (B 20 | 20 | 38 {90.2| 20 18.8 HH5X16
e 20 125—— 3 | 4 |Yes HSG1/8X8.0 LW-4
Internal 2525K-3120)CT (B 25|25 39 |89.5] 25 23.8 HH5X25
KGD%.  2020K-4T10JCT [ BN J 20| 20 94.2( 20 18.3 HH5X16
‘ 10 34 125/—— 4| 5 |Yes HSG1/8X8.0 LW-4
Face 2525K-4T10JCT oo 25( 25| |oas| 25| 7 [233 HHS5X25 00
; - oo . . Rivees
L USR] o0 [ 20380200, 183 gy HHSX16 HSG1/8X8.0 |  LW-4 @D..5020...
2525K-4T120)CT (B 25|25 39 |89.5] 25 233 HH5X25
KGD%.  2525K-4T25)CT ® | ® (25(25|25]|44 (84.5(25(125/23.3| 4 | 5 |Yes| HH5X25 |HSG1/8X8.0 LW-4

Toolholder identification system

T Cutting diameter
- hand . CUTDIA
R Right-hand Shank size 38mm
L Left-hand 16x16 mm

Integral type for automatic lathe

KGD -

Integral type

Toolholder length Applicable inserts
DM/ GDMS Max. depth of cut
A 3 J 110 R 200
3-4mm 06 6mm
B I X 120 s 250
¢ 50 K 125 T 300
D 60 L 140 U 350
£ 70 M 150 v 400
F 80 N 160 w 450
G 90 P 170 ¥ 500
H 100 Q 180 X Special

@ : Standard item

G36
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External grooving KGD

Easy connection with high pressure hose and joint

2.Washer « Even without a high pressure pump, internal coolant can be used at a
' : normal pressure

« Banjo bolt available for angled hose connection. Can be used in a variety
of machines

Piping installation guide

1. Joint / Banjo bolt 3.Hose 1. Joint / Banjo bolt
2. Washer 2. Washer
2 ! UNF3/8 UNF3/8 ! 2
A=y /A
G1/8 UNF3/8 UNF3/8 G1/8 A\
M10 j
G1/8 & )l
—  .®
1 1 2 JcT
a toolholder
—_— = D =— v
‘! 'S * G1/8
£
>
o
o
Piping parts ©
Optional piping parts available
Choose from parts below to match your machine specifications
1. Joint / Banjo bolt x 2 2. Washer x 2-4 3.Hose X 1
1. Joint / Banjo bolt Applicable pressure: ~30 MPa  2.Washer  Applicable pressure: ~ 30 MPa
£ Thread standard " . =
Shape Description % Thread connection to ape escription EES
= the machine . A
UNF3/8 G1/8 (M10) ’;/\\ |
/ J-G1/8-UNF3/8 ° G1/8 ' I Ws-10
e e E2
ﬂ — —
" J-M10K1.5-UNF3/8 i M10X1.5 * Use 2 washers for a banjo bolt
Banjo bolt G1/8 (M10)
(For the angle hose) BB-61/8 b 618
O —
:‘ BB-M10X1.5 [ ] M10X1.5
243
3. Hose Applicable pressure: ~ 30 MPa
= Dimensions
Shape Description = Thread standard (mm)
2 L
HS-ST-ST-200 [} 200
= UNF3/8 UNF3/8
HS-ST-ST-250 [ ] 250
HS-ST-AN-200 [ ] - 200
@)= UNF3/8 .
HS-ST-AN-250 [ ] Banjo bolt 250
. 5 HS-AN-AN-200 [ ] - - 200
HS-AN-AN-250 [ ] Banjo bolt Banjo bolt 250
Precautions @:Std. Item

1. Make sure machine door is completely closed before use of these parts.

2. Use appropriate seal for the male thread of the piping parts and make sure the connection is secure. Use plugs to seal off unused coolant holes.
3. Connect and fasten the coolant hose firmly.

4.The use of copper washers may cause leakage but will have no effect on the performance.

5. Commercial piping parts can be used if the thread standards are same. Check the applicable pressure before use.

6. Regularly changing the coolant filter is recommended.

G37
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External grooving KGD

KG D 'J CTM (for automatic lathe)

Cut-off holders for high pressure coolant with long tool life
The optimized coolant hole position effectively cools the cutting edge

Optimized coolant hole position

Discharge coolant towards the flank face of the insert

Coolant discharging

KGD-JCTM Competitor A |
Sufficient cooling towards the Coolant does not flow directly
cutting edge towards the cutting edge
\ P g
/

o
£
>
S
o
S
O

External

Effective cooling of the cutting edge
Internal

Applicable to Different Supply Styles. 2 Supports Internal Coolant with/without Piping System

NG EINECT ERTATTI I ATILICAS *When the tool turret supports direct coolant

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

Face

Applicable to Wide Range of Machines The tool turret is optional. Please contact our company sales representative for details.

CITIZEN MACHINERY CO., LTD. (L20, D25, M32)
STAR MICRONICS CO., LTD. (SB-R series, SR series, SV series)
TSUGAMI CORPORATION (5205/206-I []116 type, S205A/206A-1 []16 type)

. . . . . . . (Random order)
Compatible with various machine including the above.Toolholders can be customized as well. ... on yocera Survey in January 2021

Appropriate hole design to reduce
energy loss based on deep analysis

Analysis Image (Internal evaluation)
i H High
! Coolant Channel

Flow
velocity

Low

G38
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External grooving

KGD

KGD-JCTM (External grooving, Coolant-through holder)

Toolholder dimensions

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

@ : Standard item

W 08_Chapter_G_2022_modified_final version_KAP.indd 39

o

Availabi- ) . %
) Dimension (mm) =
lity 2£
Descrintion g Applicable inserts
P = @ G30~G33
- &
= 228 elzlzlil=|wl €l El2
R LéHBLHgggHFggLF_.WFégs
KGDR  1218J%-2JCTM ° 8.4 21
GD 241218195/ 54| - == 12(85— |44 112 ggggﬁg
KDL 1218)X-2)CTM ° 7.7 215 .220...
120 203071 |Yes GD..2420...
KGDR  1625)%-2JCTM ° 122 6D.2520
32| 16| 25 [245| 44 | 65 — 16 45| 21 40 |15.2 £L..e
KGDL  1625)%-2JCTM ° 7.7 6D.3020...
KEDR _ 1218IC2.4TM ° 24|12 | 18 [19.5| 54 34 ssi 41n
KDL 12181X-24)CTM ° ' 77 215 6D..2420...
120 24] 3|1 |Yes GD..2520...
KGDR  1625)X-2.4)CTM ° 122
32| 16| 25 [245| 44 | 65 — 16 45| 21 40|15 @D.3020...
KGDL  1625)X-2.4)CTM ° 7.7
KGDR  1218)X-3)CTM ° 8.6 21
24 (12|18 [19554 | - (= 12 (85— |44 (108 3 60.3020
KGDL  1218)X-3)CTM ° 7.7 215 IV
120 311 |Yes GD..3520...
KGDR  1625)X-3JCTM ° 122
32| 16| 25 [245| 44 | 65 — 16 45| 21 40 148 4 @D..4020...
KGDL  1625)%-3JCTM ° 7.7
Spare parts
Plug Plug Screw Wrench
Description
KGDR  1218J%-2JCTM
KGDL  1218J%-2JCTM
G GP-1 HSSX4LP | SB-40120TR| LTW-155
KGDR  1625)X-2JCTM
KGDL  1625)X-2JCTM
KGDR  1218)X-2.4)CTM
KGDL  1218)X-2.4)CTM
G GP-1 HS5XALP | SB-40120TR| LTW-155
KGDR  1625)X-2.4)CTM
KGDL  1625)X-2.4)CTM
KGDR  1218JX-3JCTM
KGDL  1218JX-3JCTM
G GP-1 HS5XALP | SB-40120TR| LTW-155
KGDR  1625)X-3JCTM
KGDL  1625)X-3JCTM

Grooving %
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External grooving KGD

KGD-S (Exteral grooving / 0" separate type)

Right-hand shown (Right-hand blade and right-hand toolholder)

Toolholder dimensions (Blade and toolholder)

Spare parts
ol E = ol Dimension (mm) Gampbalt | o
= E|E|E lity Blade Toolholder Worinsert | ¢ pagey | Wrench
2| =| 8 Unit description description | description damp)
@ S @642 | @G42 —
27 s| &
o = R L §HBLHHF§LFWF§§§ /
g e B | B
S [-20]KGDY.  2020X-2T17S ° KGD".2020-C 20 | 20 20 | 12 |122(23.4
] 2 |17 |25 2525X-2T17S ® | @ | KaD¥-2117-C | KGDY2525-C | 17 | 25 | 25 [ 40 | 25| 7 |147(284| 2 | 3
(132 No unit description => KGD.3232-C 3232 32| - |167[35.4
External [-20]kGD. ~ 2020X-3T10S ° KGD?/.2020-C 20| 20 20|12 {115] 23
10 |25 2525X-3110S ° KGD?.-3710-C | KGD%.2525-C [ 10 | 25| 25|33 | 25| 7 |140| 28
Internal ] 132 No unit description => KGD.3232-C 32(32 2| -160[35) .,
[-20]KGD%.  2020X-3T205 10 KGD".2020-C 20 | 20 20 | 12 |125] 23
Face 20 |25 2525X-31205 ® | @ | KGDY.-3120-C | KGD%2525-C | 20 | 25 | 25 |43 | 25 | 7 [150{ 28
132 3232X-3120S ° KGD%:3232-C 3232 32| - 17035
[-20]kGD*.  2020X-4T10S ° KGD?/.2020-C 20| 20 20 | 12 [115[22.5
10 {125 2525X-4T10S ° KGD®/.-4T10-C | KGD¥.2525-C [ 10 | 25| 25|33 | 25| 7 [140/27.5
. 132 No unit description => KGD%3232-C 32|32 32| - |160[345
0 [ _20]KGDY.  2020X-4T205 ° KGD".2020-C 20 | 20 20 | 12 [125(22.5 BHEX1OTR |SB-GOT20MR | LTW-25
4 | 20 |25 2525X-4T205 ® | ® | KGD¥i-4T20-C | KGD.2525-C | 20 | 25| 25 [43 | 25| 7 |150(27.5 4 | 5
[ 132 3232X-4T205 0 KGD.3232-C 3232 32| - [170(345
[120]KGD%.  2020X-4T255 oo KGD?.2020-C 20| 20 20 | 12 [130(22.5
25 |25 2525X-4T255 ® | @ | KGD¥.-4125-C | KGD™A2525-C | 25 | 25 | 25 | 48 | 25 | 7 [155[27.5
132 3232X-41255 ° KGD%.3232-C 3232 32| - [175[345
[_20]KGD%.  2020X-5T10S 10 KGD".2020-C 20 | 20 20 | 12 |115] 22
10 {125 2525X-5T10S ° KGD®/.-5T10-C | KGD¥2525-C [ 10 | 25| 25|33 | 25| 7 |140| 27
s 132 No unit description => KGD.3232-C 3232 32| - |160] 34 5|6
[ 120 No unit description => KGD%.2020-C 20 | 20 20 [ 12 [130] 22
25 [(125|KGD?.  2525%-5T25S ® | ® | KGDi-5725-C | KGD2525-C | 25 | 25| 25 |48 | 25| 7 |155| 27
@I 3232X-5T255 ° KGD?.3232-C 3232 32| - |175] 34
1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable inserts @ G30~G33

2.The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGD-S: Right-hand blade for right-hand toolholder, left-hand blade for left-hand toolholder.
The toolholder is applicable for all blade with suitable hand.

3. When the unit description is not available (No unit description) and/or stock status is "-", please purchase toolholder and blade separately.

4. (DX: Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
Above toolholders are applicable to Cut-off, too.

@ : Standard item

G40
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External grooving KGD

KGDS-S (External grooving / 90° separate type)

T
=
I

Right-hand shown (Left-hand blade and right-hand toolholder)

Toolholder dimensions (Blade and toolholder)

Spare parts
E -~
ol = § = Aval.llabl— Dimension (mm) (Iampbolt Screw
2| E| 2| E| Blade Toolholder B Worinsert | ¢ pagey | Wrench
=|=| 2| | description | description Unit description clamp)
s| | B =<
Sl = 2| s ®) G42 ®) G42
= R{L|S|H|B|LH[HF|=]|LF|WF § § é’
A= A
5 |17 @ KGDYe-2T17-C KGDS%.2020-C - 17 20 | 20 20 | 12 1125 567l 2 | 3
P KGDS":2525-C - 55| 257 |1s0™
120 KGDS%.2020-C fKGDS?L ~ 2020X-3T10S [ K] 20 | 20 20 | 12 1125
10 ——{ KGD“&-3T10-C 10 49.7
S s i K&DS.2525-C 2525%-31108 oo [aslas| [as]7 0[] |,
20 =2 e 3120 | KGOS 2020C - o2l [20]m2]0s|
s KGDS%:2525-C - 2525 2507 150
120 KGDS%.2020-C - 20 | 20 20 | 12 1125
10 —— KGD'%&-4T10-C 10 49.7
90° 5 " G z525 € - AL 27.1 BT 10 BH6X10TR | SB-60120TR| LTW-25
o |20 220 e anao.c [KGDS7:2020-C - o 0 e 0 P 1 i
15 ! KGDS?/.2525-C - 25 | 25 25| 7 |50
[ 120 KGDS%.2020-C - 20 | 20 20 | 12 1125
=" L/, ¥
25 s KGDY/&-4T25-C KGDST2525-C - 25 2 | 25 217 1150 64.7
10 @ KGDYe-5T10-C KGDS%.2020-C - 10 20 | 20 20 | 12 1125 197
5 15 R KGDS™.2525-C . 25|25 25| 7 |150] sl
[ 120 KGDS.2020-C - 20 | 20 20 | 12 {125
— L/ -
25 5 KGD&-5T25-C KGDSTL2525-C i 25 %125 517 1150 64.7
1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable inserts @ G30~G33

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

Toolholder identification system

Toolholder hand
R Right-hand Shank size
L Left-hand 20x20 mm
— ﬂ m S Separate type / unit description
Toolholder ype Applicable inserts Max. depth of cut
Unit description GDM / GDMS 10 10mm
3-4mm

@ : Standard item

G41
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External grooving

——

KGD

()]
£
S
[@]
@]
S
(V)

External

Internal

Face

Toolholder dimensions (Blade and toolholder)

KGD-C (0" Separate Type)

Availabi-| Dimension
Drawing of 0° type Toolholder description iy o
Right-hand shown RIL|L|B]|H
KGD%  2020-C ® | ®|104| 20|20
~ E
@ %] 2525-C ®|® (1292525
T
L
3232-C ® | @ 149] 3232
KGDS-C (90° Separate Type)
Availabi- | Dimension
Drawing of 90° type Toolholder description lty (mm)
Right-hand shown RIL|L|B|H
KGDS%.  2020-C ®|e|12(20|2
3
E E
L 2525-C ® | @ |147| 25|25
Blade
Availabi- | Dimension
Drawing of blade Blade description ity (mm)
Right-hand shown RILIL{T]A
KGD%  -2T17-C ® | @ 51.2(17.2|11.7
T -3T10-C o | @ (442102
<L~ 24
} -3120-C ® | @ 532(20.2
-4T10-C ® | @ |44.2(10.2
-4120-C ® | @ |542(20.2|34
LA E
-4125-C ® | @ 592252
L -5T10-C ® | @ |442(10.2
44
-5T25-C ® | @ 592252
Spare parts
Spare parts
(.Iamp bolt Screw Wrench
X . (for insert clamp)( ~ (for blade)
Unit description
5|5
KeD% .S
KOS .S BH6X10TR | SB-60120TR LTW-25

@ : Standard item

G42
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External grooving KGD

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 2~6 mm)
8.0N-m (Width 8 mm) 5

Clamp bolt

Toolholder's surface for fixing
the inserts back end

Insert mounting part

Fig. 1 Fig. 2 Fig.3

Grooving %B

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).

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

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.

Insert clamp screw

Serration Blade

The blade end should
firmly fit to the
toolholder.

Toolholder

Blade fixing screw

Toolholder

Fig.1 Fig.2

Separate type toolholder identification system and their setting to lathe
Firmly fit the lower jaw to the tool post of the lathe.

Toolholder Description Description of Clamp bolt

KYOCERd
Toolholder lot No.

Blade Description Description of

/ Fixing Screw
Blade lot No. /
|

G43
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External grooving KGD

Recommended cutting conditions (cutting speed Vc)

Recommended insert grades (Vc: m/min)
Workpiece material Chipbreaker Cermet MEGACOAT MEGACOAT Carbide MEGACOAT (BN P(D E
NANO CBN g
TN620 TN9O PR1535 PR1225 PR1215 GW15 KBNO5M KBN570 KPDOO1
* . . } .
Carbon steel oM 80~220 100~220 80~200 80~200 100~200
oL Yo Y pig * Yo : : B B
Ally steel o 70~200 80~200 70~180 70~180 80~180
i . . * * Yo . . ; .
Stainless stee PH 60~150 60~150 60~150
) 65 *
Castiron - - - - 1002200 - - - - E
A i i ] i . i . * &
Aluminum s 200~500 150~2,000
NB
Brass ) ) : ) ’ 100~200 ) : 200~800
Hard materials " 80150
Sintered steel 100~250
*:1st recommendation i\(:an recommendation
Recommended cutting conditions (feed rate / ap) ) )
Workpiece material: S50C
Grooving Turning

cw

cw

()]
£
S
[@]
@]
S
(V)

Chipbreaker
ap
N

External f 1 m

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

Internal
Face —
L — . 40— Setn
E
7 o [ SR ~ ol
s ; £ 3.0 CW=5mm
B T S S [ S E
= = =
g F | 2
=
® L1
0.1 0.2 0.3 0.1 0.2 0.3 0.4
f(mm/rev) f (mm/rev)
4.0
HET S S E—
£ — -
= [3 3.0 CW=5mm
. S 34 [T E
z =] -
: £ Ll s
—_ @
2 2
= g L] ]|
0.1 0.2 0.3 0.1 0.2 0.3 0.4
f (mm/rev) £ (mm/rev)

w
1
A
T
1
1
1
1
1
1
1
1
1
1
H
1
H
1
1
1
1
1
1
1
1
1
1
H

*2 mm width is not recommended

0.1 0.2 0.3 0.4
0.1 0.2 0.3 f (mm/rev)

PH (High feed)
Edge Width CW (mm)
N
ap (mm)

>

w
1
o
T
i
i
i
i
i
i
i
i
i
i
i
i
i
i
i
i
i
T
|
i
i
i

E
E
5 g £
z 2 sl o] £
5 : =
z g I I N
0.1 0.2 0.3
f (mm/rev) 0.1 0.2 0.3 04 0.5

f (mm/rev)

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

G44
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External grooving

KGD

Recommended cutting conditions (feed rate / ap)

Workpiece material: S50C

Grooving Grooving
cw cw
& | Ag 4] —
3 £ g
e
f ' f '
In the graph below indicates the most recommended value of feed (f) In the graph below indicates the most recommended value of feed (f)
£
I ey NE— I Y S TH
&S 8 [ =
= 7 E
N = E s I S
£ : I N T I E g
= ; € 4 T
2 = = =
£ = 0.1 0.2 0.3 2|3 g
: E|Z A e I —
E f (mm/rev) . 2 ol N I —
3
When turning: | | | |
keep ap less than or equal to the corner-R(RE). 0.05 0.1
f (mm/rev)
Note 1. The above values are based on the condition that CDX of toolholder is 17 mm or less.
E
Eosfe T [ SRR
=
7 Y E— [ [ POSR——
g2 H [}
5| ] )
0.05 0.10 0.15 0.20 0.25
f (mm/rev)
E
E ospe T
2 =
g R T
£ | — =]
S| O oape [
SIEE
5| F e W g
0.05 0.10 0.15 0.20 0.25
f (mm/rev)
CM chipbreaker [Cutting amount (ap) in back copying]
Maximum ap in back copying
Maximum 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
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External grooving KGD

Guide for external grooving

Point 1 - Turning after grooving

1. Grooving depth over 0.5 mm: 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 0.5 mm: 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 2

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 0.5 mm is recommended. Note: If the
workpiece is not supported at the center, reduce the feed rate when grooving towards center.

«V*

Grooving %
|

©

External
Internal Fig.1 Fig.2
Before turning, pull the tool back Turning subsequent to grooving.
about 0.1 mm after grooving. Grooving depth under 0.5 mm: At
Face ) S
Grooving depth over finishing

0.5 mm: At roughing

G46
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External grooving

KGD

Case Studies
SCr420H (Grooving) SCM420 (Grooving / Turning)

Gear Gear -

Vc=113~164 m/min PRI Vc =170 m/min

f=0.06 mm/rev f=0.15 mm/rev (Roughing)

Wet 3)(2) (1) (4) 0.10 mm/rev (Finishing)

GDM4020N-040GM )‘ 3 ap = 0.2 mm (Finishing) -

(PR1225) Wet 5 .

KGDL2525X-3T10S n GDM4020N-040GM s
5 8 (PR1215)
° KGDR2525X-4T205 @L

GM chipbreaker GM chipbreaker

(PR1225) 1,500 pcs/c

(PR1215) 250 pcs/c

Competitor K

250
(PVD coated carbide) pes/c

Competitor L (Roughing:
PVD coated carbide; 200 pcs/c
Finishing: cermet)

« Good chip control without burned chips.

@ ¢°"
AP i

GM chipbreaker Competitor K

+ GM chipbreaker (PR1225) showed 6 times longer tool life than that of Competitor K.

+ GM chipbreaker reduced occurrence rate of tangle of chips (occurrence
rate 80% to 10%). The problem was persistent with Competitor L.

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

Evaluation by the user
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External grooving KGM

GM/GMN/GMM/GMG/GMGA/FGG

Staimessstel [ | |@]o] | | M|
k]
Dimension (mm) Tolerance (mm)|  Carbide g
. =1 Applicable
5 S| o |-|- toolholder
Insert Description < ® G55~G58
S| W S RE | INSL C\.N g - G95
min. | max. |S|8ivigle|g
e
GMM 2420-020MW 20 24 | 43 0.2 20 |-0.05[+0.05[0]0: (O|O|O KGM...25(..)
KGM...2(...)
GMM 3020-020MW 0.2 O|0:0:00|0] KGM..3(...)
00omw | 2| 3| M aa | B[O ololof Kem.a(.)
GMM  4020-020MW 02 oo ol 1ol yemac
- 4020-040MW 2| 4 43 | 04 | 20 [-0.05(+0.05] [O:0:0|0[0 KGMm3(m)
@ : 4020-080MW 08 olowiof [of MMt
INSL i
o o (M s0oomw ||| 0d ||l d0lon Ofolo) KoM
o (hip ool reted 5020-080MW 08 oloo ofolo] KeM..4(.)
S M class
(o] GMM 6020-040MW 0.4 O|0:0:0 KGMR...6T30
S sooosomw | 2| & | M3 | as | B [TOSFOSI0l olol | Kem.si.)
KGM®i 2525M-8
bxtermal GMM  8030-080MW [2| 8 | 55 | 08 | 30 |-005|+005/0[0:0:0[0] | KIGM.65408-8
KFMS...-8
Internal
GMM 3020-020MS 0.2 O 0:0[0|O] KGM..3(...)
3020-040MS 213 43 0.4 20 1-0051+005 O 0:0l0[O] KeM..2(...)
Face e e
GMM  4020-040Ms  |2| 4 | 43 | 04 | 20 |-005|+005]0] oiololo ﬁgmggg
.,ﬂl:g ......
KGM...5(...)
. GMM 5020-040MS 201 5 43 0.4 20 |-0.05[+0.05[O (©:O|O
Sharp cutting oriented KGM...4(...)
s KGMR...6T30
GMM 6020-040MS 21 6 43 0.4 20 |-0.05+0.05 @) KGM..5(..)
GMG 3020-000MS 0 (e}{e} KeM..3(.)
3020-020MS 20 3 43 0.2 20 |-0.02 [+0.02(O :O:O|O|O KGM".Z(M)
3020-040MS 0.4 ol :oiolofo]l T
o “GMG  4020-020MS 02 ololo
e wp0iMs  |2] 4 | 43 | 04 | 20 [-0m|vomlo| - ofo|o| KGM-4-)
4020-080MS 0.8 Ol 00 KGM...3(.)
== mi:m 5 : -
Sharp(ut“[ing oriented / GMG 5020-040MS 0.4 R O[O KGM5()
Precision class 5020-080MS 213 43 0.8 2 002)\+002 O KGM...4(...)
KGMR...6T30
GMG 6020-080MS 21 6 43 0.8 20 |-0.02 [+0.02 O KGM..5(..)

Recommended cutting conditions @) G143

O Check availability

G48
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External grooving KGM

GM/GMN/GMM/GMG/GMGA/FGG

Sanlessed [ [[elc[ | [ M |

5]
Dimension (mm) Tolerance (mm)|  Carbide g
o
» % S| o |-|- Applicable
Insert Description E al s i st v | aw @t«é)?soljgm
= min. [ max. |S|8inil2lg
HEEREE
KGM...2.5(...)
a - iiofolo
GMG 2520-030MG 2|1 25| 43 | 03 | 20 [-0.03(+0.03 1O KGM..2(.)
KGM...3(...
y - Hioiololo
GMG 3020-030MG 2| 3 43 | 03 20 0.03 |+0.03| |O:O:O|O KeM..2(.)
) = | GMG 3520-030MG 2135 | 43 | 03| 20 [-0.03(+0.03 O 0 KGM...3(...)
= e
oL st ijj GMG 4020-040MG 2| 4 43 | 04 20 |-0.03 [+0.03[O[0: (O|O|O K6M..3(.)
o KGM...5(...)
Sharp cutting oriented / | GMG 5020-040MG 20 5 | 43| 04 | 20 [-0.03(+0.03] |Of :O[O|O o
Precision class KGM...4(...) &
(ground chipbreaker) 1 KGMR.6T30 S
GMG 6020-040MG 2| 6 43 | 04 20 [-003[+003| |0F O KM 5 8
.50 =
()
KGM%. 2525M-8
GMG 8030-050MG 2| 8 55| 05 30 |-0.03[+0.03[O|0: (O|O|O| KIGM..6540B-8
KFMS...-8
GMM 3020-150R 2| 3 43 | 15 20 |-0.05[+0.05[0[0:0IO|0|O ﬁgm;g;
sl o aam (2| ¢ | 43| 2 | @ |-00s|wosslo|o o ofofo] KoM
/ g ’ ’ ‘ ) KGM...3(...)
& T “ﬁﬁ ) KGM...5(...)
GMM 5020-250R 2|1 5 43 | 25 20 |-0.05[+0.05[0O[0: iO]O KGM
Chip Mco?troI/oFritlelnéed/ -A-)
class/ ru
GMM 60203008 2| 6 | 43| 3 | 20 |-005|+00s|olol iofofo| KOMR-ETS0
KGM...5(...)
~ KGM...3(...)
- - O] O
GMG 3020-150R 2| 3 43 | 15 20 0.02 |+0.02|O O KGM..2(..)
~ KGM...4(...
GMG 4020-200R 2| 4 43 2 20 |-0.02 [+0.02|O O KGM..3(.)
TR Pharpautting | GMG  5020-250R 2| 5 |43 ] 25| 20 [-002]+002 o) ﬁgm:ﬂj
. KGM...3(..)
g& GMG 3020-150RU 2| 3 43 | 15 20 |-0.02 |+0.02|O o KGM...2(...)
o9 | KGMUR2525M
> INSL
y Emspes KGM...4(..)
Chip controloriented / | GMG ~ 4020-200RU 20 4 [ 43 2 | 20 |-002]+002 o KGM...3(...
Undercutting KGMUR2525M

Recommended cutting conditions @ G143

O Check availability

G49
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External grooving KGM

GM/GMN/GMM/GMG/GMGA/FGG

Sanlessed ][9]

k]
Dimension (mm) Tolerance (mm)| Carbide g
o
4 sle Applicable
Insert Description z| ST toolholder
P Sl s D lws | | oo @ G56~G58
= min. | max. |S|g|2|g G95
EHEE
@®_1z
“ KGM%. .5

"’iﬁ GMGA  6020-300R 2| 6 43 3 20 |-0.02 (+0.02 O KGM, 5T

Full R/ Sharp cutting
oriented / Precision class

G(-)‘al KGM".2525M-
e a0 . N O U A O N I R KIGM“;L6554SOB-§
-1 ' 02+0 HIGMURES405.8

AN

Full R/ Sharp cutting KFMS...-8
oriented / Precision class

Grooving %

3 & = re
External = é‘iﬁ?g L*g
<, @Itﬁ GMM 3014-04 2| 3 43 | 04 | 14 [-0.05[+0.05 |Of [O -
Internal
Chip control oriented /
class
Face

GMM 3014-15R 43 -0.05 [+0.05

\\
V
-
B
u
~
w
s
=
[©)

Chip control oriented / M

class /FullR
Eggf :g;gg; 2| 3 43 | 02 | 20 |-0.02|+0.02 8 8 8
B> 4 D N IRl Il Il o M
Ry o 2[5 |43 |04 | w0 |-0mf+o0 | |
Handed insert shows Right-hand Recommended cutting conditions @ G143

O Check availability

G50
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External grooving KGM
B I I O ) I
k7]
Dimension (mm) Tolerance (mm)|  Carbide g
<
é, S| P |-[-| Applicable
Insert Description < toolholder
> w [ w
2 s RE | INSL min. | max. |S[8i2ig(2g ®G55~G58
SEEEEE
GMM 1520-MT 215 | 43 0 20 |-0.05 [+0.05 21 KGM...1.5(...)
. 31 005 . . s . 15(
" e 0 olo KGM...2(...)
/ g{:E;( GMM  2020-MT 20 2 | 43| 0| 20 [-00s|+00s| | KGM..15(.)
ey o 0 olol | KkeM.25(.)
GMM  2520-MT 2 243 g5 | B 00BN g KGM..2(..)
Sharp cutting oriented KGM...3(.)
0 olol | KeM..3(..
GMM  3020-MT 20 3| 43| o5 | 20 [-00s|+00s| | KGM..2(..) @
GMM 1520-NB 2015|430 20 |-0.05 [+0.05 olo KGM...1.5(...) o
£
o =" i ] ) KGM..2(.) 3
/ T — R:tﬁ GMM 2020-NB 2| 2 43 0 20 |-0.05[+0.05 Oolo KGM..15(..) 8
[Sm=
GMM 2520-NB 2| 25 | 43 0 20 |-0.05 [+0.05 (@] ﬁgm;ﬂ)
Sharp cutting oriented / 2]
Without Chipbreaker KGM...3(...)
GMM 3020-NB 2| 3 43 0 20 |-0.05[+0.05 ) KGM...2(...)
- KGM...2(...)
GMM 2020-TK 2| 2 43 | 02 | 20 |[-0.05[+0.05 0: 0|0 KGM...15(..)
-
~ . KGM...2.5(...)
\/ GMM 2520-TK 2|1 25| 43 | 02 | 20 [-0.05(+0.05 0:0|0 KGM...2(..)
= KGM...3(...)
GMM 3020-TK 2| 3 43 1025 | 20 [-0.05[+0.05|0| :0:O|O KGM...2(..)
o KGM...2(...)
GMN 2-TK 1 2 43 | 02 | 20 [-0.05|+0.05 0: 0[O KGM..1.5(.)
KGM...3(...)
. K - O
V GMN 3-TK 1 3 43 1025 | 20 [-0.05[+0.05|0| :0:O|O KGM...2(..)
edge/Stabity | guy 47K 1| 4 |43 ] 03| 20 |-005|+00s]0| 000 ﬁgm:‘;gz:z
GMN 22 1122 | 43 | 017 | 20 |-0.05[+0.05/O i i0|0[O KGM...2(...)
S]] KeM.3(.)
GMN2.2 _ B 1% 0
= GMN 3 1 3 | 43 ] 02| 20 [-0.05+0.05/O b (@) KaM..2(.)
E
/ :j; GMN 4 1] 4 | 43 025 | 20 [-005|+00s|o]| - ofo|o| KaM-4-)
— H KGM...3(...)
S wiilj !
T-edge GMN 5 1| 5 [ 43| 08| 20 |-00s|+00s|o| | iofof | HGM-SC)
: ’ ’ ’ KGM...4(...)
~ KGMR...6T30
GMN 6 11 6 43 | 08 | 20 [-0.05[+0.05/O Ol0 KGM...5(.)
Handed insert shows Right-hand Recommended cutting conditions @ G143
O Check availability
G51
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External grooving KGM

GM/GMN/GMM/GMG/GMGA/FGG

e I R
5
Dimension (mm) A'Z%Ie Tolerance (mm)|  Carbide §
o
e S| o [-|-| Applicable
Insert Description < aw | o toolholder
S| W | S | RE | INSL [PSIR%:| . - @ G55~G58
min. | max. 882 K2
gEREEE
0 olo
GMM  150R-MI-ISD | 2] 15 | 43 | oo [ 20 | 15 |-005|+005 . KGM...1.5(...
GMM  2020R-MT-15D 0 olo (M2
- 2020R-MT-15D (2| 2 | 43 | 005| 20 | 15 |-0.05[+0.05/0| ‘© KM 5( |
2020L-MT-15D 0 o
gy
| == o
@ tﬂ GMM  2520R-MT-15D | 2| 25 | 43 0%5 20 | 15 |-0.05|+0.05 . m;su
Sharp cutting oriented . -2()
()]
= GMM  3020R-MT-15D 0 olo KGM..30.)
3 3020R-MT-15D (2| 3 | 43 | 005| 20 | 15 |-0.05[+0.05/0| ‘© KGM"'Z(“')
o 3020L-MT-15D 0 of | | MM
G
GMM  2020R-TK-8D 2| 2 | 43| 02| 20 | 8 [-0.05[+0.05 oiolo Egm"f(;&))
External - |8 L15(
St GMM  2520RTK8D  |2| 25 | 43 | 02 | 20 | 8 [-005|+005 o KG..2.51..)
Internal L KGM...2(...)
Stability oriented | GMM ~ 3020R-TK-8D 2| 3 | 43 |025] 20 | 8 |-0.05[+0.05|0| i0i0 KGM...3(..)
Face i ' ' KGM...2(...)
KGM...2(...
PSIRR o TK. R o
ﬁ}?‘ GMR  2-TK-8D 10 2 [ 43]02] 2| 8 |-005+005 o KM, 150
— =
2 INSL ;”REU KGM...3(...)
TK- - o)
\,y F'_Embj GMR  3-TK-8D T3 a3 |os| 0|8 |00s|+00s| | ©Ol0] | A
Tedge/Stabiity | Gup 478D 1 4 [a3] 03| 20| 8 |-005[+005| | i0i0]o m::gti
GMR  2.2-8D o >lofo
TN o 1122 43]017| 20 | 8 [-005|+005 -
i KGM...2(...
/ ﬁ‘ﬂ GMR 2.2-15D 102243 0 | 20 | 15 [-0.05]|+0.05/O ofolo
/ —= -1 gm 3'43 13 [ a3 02| 20| 4 |-005]+005 g N Egm'"“"')
1-edge / Sh;jtr%cutting 3-4 - -2()
oriente
GMR  4-4D o o) KGM...4(...)
@ 1] 4 |43 (025 | 20 | 4 [-005[+005| KM, 30
Handed insert shows Right-hand Recommended cutting conditions @ G143

O Check availability

G52
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External grooving

KGM

GM/GMN/GMM/GMG/GMGA/FGG

Cutting edge preparation b ..
(ombol Spedfiaton  bampe
F Sharp edge F Sharp edge
E R-honed E008 R0.08mm honed
" Dimension (mm) Tolerance (mm)| CBN | PCD
>
.% é S| Applicable
Insert Description 5 |< a | aw toolholder
S |S|lw | s RE | INSL | LE ) oiwn|—io| ® G55~G58
@ min. [ max. |5:RxSisS
=) R
GMN 2 E008 (1] 2 | 43 [ 02 | 20 | 29 |-0.05|+0.05[0:Of
: : KGM...2(...)
KGM...1.5(...)
GMN 2 F 1 2 43 1 02 20 29 |-0.05|+0.05 O:0
GMN 3 E008 (1| 3 | 43 | 04 | 20 | 29 |-0.05|+0.05[0:Of
. : : KGM...3(...)
E‘ NS KGM...2(...)
~#5 GMN 3 F 1 3 43 1 02 20 29 |-0.05|+0.05 O:0
INSL RE
= wtﬁ GMN 4 008 | 1| 4 | 43 | 04 | 20 | 29 [-0.05|+0.05[0:0| o
T-edge : : KGM...4(...) k=
KGM...3(...) 5
GMN 4 F 1| 4 43 1 02 20 29 |-0.05|+0.05 0:0 1)
S
Y]
KGM...5(...)
GMN 5 F 11 5 43 102 20 29 |-0.05|+0.05 O;O KGM..4(.)
KGMR...6T30
GMN 6 F 11 6 43 1 02 20 29 |-0.05|+0.05 z O KGM..5(..)
Recommended cutting conditions @ G146
Features of Chipbreaker Edge Preparation
Series Insert Features Chamfered + R-honed Chamfered + R-honed
Corner-R(RE) = 0.05 Sharp Corner
Excellent chip evacuation at = e
GMM MW , Grooving, Turning, Cut-off Edge Prep.
GMG MG , Low cutting force with ground chipbreaker MT Chipbreaker (R9025 / PRYTS PRI30/KW10
Chamfered + R-honed Sharp Edge
GMG MS Grooving / Turning / Cut-off operations are minimum Corner-R(RE) = 0.2 ~ 0.3 Corner-R(RE) = 0.2 ~ 0.3
GMM MS cutting force at Positive Edge Edge Prep. 4 P
| gl 0 it i .
TK Chipbreaker CR9025 / PR915 PR930/KW10
* R-honed Sharp Edge
GMMTK / Large corner-R(RE) and stable performance at cut-off Corner-R(RE) = 0.05 Sharp Corner
Edge Prep. :
Flat rake face and non-chipbreake
GMMNB P
It works well for brass =
Without Chipbreaker (-NB) (R9025 PR930 /KW10

O Check availability
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- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
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External grooving KGM

Available Cutting Diameter of KGM (for automatic lathe) / KGM-T

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

B[

20 (CDX, 240)
18 (CDX, ©130)

25

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

—+- eg) KGMR2525M-3T20+GMN3

KGM (for automatic lathe) Possible Cutting Diameter and Available Grooving Depth Table

Toolholder Description DCX (Cutting Dia.)

@ KGM™/L 1010[_J-1.5... - - - - - - - 18 | 2 26 | 38 | 76
1212 115... - - - - B | 27| 33| n o | oo | o | oo

o

= 1010[_1-2... - - - - - - - 8 | 21 | 26 | 38 | 76

3 12120 2. A N I T N AL

8 1616[_J-2... 30 | 37 | 47 | 68 | 8 | 131 | o | oo «
1212[1-25... - - - - B | 7| 33| n =

External —1212%25 30 | 37 | 47 | 68 | 89 | 131 | o o

intemal Available Grooving Depth CDX (mm) 5w B[ 2 nus] ] w0 9 8 [ 7] 6] 5 s [ 3] 2]

Face KGM-T Possible Cutting Diameter and Available Grooving Depth Table (GMN, GM%L when using 1-edge insert)

Toolholder Description DCX (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 &
2020K-4T20
2525M-4T20 = T
2525M-4T125 0 |
2525M-5T25 - - 50
3232P-5T25 2 |e0 | | T 77
2525M-6T30 100 | 300 ) oo )
Available Grooving Depth CDX (mm) 30 27 25 23 22 20 19 18 17 16 15 14 13 or under

G54
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External grooving

KGM

KGM (External grooving / for automatic lathe)

] [8% .

KGMY.1616

HBH

Toolholder dimensions

Spare parts
Availabi- : .
) Dimension (mm)
lity Screw Wrench Applicable inserts
Description ®) G48,G49
G51~G53
= - £| 8 ,
RLgHBLHHFaInLFWFEE
3 ==
o
KGM%.  1010)%-15 Olol18)10]10]18]10 120| 9.4 o
1212F-1.5-85 © 2 [ss] |1s| 2 [se40r20mR| trw-1ss 1520..
— B3 (12|12(19(12] " =14 GM.2(..)
1212)%-1.5 olo 120
KGM%¥. ~ 1010X-2 Olol18|10]10]18]10 120/ 9.15
1212F-2-85 O ¢ 2 lulnloln 2 (85| sl s SE-40120TR | LTW-155 GM.2(...)
1212)%-2 olo - ’ GM.3(...)
1616JX-2 Olo[30]16]16 (245 16| - 15.15 SE-50125TR|  LTW-20
KGM¥.  1212F-2.5-85 o 85
: : Bl B n SE-40120TR | LTW-155 GMM24...
1212%-2.5 o|c¢ 2413 GM.25...
— 120—
1616JX-2.5 O] O(30]16|16 [245] 16| - 15 SE-50125TR|  LTW-20 GM.3(...)
KGM%.  1616JX-3 OO [30]16]16(245/16| - [120| 148 | 3 | 4 [SE-50125TR| LTW-20 GM.3(..), GM.4(...)

If using a full-R insert, you need to modify the corner of insert adapter part of toolholder.

KGM will be switched to KeGD=> G35

O Check availability
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External grooving KGM

KGM (External grooving)

oA = oox !
= O @ @
y lL'_- S\ \
i
5= LH
, I ﬁa: i
] by
| T - T
‘ y
P 'y LF _
Right-hand shown
Toolholder dimensions
Spare parts
R Dimension (mm) a
lity Campbolt | 2| Wrench | Wrench o
Desaiotion (Torx) Applicable inserts
@ p @ G48~G53
RLEHBLHHFgLFWFEé "’
o S 2 =|= %
£ S|S
S
8 KGMPL  1212H-3 o i) |l | hes |3 - SB-5TR - LTW-20
5 1616H-3 @) 16 | 16 16 14.8
O L 19 7 3 HH5X16 GM3(..)
20203 olo 20(20|7 [20] [125188] * | 4 - LW-4 - GM.4(..)
2525M-3 olo 25| 25 5| [150[238 HH5X25
Fitena KGMPL  2020K-4 C 20| 20 20| [125)183 HH5X16
L ) ——10 7 - 4|5 - Lw-4 - GM4..)
Internal 2525M-4 oflo 25|25 25 150(23.3 HH5X25 GM.5(...)
KGMR  2020K-5 o 2020 0| [125)178 HH5X16
6 10 7 - 5106 - LW-4 - GM.3(..)
Face 2525M-5 o 25| 25 5| [150[2238 HH5X25 GM.6(...)
KGMPL  2525M-8 O|o 25| 25| 25] 40|25 75150 22| 8| 8| HHeX25 - LW-5 - GM..8030...

(DX shows available grooving depth.

4mm width Insert can be installed in KGM™/1212H-3, but is not recommended due to the toolholder’s rigidity.
If using a full-R insert, you need to modify the corner of insert adapter part of toolholder.

KGM will be switched to KaD=> G34

O Check availability

G56
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External grooving

KGM

KGM-T (External grooving / Deep grooving)

Grooving %

A A
DX
£ 3 o
] [ vy Y \
IL ' _ lH
] f———— 5° I~ o
! ©\ = T\ ,
) — A
©\ T i B T
T F T
\ { Y Y
o T
Right-hand shown
Toolholder dimensions
Spare parts
R Dimension (mm) a
lity Campbolt | P | rench | Wiench
Desaiotion (Torx) Applicable inserts
p @ G48~G53
. . D
RIL[ZS|H|B|[LH|HF|2|LF|WF =
KGM"L  2012K-2T17 O 12 11.15 - SB-5TR - LTW-20
2020K-2117 OO |7 0 W 33 20 - 12 19150 2 | 3 | HH5X16 GM.2(..)
—— — : - LW-4 - GM.3(...)
2525M-2T17 OO 25|25 25 150(24.15 HH5X25
KGM".  1616H-3T20 O 16 | 16 16| 4 [100(14.8 HH5X16 - LW-4 -
2012K-3720 o 12 10.8 - SB-5TR - LTW-20 GM.3(...)
—20 {20 — 36|20 25— 3 | 4
2020K-3720 o]0 20 - 18.8 HH5X16 IW-4 GM.4(...)
2525M-3T20 OO 25025 150(23.8 HH5X25
KGM"L  2020K-4T20 O 20 (20 1251183 HH5X16
— 20 36 GM.4(...)
2525M-4T20 (@] - 415 - LW-4 -
- 2512525 1501233 HH5X25 GM.5(...)
2525M-4T25 O1O |25 41
KGM"L  2525M-5T25 O« 25125 25 150(22.8 GM.5(...)
25 42— - 516 | HH5X25 - LW-4 -
3232P-5T25 O 32132 32 170|29.8 GM.6(...)
KGMR  2525M-6T30 @] 30(25)25(45(25| - [150({22.4| 6 | 6 | HH5X25 - LW-4 - GM6.(...)

If using a full-R insert, you need to modify the corner of insert adapter part of toolholder.

(DX shows the distance from the toolholder to the cutting edge. Ref. to the Table (G54) for the relationship between the available grooving depth and the cutting dia.

When using GMG / GMM (2-edge) insert, set the groove depth under 15 mm.
KGM will be switched to KaD=> G34

O Check availability
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External grooving KGM

KGMM (Exteral grooving / Face grooving)

=WF >
<CW
B -

HF

CDX

Right-hand shown

Toolholder dimensions

Spare parts

Dimension (mm)
Clampbolt |  Wrench

Availability

Applicable inserts

@ Description @ GAB~G53
5|8 |w|we|w|w| E|E
2 = glz
S
8 KGMMR  2525M-3 O |48(25[25(25]25(150(23.8] 3 | 5 | HH5X25 LW-4 FeG...,
G i ) GM.3(...), GM.4(...), GM.5(...)
(DX shows available grooving depth. (Ref. to the table G59 for Face Grooving )
External
Internal
Face
KGMS (Exteral grooving / Face grooving)
= j@ ®
S0 o !
e
7777777 | <l_> @ 5° LH
I._ { a
- T
o SN
LF -l

Right-hand shown

Toolholder dimensions

Spare parts
=
:'—'E Dimension (mm)
2 Clampbolt | ~ Wrench . :
Description = Applicable inserts
®) G48~G53
= =£| 8
S| H|B|LH|HF|LF|[WF § §
Lo
KGMSR ~ 2525M-3 O |48]25(25)|17[25(150(30 | 3 | 5| HHSX25 | Lw-4 Fec...
" GM.3(..), GM.AL), GM.SL..)

(DX shows available grooving depth. (Ref. to the table G59 for Face Grooving )

O Check availability

G58
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External grooving KGM
Selection of Insert & Toolholder (Face Grooving)
(ase of KGMM
Toolholder Right-hand Toolholder Right-hand
Insert Left-hand Insert Right-hand
|
i
Toolholder Right-hand
Insert Left-hand
o
c
E
External dia. of the groove (min.) & Grooving Depth (Face Grooving) o
KGMM / KGMS (Common) (mm) v
(D : Grooving Depth
p=4
T § :External dia. of the groove (MIN.)
[a)
Description DAXN Q)]
GMG/GMM3020-OCCL T ]
GMG/GMM4020-OCCT] 9100 48
GMG/GMM5020-O0CLET ]
FGG"/.3020-02 922 43
FGG™/.4020-04 928 48
FGGR/.5020-04 330 '
GMG3020-150RU 922 43
GMG4020-200RU 928 438
G59
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External grooving KGM

KGMU (External grooving / Undercut grooving)

LF .

Right-hand shown

Toolholder dimensions

Spare parts

Dimension (mm)
Clampbolt |  Wrench

Availability

Applicable inserts

@ Description @ G49
g HE
o S| H|B|LH|[HF|LF[WF == /
c () [
= .
8 KGMUR ~ 2525M O [4.8] 25|25 (285| 25 [150(28.6| 3 ©) HH5X25 LW-4 GMG3020..RU , GMG4020..RU
O (DX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the available grooving depth.

WF shows at GMM5020-RU. () indicates external grooving inserts when installed.

External grooving inserts (grooving width 3 mm~6 mm) will be attached. (In case of using GMGOO20-OOCL T ], GMMOO20-OOCL T ], GMNO insert)

External

Internal Undercut Depth CD

fae etpton |t [ PR e
(D (mm) ap (mm)
GMG3020-150RU 35 1.8
GMG4020-200RU 4.0 19

*In case of undercutting for the diameter 100mm or over,

Inserts for External Grooving
GMGOO20-O0C T ],aMMOO20-O0OC T,
GMNO are also available.

O Check availability

G60
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External grooving

GH/GHU/GA

GH/GHU/GA

Cutting edge preparation

S Chamfered and R-honed

501020

0.10mm X 20° chamfered and R-honed

aiessseel o] [J[[]]] M |

T Chamfered 701020 0.10mm X 20° chamfered
o Dimension (mm) Tolerance (mm)| Carbide | Ceramic | Cermet
>
é _§-‘w SIgl-|p|-| - Applicable
Insert Description 5 |< av | aw toolholder
S || aw | S | RE[INSL| - - ® G62~G64
o min. | max. [S|2|2|ziS|w[EiSig
& SEEEREEEEE
GH 4020-02 0.2 L} ([ M ]
4020-05 - 2| 4 75 05 20 |-0.05{+0.05 ole PEP KGH. 4
GH 4520-02 02 ° KGHS™. ...4
452005 - 2| 45 | 75 05 20 [-0.05 [+0.05 °
GH 5020-02 0.2 L} o0
5020-05 - 2|1 5 15 05 20 |-0.05{+0.05 ol e
GH 5520-02 0.2 [}
5520-05 - 2| 55|75 05 20 [-0.05 [+0.05 ° KGHL S
GH 6020-02 0.2 oo oo KGHS. ...5
m% 6020-05 - 2|1 6 15 05 20 |-0.05{+0.05 ol oo
RN [ 600 02 °
ESy 1 6520-05 - 2] 65|75 05 20 |-0.05 [+0.05 °
GH 7020-02 0.2 LI} o0
7020-05 - 20 7 15 05 20 |-0.05{+0.05 ol e
GH 7520-02 0.2 [} a
7520-05 - 2175 |75 05 20 |-0.05 [+0.05 ° KGH" ...7
GH 8020-02 0.2 LI} o0
8020-05 - 20 8 75 05 20 |-0.05{+0.05 ole oo
GH 10025-05 - |2 10 [ 75 ] 05| 25 [-0.05|+0.05 |®|®
KGH". ...10
GH 12025-05 - 2| 12 75 | 05 25 [-0.05|+0.05 |@|® [ J
501020 ) KGH". .4
GH 4020-05 101020 201 4 [ 75| 05| 20 |-0.05(+0.05 oo KGHS, 4
8/ 501020 [
i\tﬁ\ﬁ GH 5020-05 101020 2|1 5 75 | 05 20 0.05 |+ 0.05 ole KL S
SRl KGHS%. ...5
P GH 6020-05 T01020| 2| 6 75 | 05 | 20 [-0.05[+0.05 )
GH 7020-05 T01020| 2 | 7 75 | 05 20 |-0.05{+0.05 [ ] KGH". ...7
KGH". .4
40-20 - |2 4 | 75]025] 20 |-0.05|+0.05|® [} KGHSY. 4
50-20 - 2|1 5 75 | 03 20 |-0.05(+0.05® [}
KGH® ...5
KGHS". ...5
60-20 - 2] 6 75 | 03 | 20 [-0.05[+0.05|®@ [}
30 - 2| 3 5 0.2 25 |-0.05[+0.05(O O KGA%. .3
40 - 2] 4 5 1025 25 |-0.05(+0.05[C O KGA"...4
50 - 2|1 5 5 0.3 30 |-0.05(+0.05(O @] KGA%. ...5
Recommended cutting conditions @ G65
@ : Standard item O : Check availability
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External grooving KGH

KGH (Exteral grooving)

CDX CDX
I il
s | (@] |- d | (@ -
K Ko
LH LH
35 LF
a
LIL | ;-; Il w i
El T I3 T
KGH7.2020K type KGH7.2525M type
KGH7.3225P type
Right-hand shown
Toolholder dimensions
Availabi- ) )
) Dimension (mm) .
lity (lamp (lamp bolt Spring Washer Wrench . .
Dt Applicable inserts
@ | o
RL§HBLHHF§LF'§E\\© /
2 = £(( N—
>
KGHY.  2020K-4 ole 2020 20| 5 [125 -
8 G 13 335 245\248) CGH-1%. | HH6X25 | SP-6 W-6 LW-5 GH4.20-..
5 2525M-4 ole 25| 25 5| - 150 GHU40-20
KGHY.  2020K-5 ole 20120 2 5 |125 I
2525M-5 o e |13[25] [3s[25] [150]25 258 o1 | HHeX25 | sp6 W-6 -5 >-20-.., GHU0-
External —125 1 - GH6.20-.., GHU60-20
3225P-5 ole 32 2| |0
KGHY.  2020K-7 oo 2020 20| 7 |125 !
Internal ; 13 nS 525 G2 | HWHOS | -6 | W6 | LW GH7.20-..
2525M-7 ole 25| 25 5| - 150 GH8020-..
KGHY.  2525M-10 ole 25 5| [1%0 :
Face : 72 25 |41 2 - Fassles| 3w | Heexas | see W-6 -5 GH10025-05
3225P-10 ° 32 32| |0 6H12025-05

CDX shows available grooving depth.
WF of KGH%. Toolholder depends on the insert's edge width.
Clamp : CGH-CR for Right-hand Toolholder and CGH-CL for Left-hand Toolholder.

@ : Standard item

G62
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External grooving

KGH

KGHS (External grooving)

Grooving %

o
' % Q - s (@
8 g
lLH LA LF
%L z T e 1 T
KGHS%.2020K KGHS%.2525M
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ’ .
. Dimension (mm) )
lity (lamp (lamp bolt Spring Washer Wrench
Description Applicable inserts
p @ G61
RL§HBLHHF§LFWF. /
KGHS®A  2020K-4 [ BN J 20| 20 20| 5 |125]35 -
L 13 2% (GH-1% | HH6X25 | SP-6 W-6 LW-5 GH4.20-..
2525M-4 [ BN J 25025 25| - |150( 40 GHU40-20
KGHS®  2020K-5 ( 2K ] 2020 20| 5 |125/35 GH5.20-.., GHU50-20
13 25 (GH-1% HH6X25 SP-6 W-6 LW-5 !
2525M-5 (B 25|25 25| - |150( 40 g GH6.20-.., GHU60-20

CDX shows available grooving depth.
Clamp : CGH-OL for Right-hand Toolholder and CGH-CR for Left-hand Toolholder.

Rake Angle (a) after Installment of GH / GHU insert

When using GHOO-OO When using GHUOO-OO
a Insert Grades a Insert Grades
0° A65, A66N, PT600M
5 TN9TOC4TOC';0M 10° TNGO
! (R9025
20° PRI30
KW10

@ : Standard item
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External grooving KGA

KGA (Exteral grooving / Deep grooving)

.| DX
i = © ®
"
— LF J
25°
T & T
s
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ’ .
) Dimension (mm) .
lity Clamp bolt (lamp Spring Wrench . .
Descrintion Applicable inserts
@ | (N o
- RL§HBLHHF§,I=:>LFWF 4 /
c
8 KGA%.  2020K-3 oo 20| 20 20| 5 |125(215
o —T—120 37 HH6X20 (GA-3%. SP-6 LW-5 GA30
G 2525M-3 O]10 25|25 25| - |150(26.5
KGAR 2020K-4 @] 2020 20| 5 (125215
20 37 HH6X20 (GA-4R SP-6 LW-5 GA40
2525M-4 @) 25|25 25| - [150{26.5
Btemal  fyoaR 2020k O (20| |2]s5 [12s)ns
e 25 42 HH6X20 (GA-5R SP-6 LW-5 GAS50
Internal 2525M-5 @] 25|25 25| - |150(26.5
CDX shows available grooving depth.
Face Clamp : CGA-CR for Right-hand Toolholder and CGA-CL for Left-hand Toolholder.

O Check availability

G64
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External grooving GH/GHU/GA
Recommended cutting conditions
GH inserts - ground chipbreaker
Recommended insert grades (Vc: m/min) (1) Ffor grooving (mm/rev)
. (2) f for turning (mm/rev) =
Workpiece Cermet P\Iclzri)?gzed Carbide Ceramic (3) ap for turni%g (mm) E
material &
S = 2 = 2 z E GH G H GH
] &) & g = 2 = 40~50... 55~70... 75~80. 100~120...
ve * (1)0.07~0.2 (1)0.07~0.2 (1)0.1~0.25 (10.15~03
Carbon steel 1502220 | 100~150 | 80~180 (2)0.07~0.15 (2)0.07~0.15 (2)0.1~0.2 (2)0.15~0.25
(3) Max. 1.0 (3) Max. 1.0 (3) Max. 1.5 (3) Max. 2.0
v (1)0.07~0.18 (1)0.07~0.18 (1)0.1~0.23 (1)0.15~0.27
Alloy steel (2)0.07~0.13 (2)0.07~0.13 (2)0.1~0.18 (2)0.15~0.22
130~200 | 80~130 | 80~160 (3) Max. 1.0 (3) Max. 1.0 (3) Max. 1.5 (3) Max. 2.0
(1)0.07~0.16 (1)0.07~0.16 (1)0.1~0.21 (1)0.15~0.25
Stainless steel (2)0.07~0.13 (2)0.07~0.13 (2)0.1~0.18 (2)0.15~0.22
60~100 | 60~130 (3) Max. 1.0 (3) Max. 1.0 (3) Max. 1.5 (3) Max. 20
kw10 Kw10 Kw10 kw10
(1)0.07~0.2 (1)0.07~0.2 (1)0.1~0.25 (10.15~03
(2)0.07~0.15 (2)0.07~0.15 (2)0.1~0.2 (2)0.15~0.25
Castiron * DA DA DA (3) Max. 1.0 (3) Max. 1.0 (3) Max. 1.5 (3) Max. 2.0 g
60~100 | 150~300 | 150~300 | 150~300 | A65/A66N A65/A66N A65/A66N A65/A66N S
(1)0.03~0.07 (1)0.03~0.07 (1)0.05~0.09 (1)0.05~0.09
(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)0.15~03
Aluminum alloys 150~400 (2)0.07~0.15 (2)0.07~0.15 (2)0.1~0.2 (2)0.15~0.25
(3) Max. 1.0 (3) Max. 1.0 (3) Max. 1.5 (3) Max. 2.0 o
c
(1)0.07~0.2 (1)0.07~0.2 (1)0.1~0.25 (1)0.15~03 =
Brass 150~300 (2)0.07~0.15 (2)0.07~0.15 (2)0.1~0.2 (2)0.15~0.25 8
(3) Max. 1.0 (3) Max. 1.0 (3) Max. 1.5 (3) Max. 2.0 G
(1)0.02~0.05 (1)0.02~0.05 (1)0.02~0.05
Hard materials 4(?530 40%780 40%780 (2)0.01~0.03 (2)0.01~0.03 (2)0.01~0.04
(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 i\(IZHd recommendation
GHU Inserts - molded chipbreaker
Recommended insert grades (Vc: m/min) (1) ffor gooving (mm/rev)
- (2) f for turning (mm/rev)
Workpiece material Cermet (VD coated carbide (3) ap forturning (mm) Remarks
GHU GHU GHU
et s 40-20 50-20 60-20
(1)0.06~0.12 (1)0.06~0.12 (1)0.06~0.15
Carbon steel (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.12
130~200 80~180 (3) Max. 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
Alloy steel (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.12 Coolant
100~180 80~160 (3) Max. 1.0 (3) Max. 1.0 (3)Max. 1.5
(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 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 12
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. * :1st recommendation ﬁr:an recommendation
GA inserts - molded chipbreaker
Recommended insert grades (Vc: m/min) (1) Ffor grooving (mm/rev)
¢ a Jarbid (2) ffor turning (mm/rev)
Workpiece material et TEGEERINE (3)ap for turning (mm) Remarks
GA GA GA
NGO CR9025 30 40 50
G | E1; 0.06~0.18 21% 0.06~0.21 E1{0.06~0.25
arbon steel 2)0.05~0.15 2)0.05~0.17 2)0.05~0.2
130~200 80~180 (3) Max.0.8 (3) Max. 1.0 (3) Max. 1.3
Y * (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 Coolant
100~180 80~160 (3) Max.0.3 (3) Max. 0.5 (3) Max. 0.8
(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 (3) Max. 0.8 (3) Max.0.8 (3) Max. 1.2
* :1st recommendation ﬂ?:an recommendation
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External grooving KGMW

GMGW

Stainless steel

Dimension (mm) Tolerance (mm) Q
_g, = Applicable
Insert Description - —  toolholder
2 w [ w
S| W | S RE | INSL | LE = ® G67
I~
’ GMGW  6030-30R 11 6 55 3 30 | 45 [-0.03 |+0.03|®@| KGMW.2525M-6
GMGW  8030-40R 11 8 [ 55| 4 30 6 [-0.03|+0.03|®| KGMW%.2525M-8
’ GMGW  8030-40R-HR 11 8 | 55 4 30 5 [-0.03|+0.03|®| KGMW%.2525M-8

GMGW inserts are exclusively used for KGMW 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 @ G67

o
£
>
S
o
S
O

External

Internal

Face

(BN & PCD Inserts are
sold in 1 piece boxes

@ : Standard item

G66
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External grooving

KGMW

KGMW (Exteral grooving / Face grooving / Copying)

CDX
N SRS
=
o LH
(10 ey
© T |
RE
HBL T
LF
Right-hand shown
Toolholder dimensions
Spare parts

Availabi- . .
) Dimension (mm)
lity Clampholt |  Wrench o
Descrintion Applicable inserts
P @ G66
R|L|S|H|B|LH|H|Z|Z|LF|WF /
KGMW®L  2525M-6 ® | ®(25(25|25|40(25]|13]|55]|150|22.8| HH6X25 LW-5 GMGW6030-30R

KGMWAL 2525M-8

150

22 | HH6X25 LW-5

GMGW8030-40R (-HR)

Recommended cutting conditions

Recommended insert grades (Vc: m/min) (1) ffor grooving (mm/rev)
Workpiece material PCD (2) ffor turning (mm/rev)
KPDOO1 (3) ap for turning (mm)
(1)0.05~03
Aluminum * (20.2~0.8
150~2,700 (3)Max.3

@ : Standard item
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External grooving TGF insert

TGF

Sailessstedd ____________________________[e[5[ [ [ | m |
z o
Dimension (mm) Tolerance (mm) | Carbide gu
J
8 PD |- |- Applicable
Insert Description -
Slow x| | s | o g || W] WI _|  toolholder
min. | max. E é § § %
TGF32R  033-005 033 | 08 0.05 00
050-005 05 | 12 0.05 0:0|0(o
075-010 075 2 0.1 CEOao
095-010 095 | 2 0.1 ] ] ]
100-010 1 2 0.1 ) | ]
120-010 1.2 2 0.1 O KTGFR....-16
125-010 125 | 2 0.1 00O KTGFR....-16F
140-010 14 | 2 0.1 O S..-KTGFL16
@ 145-010 145 | 2 0.1 000
150-010 1.5 2 0.1 00O
g 175-010 175 | 2 0.1 0:0|g|o
= 200-010 2 25 0.1 0:0|0(o
8 250-010 3125 | 25 (9525|318 | 46 | 0.1 - |-0.025 [+0.025| L1 |1 )
6 TGF32L  050-005 05 | 12 0.05 0:0
075-010 075 2 0.1 0:0
095-010 095 | 2 0.1 0:0
External 100-010 1 2 0.1 0:0
120-010 12 2 0.1 O
Internal 125-010 125 2 0.1 00 KTGFL...-16
140-010 14 2 0.1 O KTGFL....-16F
Face 145-010 145 | 2 0.1 0
150-010 15 2 0.1 00
175-010 175 2 0.1 0:0
200-010 2 25 0.1 0
250-010 25 | 25 0.1 0:0
ic REW:!J.DEn
TGF32R  125-010 125 | 2 1.7 O KTGFR....-16
150-010 11 15 2 |9525(318 | 46 | 01 | 1.7 |-0.03 [+0.03 O KTGFR....-16F
200-010 2 25 1.9 O 5..-KTGFL16
Right-hand shown
CDX shows available grooving depth.
Recommended cutting conditions
Recommended insert grades (Vc: m/min) 8 ;Fg{ ?J(r)l?lvnln% l%mmr?r/gs)v)
ST Cermet | MEGACOAT | PVD coated carbide | Carbide | PCD 3) apforturni%g (mm) %
' E & 2 | 2| 2 |88 TGF32%: TGR32%L TGF32%1 TGF32% 2
= E = E = g é 033~050-005 075~095-010 100~145-010 150~250-010
(1)0.01~0.05 (1)0.02~0.07 (1)0.03~0.08 (1)0.03~0.08
e B e e P P Qo | gume | oo | g
% +* Die % (1)0.01~0.04 (1)0.02~0.06 (1)0.03~0.07 (1)0.03~0.07
s Jsow we || w0 Do | Qe | g Begn
Stainless steel - w s * - - 8;?1&1;?0% 8;?1&2;?0% %388; gg; 8; ggg:ggg
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 §
Castiron - - - - (2) Not recom. (2) Not recom. (2)0.03~0.06 (2)0.03~0.06
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 | 150~2,000 (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

* :1st recommendation *:an recommendation

(BN & PCD Inserts are
[]: Deleted from the next catalog sold in 1 piece boxes

G68
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Internal grooving

Small diameter internal grooving

EZ bar and system tip-bars

Type EZG
Min. bore diameter #3~08
Edge width (mm) 0.5~2.0
Grooving depth (mm) 1.0~2.0
See Page G71
Type VNG
Min. bore diameter g4~07
Edge width (mm) 1.0~2.0
Grooving depth (mm) 0.8~2.0
See Page G73

Internal Grooving 8~ - shallow grooving

W 08_Chapter_G_2022_modified_final version_KAP.indd 69

T .

EZ bars

P

System tip-bars

Grooving %

Type SIGC 1-edge
Min. bore diameter 08~012
Edge width (mm) 1.0~3.0
Grooving depth (mm) 1.5~2.2
See Page 676,677 Ground chipbreaker
Type SIGE 2-edge 2-edge
Min. bore diameter 08~012
Edge width (mm) 1.0~3.0 ‘ A
Grooving depth (mm) 1.5~2.2
See Page G81~G83 Ground chipbreaker Ground chipbreaker
Full-R
Type GIV 1-edge 2-edge 2-edge
Min. bore diameter 012~040 >
Edge width (mm) 1.0~5.0 \/ &
Grooving depth (mm) 17~63 V
See Page G86~G88 . . .
Ground chipbreaker  Ground chipbreaker GroundF;Tll_prreaker
Type SIGE 2-edge 2-edge 2-edge
Min. bore diameter 014~040 -
Edge width (mm) 1.0~5.0
Grooving depth (mm) 2.5~6.5
see Page G81~G83 Molded chipbreak Ground chipbreal Ground chipbreaker
Full-R
Type KIGBA .
Min. bore diameter 035~040
Edge width (mm) 0.33~4.8 ) @
Grooving depth (mm) 0.8~2.8 e
See Page G89 Ground chipbreaker GroundF;TliP;reaker GM chipbreaker MY chipbreaker
G69
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Internal grooving

Summary deep grooving

Type KGIA
Min. bore diameter 032~066
Edge width (mm) 3.0~5.0
Grooving depth (mm) 10~15
See Page G97 Molded chipbreaker
Type KIGH
Min. bore diameter 945~065 Ground chipbreaker
Edge width (mm) 4.0~8.0
Grooving depth (mm) 12
See Page G93
Molded chipbreaker
()]
£
S
S
G  Summary internal grooving & turning 620~
External e keI
el Min. bore diameter 018~040
SR Edge width (mm) 2.0~5.0
Face Grooving depth (mm) 45~11.0
See Page G91 GMI chipbreaker
Molded chipbreaker
Full-R
Type KIGM-8
Min. bore diameter 965
Edge width (mm) 8.0
Grooving depth (mm) 20
See Page G95 Molded chipbreaker
Type KIGMU-8 )
- - Ground chipbreaker
Min. bore diameter 965
Edge width (mm) 8.0
Grooving depth (mm) 2.2 )
See Page G95 "
Molded chipbreaker
Full-R

G70
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Internal grooving EZG

EZG (Internal grooving)

M 2 > 2
Fitmm=——— g ¥ =3
sl |lew 18 $ gl w3 &
LU LU
LF LF
3 = g 0 | g 307 |
j -— - T ——— o T
Fig.1 Fig.2
& S
16‘h/% CW003
Right-hand shown
Dimensions
Dimension (mm) Tolerance (mm) Carbide
1)
Description = = A Applicable sleeve
Bl sl 2 o| | W | cw | RE | RE @ F38~F43
S|S|w|B|Re|S|H|LF|w|wrE vin. | o min, | max, | P25 [6Wos @
R L R
()]
EZG%.  040040-050 05 e [|e ‘;:
040040-100 1 e [I|e o)
e T4 | | 1 [00s| 4 pasar) 12 (17| 0 | 2 |-003 [+003]-00131+0013 o | o EZH040... 8
040040-200 2 e [|e
EZGRL  050050-100 1 e [|®
050050-150 105 [15]15/0.05 5 [431(52.820 (215 0 | 1 | -0.03 |+0.03[-0.013[+0.013( ® : [ | ® EZH050...
050050-200 2 e [|e
EZGF.  060060-100 1 e [|®
060060-150 116 (15| 2 (005 6 [5.1560.7| 20 |2.65| 0 | 1 | -0.03 [+0.03|-0.013[+0.013( ® : (] | ® EZH060...
060060-200 2 e [|e
EZGY.  070070-100 1 e e
070070-150 117 ]15[ 2005 7 |62(637)253.05 0 | 1{-0.03[+0.03|-0.013[+0.013| ® : [ | ®
070070-200 ) e (|e
EZH070...
EZGF.  080070-100 1 e [|®
080070-150 1|8 [15] 2005 7 [62(63.725 (345 0 | 1 |-0.03 |+0.03[-0.013[+0.013| ® : [ | ®
080070-200 2 e [I|e
EZGR  030030-050S 05 °:
TS 1|3 |7(08005) 3 |250387| 5 [1.25) 0 | 2 | -0.03 |+003|-0.013+0.013( & EZH030...
EZGR  040040-0505 0.5 °
040040-100S 1 °
g T4 [ | 1 [00s| 4 pasar) 8 17/ 0 | 2 |-003 |+003]-00131+0013) o EZH040...
040040-2005 2 °
EZGR  050050-1005 1 °
050050-1505 1|5 [15[15(0.05 5 |4.3[52.8{10[2.15] 0 | 2 | -0.03 |+0.03|-0.013|+0.013| ® EZH050...
050050-2005 2 °
EZGR  060060-1005 1 °
060060-1505 116 [15] 2 005 6 [5.15/60.7| 10 [2.65| 0 | 2 | -0.03 [+0.03 |-0.013|+0.013| ® EZH060...
060060-2005 2 °
EZGR  070070-1005 1 °
070070-1505 117 [15] 2 (005 7 [62(63.7]10(3.05| 0 | 2 | -0.03 [+0.03[-0.013+0.013 ®
070070-2005 2 °
3 EZH070...
EZGR  080070-1005 1 o
080070-1505 1{8|15] 2005 7 |62(63.7) 10 (3.45) 0 | 2 | -0.03 |+0.03|-0.013|+0.013| @ :
080070-2005 2 o

CDX shows available grooving depth. Recommended cutting conditions @& G144

EZ bars are
sold in 1 piece boxes

G71

@ : Standard item [ ]: Deleted from the next catalog
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Internal grooving

——

(o]
£
S
o
@)
S
(V)

External

Internal

Face

EZ Bars Identification System

EZ G R 030 030 - 050 S
— T T T L‘ =
Symbol of EZ Bars Applications Insert hand Min. bore dia. Shank Dia. Edge Width Type
G:Internal R : Right-hand 030 : 3mm 030 : 3mm 050 : 0.5mm $: Short type
grooving L : Left-hand 040 : 4mm 040 : 4mm 100 : 1.0mm (LU Dimension)
150 : 1.5mm
Applicable Sleeves
Sleeve Applicable Insert for Small Dia. Internal Grooving
EZH-CT EZH-HP Sleeve , Applicable Machine
jjustable overhang length with coolant hole) (Adjustable overhang length) EZH-ST Shank Dia. EZG Shank Dia. Manufacturer
@ F38, F39 @ F40, F41 ®F42,F43  Ipom) DCON(mm)
EZH  030125T-80 EZG_  030030-... 3
040125T-80 EZG_  040040-... 4
_ _ 050125T-80 - EZG_  050050-... 5 (General purse)
060125T-80 EZG_  060060-.. 6 purp
EZG_  070070-... 7
070125T-80 EZG_  080070-... 8
EZH  03016HP-100 EZH  030165T-100 EZG_  030030-... 3
04016HP-100 040165T-100 EZG_  040040-... 4
_ 05016HP-100 05016ST-100 y EZG_  050050-... 5 (Generalpupase)
06016HP-100 0601657100 EZG_  060060-... 6 purp
EZG_  070070-... 7
07016HP-100 070165T-100 6 080070 5
EZH  03019CT-120 EZH  03019HP-120 EZH  030195T-120 EZG_  030030-... 3
04019CT-120 04019HP-120 040195T-120 EZG_  040040-... 4
05019CT-120 05019HP-120 05019ST-120 1905 EZG_  050050-... 5 Ciizen Machiner
06019CT-120 06019HP-120 06019ST-120 ' EZG_  060060-... 6 y
EZG_  070070-... 7
07019CT-120 07019HP-120 070195T-120 G 080070 ;
EZH  03020CT-120 EZH  03020HP-120 EZH  03020ST-120 EZG_  030030-... 3
04020CT-120 04020HP-120 040205T-120 EZG_  040040-... 4 Equro
05020CT-120 05020HP-120 05020ST-120 % EZG_  050050-... 5 Tsugami
06020CT-120 06020HP-120 060205T-120 EZG_  060060-... 6 (itizen Machinery
EZG_  070070-... 7 (General purpose)
07020CT-120 07020HP-120 07020ST-120 G 080070 5
EZH  03022(T-135 EZH  03022HP-135 EZH  03022ST-135 EZG_  030030-... 3
04022CT-135 04022HP-135 040225T-135 EZG_  040040-... 4 o
05022CT-135 05022HP-135 050225T-135 . EZG_  050050-... 5 Sﬁ;n':'l'l‘r’a"g's“
06022CT-135 06022HP-135 060225T-135 EZG_  060060-... 6 Tougami
EZG_  070070-... 7
07022CT-135 07022HP-135 07022ST-135 G 080070 5
EZH  03025.0CT-135 EZH  03025.0HP-135 EZH  03025.0ST-135 EZG_  030030-... 3
04025.0CT-135 04025.0HP-135 04025.0ST-135 EZG_  040040-... 4 Equro
05025.0CT-135 05025.0HP-135 05025.05T-135 % EZG_  050050-... 5 Tsugami
06025.0CT-135 06025.0HP-135 06025.0ST-135 EZG_  060060-... 6 (itizen Machinery
EZG_  070070-... 7 (General purpose)
07025.0CT-135 07025.0HP-135 07025.05T-135 G 080070 5
EZH  03025.4CT-120 EZH  03025.4HP-120 EZH  03025.4ST-120 EZG_  030030-... 3
04025.4CT-120 04025.4HP-120 04025.45T-120 EZG_  040040-... 4
05025.4CT-120 05025.4HP-120 05025.45T-120 254 EZG_  050050-... 5 Citizen Machiner
06025.4CT-120 06025.4HP-120 06025.45T-120 ' EZG_  060060-... 6 /
EZG_  070070-... 7
07025.4CT-120 07025.4HP-120 07025.45T-120 G 080070 5

- Choose sleeves (DCB) to meet with DCON 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.

G72
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VNG

Grooving Eﬁ

Internal grooving
Ly 1
- : O
j I
[ - /7‘:-\ >
i ,& /'\ cw 8
A LF
& & g
CW=0.03 (Edge enlarged) t : £ 1 %
Right-hand shown
Dimensions
Dimension (mm) Iolasies Carbide
(mm)
é‘ PVD | - Applicable
Description S toolholder
> | = > ol W | W
S|E|ow|B|Re|HILFIWiw| | O qsle @ F48~F51
£
VNGR 0410-11 1 [}
0420-11 114 3 0.8 10.05| 3.9 (30.8{ 11 | 3.5]0.1]-0.03 [+0.03 °
VNGR 0510-11 1 ) ®| SYNR.-T2N
0520-11 115 ) 1 10.05/ 3.9 {30.8| 11 | 4.410.1-0.03 [+0.03 B i 0N
VNGR 0610-20 1 ®| S..-SUNRI2N
0620-20 116 3 1.8(0.05{3.9139.8/ 20 (5.2 | 0.3 {-0.03 |+0.03] ®| S.-SVNRT2SN
VNGR 0710-20 1 [}
0720-20 117 ) 2 10.05(3.9139.8| 20 (6.2 | 0.3 {-0.03|+0.03 °

CDX shows available grooving depth.
WF2 indicates the cutting edge is above the Tool's Center Position.

Recommended cutting conditions @ G144

% /2%
I —
v B=
% s
CW=0.03
Right-hand shown
Dimensions
Dimension (mm) Iolagies PCD
(mm)
é\ = Applicable
Description S = | % 1 toolholder
L= > i
S|S|W| B |Re|H|F|W[w| £ ; ; 5 @ F48~F51
“ () a
=
UNGR  0410-11NB 1 MT10
0420-11NB 114 3 0.80.05| 3.9 {30.8{ 11 |3.5]0.1{-0.03 [+-0.03 MTO
UNGR  0510-11NB 1 ] MTO| SYNR.-12N
0520-11NB 115 ) 1 10.05/3.930.8 11 [4.40.1|-0.03 {+0.03 MTO| SUNSR-12-_N
UNGR  0610-20NB 1 M1o| S..-SVNR12N
0620-20NB 116 ) 1.810.05{ 3.9 {39.8| 20 | 5.2 { 0.3 |-0.03 |+0.03 MTo| S..-SVNR12SN
VNGR 0710-20NB 1 MTO
0720-20NB 117 ) 2 10.05{3.9 39.8| 20 | 6.2 { 0.3 |-0.03|+0.03 MTO

CDX shows available grooving depth.
WF2 indicates the cutting edge is above the Tool's Center Position.

@ : Standard item MT0 : Made to order

08_Chapter_G_2022_modified_final version_KAP. indd
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System tip-bars are
sold in 5 piece boxes
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Internal grooving SIGC

SIGC

Newly developed clamping system ensures a firm insert hold to provide
high-precision machining. Excellent chip evacuation with double coolant holes
and optimized flute shape with a 28 mm minimum cutting diameter.

Firm insert clamping system provides high-precision machining

Firm clamping action by pulling the bottom surface of the insert in axial direction
Precise machining is achieved by ensuring a firm clamp on the insert

Clamping part (image)

Firm clamping is available due to large contact surface

Newly developed insert
clamping system

SIGC

Insert

— -

Toolholder

Bottom surface contact

o
£
>
S
o
S
O

External

Anti-rotation
Competitor A

' ! \ Contact surface # Insert
Clamped in the axial direction Supports cutting force with the Toolholder
surface of insert holder. .
Point contact

Internal

Face

Excellent chip evacuation

Excellent chip evacuation with double coolant holes and optimized flute shape

Double coolant holes Flute shape

Promotes chip evacuation by Smoothly evacuates chips

aiming at bottom face of hole towards the back of the
toolholder

- —

Lo

Discharges coolant towards the cutting edge Smoothly evacuates chips from
to enhance wear resistance the cutting edge

Provides a better solution when facing chip evacuation difficulties in small internal grooving.
Prevents chip crunching.

G74
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Internal grooving

SIGC

Staimessstel __________________________|@[o] M|
Dimension (mm) Tolerance (mm) Cadr:I-
-%‘ PVD Applicable
Insert Description - av | o toolholder
S| (W | (X S D1 RE | INSL | W1 X il @ G76,G77
min. | max. |Ri&
GCO8R  100-005 1 0.05 ( M}
120-005 1.2 0.05 ( M}
125-005 1.25 0.05 [ M ] SIGCROS...
150-010 1.5 0.1 ( M )
200-010 2 0.1 ()
GCosL 100-005 1 1 15 | 35| 27 0.05 7.7 | 3.4 |-0.025+0.025 PP
120-005 1.2 0.05 ( M}
125-005 1.25 0.05 e 0 SIGCLO8...
150-010 1.5 0.1 ( 3} ]
200-010 2 0.1 ( M ]
GCI0R 100-005 1 0.05 [ 3 J
120-005 1.2 0.05 [ 3 ]
125-005 1.25 0.05 [ 3 ]
145-010 1.45 0.1 o0
150-010 15 0.1 ( H J IGERTO...
200-010 2 0.1 (O J
250-020 25 0.2 (H J
300-020 3 0.2 e 0
i L oL 100-005 1 1 22 | 44 | 35 0.05 9.6 | 4.7 |-0.025(+0.025 PP
- 120-005 12 0.05 ()
ET@# 125-005 1.25 0.05 (M J
<3 145-010 1.45 0.1 [ 3 J
‘ 150-010 15 01 oo SlCLI0.
200-010 2 0.1 (M}
250-020 25 0.2 ( M J
300-020 3 0.2 ( M}
GCI2R  100-005 1 0.05 o0
120-005 1.2 0.05 ( M}
125-005 1.25 0.05 ( M}
145-010 1.45 0.1 [ 3 ]
150-010 15 0.1 [ 3 J SIGERT2...
200-010 2 0.1 ( M}
250-020 25 0.2 ( M}
300-020 3 0.2 ()
6L 100-005 1 1 22 | 54 | 35 0.05 11.6 | 47 [-0.025|+0.025 Y
120-005 1.2 0.05 (
125-005 1.25 0.05 ( M
145-010 1.45 0.1 (O J
150-010 15 01 oo SOUIZ.
200-010 2 0.1 ( ]
250-020 25 0.2 [ ]
300-020 3 0.2 ( M
GCO8R  100-050R 1 0.5 ( M}
o w 200-100R 1 ) 15 | 35| 27 1 7.7 | 3.4 |-0.025[+0.025 e SIGCROS...
zr 8 [6ctoR 1000508 1 05 oo
y ! 200-100R 1 P 22 | 44 | 35 1 9.6 | 47 |-0.025|+0.025 PP SIGCR10...
wr | ke
GC12R 100-050R 1 0.5 [ 3 J
FullR 200-100R 1 ) 22 | 54 | 35 1 11.6 | 47 |-0.025[+0.025 pps SIGCR12...

Right-hand shown
CDX shows available grooving depth.

@ : Standard item
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Recommended cutting conditions @ G144

GCtype inserts are
sold in 5 piece boxes
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Internal grooving

SIGC

()]
£
S
[@]
@]
S
(V)

External

Internal

Face

SIGC Excellent bar (Internal grooving)

LF

Toolholder dimensions

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

Spare parts
AERE Dimension (mm)
lity S| Saew Wrench o
Descrintion g Applicable inserts
p § ® G75
Ay
@y
RIL|Z|S|B|H || |wr ‘é
a|lo
SIGC. 0812-EH ® | ® | 8 (12]15/11]18|100|4.1|Yes|SB-2270T%. FT-7 GC08%L...
SIGCY.~ 1016-EH ® | ®10(16(22|15|21|100| 5 |Yes|SB-3070T%. F1-8 GC(10%...
SIGCY. 1216-EH ®|®(12(16(22|15[25|110| 6 |Yes|SB-3070T F1-8 GC12%...
Setting the insert
GCH*R-*** GOHH|-*x*

Use compressed air or other measures to remove chips from the insert pocket.

Mount the insert into the toolholder ensure the bottom makes contact with the end of the toolholder’s surface.

Keeping the insert seated, tighten the insert clamp screw at an appropriate torque.

Recommended tightening torque : 0.8 N-m (SB-2270T%1), 1.2 N-m (SB-3070T%.)

L-hand clamp screw for L-hand toolholder

@ : Standard item

G76

08_Chapter_G_2022_modified_final version_KAP. indd

76

% Right-
hand screw

Toolholder : SIGCR......
Clamp Screw : SB-...TR

S Left-
hand screw

Toolholder : SIGCL....-..
Clamp Screw : SB-....TL
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Internal grooving SIGC

SIGC carbide shank bar (Internal grooving)

LF
LH 2
N . S
o e $
g i = #— 1 S|GC?L0806-WH
5 x| ]
U]
LF
LH
\e o O$
Q® 2 Q(’
[
4 § e — :
s = H
Y w

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

Toolholder dimensions @
Spare parts
o
Availabi- <
) Dimension (mm) © 8
lity 2| Saew Wrench o 3
S = Applicable inserts G
= @ G75
A
@)
RILIZ|E|E|H || w|we ‘é’
(=) (=)
SIGC.  0806-WH ®|® 8|6 |15/54[12(75]| - |4.8]|Yes|SB-2270T FT-7 GC08L...
SIGC%.  1008-WH-L85 (K 85|32 SB-3070T%
‘ 10] 8 [22]7.2]18 5.6 Yes s GC10%..
1008-WH-L100 [ ] 100 45 SB-3070TR
SIGCY.  1210-WH-L95 ([ ] 95|32
. 12110(22(9.2|18 6.6 | Yes | SB-3070T" FT-8 G6C12%....
1210-WH-L110 [ BN ) 1101 45
Setting the insert
Use compressed air or other measures to remove chips from the insert pocket. GCR 6O
Mount the insert into the toolholder ensure the bottom makes contact with the end of the toolholder’s surface. On 1 (6>
Keeni ) ) ) ) - Right- N Left-
eeping the insert seated, tighten the insert clamp screw at an appropriate torque. hand screw hand screw

Recommended tightening torque : 0.8 N-m (SB-2270T%1), 1.2 N-m (SB-3070T"1)

L-hand clamp screw for L-hand toolholder Toolholder : SIGL..-..

Clamp Screw : SB-....TL

Toolholder : SIGCR....~..
Clamp Screw : SB-...TR

Applicable Sleeves

Shank Size 06 08 10 12 16
(Hole Dia.: mm) (6mm) (8 mm) (10 mm) (12 mm) (16 mm)
- SIGCR/L 1008-WH-L85 | SIGCR 1210-WH-L95 SIGC?/L 1016-EH
R g R H
Toolholder Description SIGC. 0806-WH SIGCR 1008-WH-L100 | SIGCL 1210-WH-L110 SIGC/. 0812-EH S16CY, 1216-EH
SH Sleeves
(ForBoring Bars) SHO6... SHO8... SH10... SH12... SH16...
SHC Sleeves
(Coolant Sleeve) - SHC08... SHC10... SHC12... SHC16...
SHA Sleeves - SHA08... SHA10... SHA12... -
EZH Sleeves
(For EZ Bars) EZH06...ST/CT/HP... EZH08...ST/CT/HP... - - -

* Remove the positioning pin when mounting SIGC to the EZH-CT/HP Sleeve

Positioning function is not available

@ : Standard item
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Internal grooving SIGE

GE
Sailesssteel [0 [ [ M |
k]
Dimension (mm) Tolerance (mm) | Carbide g
o
_% PVD |[-]- Applicable
Insert Description = av | toolholder
S| W | X S D1 RE | INSL | W1 X il o] ® G81~G83
min. [ max. |&: N2
SIREE
GER 100-005A 1 0.05 e|ee
120-005A 1.2 0.05 el |@ SIGER0B08A-EH
125-005A 1.25 0.05 T 0|® | germososhwH
150-010A 15 0.1 [eoeoe®
200-010A 2 0.1 [e|®e®
GEL 100-005A 2 1 1.5 | 258 | 25 0.05 6.5 | 6.69 |-0.025|+0.025 °
120-005A 1.2 0.05 [
125-005A 125 0.05 ° SIGELOBOBA-EH
@ 150-010A 15 0.1 o|@| | SICELOSEAWH
200-010A 2 0.1 [
)]
£ GER 100-0058 1 0.05 [ele|®
3 120-0058 12 0.05 elele
Q (A 125-0058 125 0.05 10 [
o 145-0108 145 01 Cle|e® i Bk
150-010B 1.5 0.1 [1®(® ® SGER..B-WH-90
External 2-edge 200-0108 2 01 [eee
250-0208 25 0.2 [e|ee®
300-0208 3 0.2 [e|e®e
Internal CEL 100-005B 2 1 22 318 | 27 0.05 8.2 | 8.46 |-0.025 [+ 0.025 Tele
Face 120-005B 1.2 0.05 [}
125-005B 1.25 0.05 [}
145-0108 145 0.1 ° SIGELB-EH
150-010B 15 0.1 ®| |®| SGEL.B-WH
200-010B 2 0.1 [ooe®
250-020B 25 0.2 e (@
300-020B 3 0.2 [eoee®
GER 100-050AR 1 0.5 [e|l® SIGER0808A-EH
200-100AR 2 ) 1.5 | 258 | 25 1 6.5 | 6.69 |-0.025 [+ 0.025 Oe SIGER0808A-WH
SIGER....B-EH
43 U= 2 ! 22 | 338 | 27 03 8.2 | 8.46 |-0.025 [+0.025 cee SIGER....B-WH
200-100BR 2 1 [ele® SIGER... B-WH-90
GER 150-010CM 1.5 0.1 e
200-010CM 2 0.1 e SIGER....C-EH
250-020CM 21 25| 25 |405| 28 | 02 [11.48| 58 | -0.05|+0.05| @ SIGER....C-WH
300-020CM 3 02 Oe SIGER...C-WH-90
! g 350-020CM 35 02 e
y GER 150-010DM 151 3 0.1 e
200-010DM 2 32 0.1 e
230-020DM 23 32 0.2 Oe
250-020DM 2| 25 32 [ 505| 34 | 02 |1644| 6.8 |-0.05|+0.05|:® SIGER2020D-EH
300-020DM 3 45 0.2 e
350-020DM 35 | 45 0.2 e
2-edge / Molded 400-020DM 4 45 0.2 e
Chipbreaker
Right-hand shown Recommended cutting conditions @ G145

CDX shows available grooving depth.

@ : Standard item []: Deleted from the next catalog
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Internal grooving SIGE

GE
Stainlessseel o[ || m |
o
Dimension (mm) Tolerance (mm)| Carbide %
i
_% PVD |- |- Applicable
Insert Description = aw | aw toolholder
S| ev [ x| S | D1 | RE [INSL| w1 | " il || @ G81~G83
min. | max. |y 2(S
EHEEE
GER 100-005C 1 0.05 Celele
120-005C 12 0.05 [elele
125-005C 125 0.05 [e|e|le
140-005C 14 0.05 =00
145-010C 145 0.1 [ele®
150-010C 15 0.1 @@ ®| siGr. CEH
170-010C 17 0.1 [le|® | SGER..CWH
185-010C 1.85 0.1 0 SIGER....C-WH-90
2w 195-010C 1.95 0.1 ole E@
F 3 ] 200-010C 2 01 Telele
s %Ojﬁ E ;333;35 2 235 25 | 405 | 31 8; 1148| 58 |-0.03[+0.03 g : : : _g
ﬁ o L] 350-020C 35 02 Clele 3
2-edge GEL  100-005C 1 005 EN00 8
120-005C 12 0.05 e
125-005C 125 0.05 Lele
145-010C 145 0.1 Oe
150-010C 15 0.1 el g:ggtm
200-010C 2 0.1 ele
250-020C 25 02 olele
300-020C 3 0.2 o |o
350-020C 35 0.2 e
GER 100-005D 1] 25 0.05 [ele|e
140-005D 14 | 25 0.05 =00
145-010D 145 | 25 0.1 [e|ele
150-010D 15 ] 3 0.1 [e|e|le
170-010D 171 3 0.1 oleje
185-010D 185 | 3 0.1 [ele®
195-010D 195 | 3 0.1 (el
200-010D 2 |32 0.1 elelel o
225-010D 225 | 32 0.1 ele
230-020D 23 | 32 0.2 olele
250-020D 25 | 32 0.2 [elele
y | 280-020D 28 | 32 0.2 Dele
9 ! 300-020D 3| 45 02 [elele
o . 330-020D 2| 33| 45 | 505 36 | 02 |1644] 68 |-0.03(|+003|i@|@
W ; 350-0200 35 | 45 02 0
e 400-020D 4 | 45 0.2 000
T GEL 100-005D 1] 25 0.05 ole
amonor0-so00 140-005D 14 | 25 0.05 °
Z-edge 145-010D 145 | 25 0.1 Oe
150-010D 15 | 3 0.1 [lelele
170-010D 171 3 0.1 °
200-010D 2 |32 0.1 ®| |®| siGeL20200-H
225-010D 225 | 32 0.1 °
230-020D 23 | 32 0.2 °
250-020D 25 | 32 0.2 el |@
300-020D 3| 45 0.2 olele
400-020D 4 | 45 0.2 °
200-100CR 2 1 Celel |
250-125CR 2| 25 25 [ 405 | 31 | 125 |1148| 58 |-003|+003( @@ | (oL
300-150CR 3 15 [ele®
200-100DR 2 | 32 1 Dele
etes e 2| 5 | s 505 36 | o |1644] 68 |-003|+003| 5 SISl | SiGER2020D-EH
Right-hand shown Recommended cutting conditions @ G145

CDX shows available grooving depth.

@ : Standard item []: Deleted from the next catalog
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Internal grooving SIGE

GE/GER
Somesssl el [ | w_
k]
Dimension (mm) Tolerance (mm)| Carbide §
o
é’ PVD | - |- Applicable
Insert Description = v | aw toolholder
S| W [ X | S D1 | RE | INSL [ W1 ) winl o ® G81
min. | max. (o:| 2|
SHEE
GER 150-010EM 15 3 0.1 e
200-010EM 2 32 0.1 e
250-020EM 25 | 45 0.2 Oe
300-020EM 3 | 45 0.2 Oe
350-020EM 2 35 | 55 555 | 44 0w 21.66 | 9.54 |-0.05 |+ 0.05 Oe SIGER....E-EH
400-020EM 4 | 55 0.2 e
450-020EM 45 | 65 0.2 ®
500-020EM 5 165 0.2 e
[@)] 2- Ided
< Chipbreaker
§ GER 100-005E 1 25 0.05 [e|®|®
6 150-010E 1.5 3 0.1 elee®
170-010E 17 | 3 0.1 [e|l®|®
185-010E 185 | 3 0.1 e|l@®|®
External 195-010E 195 | 3 0.1 ele
200-010E 2 3.2 0.1 [e|@®|®
Internal 225-010E 225 | 32 0.1 L JC K )
230-020E 23 | 32 0.2 oo
Face 250-020E 25 | 45 0.2 [e|@®|®
275-020F 275 | 45 0.2 00 SIGER....E-EH
280-020E 28 | 45 0.2 [e|®|®
300-020E 3 | 45 0.2 [e|e|®
330-020E 33 | 45 0.2 e|le®|®
350-020E 35 | 55 0.2 e|l®|®
400-020E 4 | 55 0.2 [e|®|®
430-020E 43 | 55 0.2 eo0o0
450-020E 2| 45 | 65 [ 555 | 46 | 02 |21.66| 954 [-0.03(+0.03| @@ ®
460-020E 46 | 6.5 0.2 e|®
500-020F 5 6.5 0.2 [e|@|®
GEL 100-005E 1 25 0.05 [
o 150-010E 15| 3 0.1 [e|®
2-edge 170-010E 1.7 3 0.1 ®
185-010E 185 | 3 0.1 e
195-010E 195 | 3 0.1 e
200-010E 2 3.2 0.1 [e|®
230-020E 23 | 32 0.2 °
250-020E 25 | 45 0.2 o|e|e| SIGEL.ETH
280-020E 28 | 45 0.2 e
300-020E 3 | 45 0.2 [e|@®|®
330-020E 33 | 45 0.2 e
350-020E 35 | 55 0.2 [e| |®
400-020E 4 | 55 0.2 [e|®
500-020E 5 6.5 0.2 e
Right-hand shown Recommended cutting conditions @ G145

CDX shows available grooving depth.

@ : Standard item [ ]: Deleted from the next catalog

G80

08_Chapter_G_2022_modified_final version_KAP.indd 80 2023/01/20 17:23:41




Internal grooving SIGE

SIGE Excellent bar (Internal grooving)

Coolant Hole Coolant Hole

Coolant Hole

Coolant Hole

= e
/////,/ﬁzz% [‘L\ LF 1612C-EH shank i 3 face cut type

(top, bottom and one side)

Fig.4

DCON

;

Fig. 3 Fig. 4
2 Coolant Hole
\X\@
’ g'} T V|
£ e R N/ s
—— LF
—
S //Lf
Coolant Hole
- & §‘
- @
o
£
S
Right-hand shown | Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder. 8
G
Toolholder dimensions
Spare parts
Availabi- A
. Dimension (mm) ©
lity s Screw Wrench | Wrench | Wrench Novlicable insert
- 2| = pplicable inserts
Description % £ @ G78~G80
A
&)
AN EHEEI é /
[=R =1
SIGE®.  0808A-EH ®|® |38 |8[15/72[20(100{4.8|Yes| 1 |SB-2045TRN - - FT-6 GE"L...A/ AR
SIGE%.  1010B-EH ®|® |10 25 6. 1 R
‘ 10 22| 9 F{125= Yes — $B-2255TR - DT-7 - GER/‘“'B
1210B-EH o 0|12 30 7 2 GE%...BR
SIGERL  1412C-EH ool | |8l 13 GEC
1612C-EH [ BN J 250 (20 85| Yes| 4 | SB-2570TR - - FT-8 GE%....(M
16 —— R
1616C-EH 0 16 15 | 36 [160| 9 5 GEL...CR
SIGE%.  2020D-EH ® | ®(20(20|45| 19|40 (180(12.1)Yes| 5 | SB-3080TR - - FT-10 GE%...D/DM /DR
SIGE".  2525E-EH ® @225 24 | 451200 (15.6) EN -
3232E-EH o O3 6.5 5512201 19 |Yes| 5 | SB-4085TR FT-15 - - EL..E
32 30.4 — GE%...EM
4032E-EH ®|® |40 451250 23 6
(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert. Applicable sleeve @ F149, F150
Features
Large chip pocket screw clamp toolholder design Cutting edge is free from Contactface
enables excellent chip evacuation contact face
Large Chip Pocket
w_—
: An 8mm minimum bore diameter with a 2-edge design
Screw Clamp Conventional Clamp

Cost effective chip control from a molded chipbreaker

@ : Standard item

G81
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Internal grooving SIGE

SIGE carbide shank bar (Internal grooving)

Coolant Hole

DCON

Coolant Hole

|

1
L
I
[
DCON

Coolant Hole

|

I
I
[
L
DCON

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

Grooving %

Toolholder dimensions
External
Spare parts
Internal
Availabi- L
) Dimension (mm) ©
Face lity s Screw Wrench Wrench o
- = e Applicable inserts
Description E & @ G78,G79
g Gy ’
=
RILIS(E|B|H || LF|w "%ﬁ
(=Y (=)
SIGE%. ~ 0808A-WH ®|® 8|8 |15/72(28(125|4.8|Yes| 1 |SB-2045TRN - FT-6 GE%....A/AR
SIGE®.  1010B-WH ® @ |10 35 [125]6.2 GE™/...B
101229 Yes| 1 | SB-2255TR DT-7 -
12108-WH O 5|7 ] GE%..BR
SIGERL  1412C-WH o o4 50 {150 8.7 2 GEY...C
' 1225114 Yes — SB-2570TR - F1-8 GE*A...CM
1612C-WH ® @16 20 (180 8.5 3 GE%....CR
(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert. Applicable sleeve @) F149, F150

@ : Standard item

G82
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Internal grooving

SIGE

SIGE Carbide shank bar (Internal grooving / for automatic lathe)

)
0(9 Coolant Hole
=H|
\\
Fig. 1
S
®
N Coolant Hole
X l
——
[ —
LF —
Fig.2

Toolholder dimensions

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

Spare parts
=
:f_'§ Dimension (mm) ©
I = Screw Wrench Aoplicableinsert
- 2| = pplicable inserts
Description ,_8,, £ @ G78,G79
“
@)
HEIEI I E
[=R =
SIGER  1008B-WH-90 ® 10|38 7.2 25|56 q
22159 Yes| 1 | SB-2255TR | FT-7 GER/L'“B
1210B-WH-90 ® (12|10 94 30 | 6.6 GE%....BR
SIGER 1412C-WH-90 ® (14 (12[25(11.4/15[90|35|7.4|Yes| 2 | SB-2570TR FT-8 GEL...C/ CM/ (R

(DX shows the distance from the toolholder to the cutting edge.
LH shows minimum overhang length.

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

Applicable sleeve @ F149, F150

Applicable Insert & Rake Angle (a) after Instaliment of Insert
Toolholder Description
Ground Chipbreaker a Molded Chipbreaker a
R N GER/.100-005A~GE"/.200-010A o ~ B
SIGE%. 0B0BA-EH GER100-050AR~GER200-100AR >
10108-EH GE?/.100-005B~GE" 300-0208 5 ) i
1210B-EH GER100-050BR~GER200-100BR
1412C-EH . .
TFior | GEF100-005C~GE¥350-020C o o
1612C-EH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020(M 10
1616C-EH
GE®/100-005D~GE".400-020D o o
2020D-EH CER200-100DR~GER300-150DR 9 GER150-010DM~GER400-020DM 10
2525E-EH
3232E-EH GE®/100-005E~GER/500-020E 10° GER150-010EM~GER500-020EM 10°
4032E-EH
R iy GE?/100-005A~GE®/.200-010A o B
SIGEA 0808A-WH GER100-050AR~GER200-100AR 5
1010B-WH
12108-WH GE¥/.100-005~GE300-0208 5 i
1008B-WH-90 GER100-050BR~GER200-100BR
1210B-WH-90
1412C-WH " "
Toorwm | GEYL100-005C~GER 350-020C . ~ y .
1612C-WH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1412C-WH-90

@ : Standard item
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Internal grooving GIV

Silesssteel (@[] [ [ [ M |
L | Cer-
Dimension (mm) Tolerance (mm)| Carbide met
_% PV |-| - Applicable
Insert Description = av | aw toolholder
S| W | X S RE [ INSL [ W1 . n ®) G86~G88
min. | max. |} K[2(BiS
SRR
GVR 100-020SS 1 o000 O
125-020SS 1.25 o000 O
145-02055 145 ooj0 o i
200-020SS 2 o000 O
250-020SS 25 o000 O
300-0205S 3 000 O
oL 100-020SS 1 1 23 3 0.2 9 3.6 |-0.03|+0.03 e |o
125-020SS 1.25 o (O
145-020SS 1.45 o (O
200-0205S ) PY ° GIVL1216-1SS
? 250-020SS 25 o |0
= 300-020SS 3 o |0
[@]
Q GVR  100-020S 1 eoeoleoe
o 125-0205 125 eoceee
145-020S 1.45 o000 0 GIVR1420-15
External 185-0205 1.85 0000 (s
200-020S 2 00000
DX
e - B AL
003 - g
N 1 23 4 0.2 1 4 1-0.03|+0.03 sle 00
Face T GVL 100-020S 1 o000
125-020S 1.25 o0
1-edge 145-0205 1.45 [
185-020S 1.85 ° GIVL1420-15
200-0205 2 e eleje | ONIMIE
250-020S 25 o |0
340-020S 34 [
GVR 100-020A 1 00000
125-020A 1.25 00000
145-020A 1.45 o000 0 GIVRI620-1A
185-020A 1.85 00000 GIVRIG12-1AE
200-020A 2 ooe0e .
250-020A 25 00000
c2° RE 300-020A 3 CHOICICHO)
s HEH 003 -
ns@% oL ':’gg g;g: 2 3i4 23 5 0.2 12 4 1-0.03|+0.03 : : : : :
AT 7 :
125-020A 1.25 o @00
2-edge 145-020A 145 o (000
185-020A 185 o |o gm:gﬁm
200-020A 2 oo00 0 VLI616-TAW
250-020A 25 o (o
300-020A 3 [}
340-020A 34 [
Right-hand shown Recommended cutting conditions @ G146

CDX shows available grooving depth.

@ : Standard item

G84
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Internal grooving

GIV

GV

anlessed e[l [[ ][] M |

Cer-

Dimension (mm) Tolerance (mm)| Carbide met Q
_% PVD | - = Applicable
Insert Description < av | aw toolholder
S| W | X S RE [ INSL [ W1 . n o ® G86~G88
min. | max. |NiRKR(2|BiE|S
SEEEEE
GVR 145-020B 145 | 28 00000
185-020B 185 | 2.8 oo00 0 GIVR2025-1B
200-0208 2 | 32 OO GIVR2016-1BE
230-0208 23 | 32 e oo GIVR2020-18W
250-020B 25 | 32 o000 0
280-020B 28 | 32 o000 0
300-0208 3| 42 (0000 g:xgigﬁ;
340-020B 34 | 42 o000 0 GIVR2020-28W
400-020B 2| 4 42 | 55| 02 15 | 45 [-003|+003 |0 @@ @ @®
145-020B 145 | 28 o000 0
185-020B 185 | 2.8 [ 3 GIVL2025-1B
200-020B 2 32 oeo000 GIVL2016-1BE
230-020B 23 | 32 ( M} [ ] GIVL2020-1BW
250-020B 25 | 32 CHOICICH )
280-0208 28 | 32 ° V1202528
300-020B 3 4.2 o000 0 GIVL2016-28E
400-020B 4 4.2 [ GIVL2020-2BW
GVR 280-020C 28 | 45 IO GIVR...-1C
300-020C 3 | 45 CHIICIC R GIVR...-1CE
340-020C 34 | 55 Y1000 GIVR...-1CW
400-020C 4 5.5 00000
430-020C 43 | 63 0000 EIMEE
L 460-020C 46 | 6.3 o000
TR 500-020C 5 | 63 0000 OVR..2W
9T 2 : 6.5 | 0.2 21 5.8 |-0.03 +0.03
’ J T Y % GVL 280-020C 28 | 45 o o000 GIVL...-1C
300-020C 3 45 o0 000 GIVL....-1CE
2-edge 340-020C 34 | 55 OO GIVL...-1CW
400-020C 4 5.5 o000 0
430-020C 43 | 63 CICH ) 6IVL...-2C
460-020C 46 | 63 ° g:xtﬁl
500-020C 5 6.3 000 O
CDX 2° GVR 145-020A 145 ° GIVR1620-1A
l\.-. . 200-020A 1 ) 23 5 0.2 12 4 0.03 [+ 0.03 e g:mglélﬁ\z
o GIVR2025-18
A\ 7 G ;ggg;gg 1 225 32 [ 55 [ 02| 15 | 45 [-0.03|+0.03 : GIVR2016-1BE
1-edge : GIVR2020-1BW
B ETI 2 1 oole o | S
250-125. 25 1.25 o000 O GIVR1616-1AW
N 300-150AR 2 3 23 5 15 12 4 1-0.03 |+0.03 oole @
TR, |G 2001008 2 ! B VLI E
I GIVLT616-1AW
GIVR2025-1B
Ledge/FullR GIVR2016-1BE
GVR  200-1008R g2 l32] o Ll 1o | s | o eoosl® @@l @] | GvRaoa0tew
300-150BR 3 42 ’ 15 ’ ’ oo ‘@ GIVR2025-28
GIVR2016-2BE
GIVR2020-2BW
Right-hand shown . Recommended cutting conditions @ G146
CDX shows available grooving depth.
@ : Standard item
08_Chapter_G_2022_modified_final version_KAP. indd 85
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Internal grooving GIv

GIV steel shank bar (Internal grooving)

» T2°
9
e
o SRS =
SiH 0 ‘
LF ‘
Fig. 1
\ ~ L\z‘
1 = 1S
[ N I Jo
LH
******* s LF

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

\f
[

Fig.2

%
LU
_DCON|

,_
T
X

LF

Fig. 3
Right-hand shown | Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

()]
£
S
[@]
@]
S
(V)

ixemal  Toolholder dimensions

Internal Spare parts
Availabi- A
Face ) Dimension (mm)
lity (lampset | Clampset Wrench Wrench Wrench . .
Descrintion = Applicable inserts
P = @ G84,G85
. | D
RIL[S|S| X [H[WH|F|W ||
-1 5| =
GIVFL 1216-1SS ®|® (1216 22 [15]20(150| 6 | 1 (PS-4v B - - FT-10 GVL...-020SS
GIVRL  1420-1S ®|® (1420 22 [19]24(150| 7 | 1 (CPS-5F - - FT-15 - GV7..-0205
GIVRL  1620-1A ®|®(16(20| 22 [19]28|160| 8 | 2 (CPS-5V - - FT-15 - GVL...-..ARR)
GIVAA 2025-1B (B 128 GV7/145 ~ 250-...B(R
' 20125 23135118010 2 (PS-5V - - FT-15 - : (®)
2025-28 (JK ] 3.2 GV7.280 ~ 400-..B(R)
GIVAA 2532-1C (2K ] =45 R ~ 340-
e L] B e e
30321 olo| |2 a5 |® 2 R ' ' GVR/LZSO 340-020C
E}) — 52 |220] 16 : :
3232-2C (JKJ 55 GV7/.400 ~ 500-020C
GIVHL 4032-1C [ AN J 245 21 GV7.280 ~ 340-020C
L 40 |32 30 [ 43 (250(— 3 - Ps-6V | W3 - - -
4032-2C (B 55 222 GV7.400 ~ 500-020C

GIV are designed to set the cutting edge height Tmm above the center height.

(DX shows available grooving depth.

*1. GV.200~250-020B Insert can be used up to a Groove Depth 3.2mm.

*2. GV%.300~400-020B Insert can be used up to a Groove Depth 4.2mm.

*3. GV¥340-020C Insert can be used up to a Groove Depth 5.5mm.

*4. GV.430~500-020C Insert can be used up to a Groove Depth 6.3mm.

If you need any of insert groove depth specified in *1 to *4, modify the dimension CDX of toolholder.

@ : Standard item

G86
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Internal grooving

GIV

GIV-E Excellent bar (Internal grooving)

Shows top edge shape of

GIVY.1612-1AE

(No jaw part under Insert)

DCON

LF
/-r\2° ‘
Tﬂ/\:‘\ ™ }_r%
& ] (e}
s =2 7 — |
H = H ’
S
Fig. 1
e
S e
S =4 o
LH 8 L ‘
Fig. 2

Toolholder dimensions

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

Spare parts
Availabi- L
) Dimension (mm)
lity Campset | Clampset | Wrench | Wrench o
Descrintion = Applicable inserts
g = @ G84,G85
I ~E |
RIL[S|S| X [H[WH|F|W |5 =A==
- =ER=
GIVAL 1412-1SE ® (@ 14|12 17 |11.4/18(150(7.7| 1 CPS-5F - - FT-15 GVAL...-0208
GIVAL 1612-1AE ®|®16|12| 22 |[11.4/19]150|8.2| 2 (PS-5V - - FT-15 GV7h..-..A(R)
GIVAL 2016-1BE (B 2.8 20 11.2 V7145 ~ 250-...B(R
L 20|16 F=—152F—{180 = 2 | (CPs-5v - - FI-15 G145 ~ 250-..B(R)
2016-2BE [ BN J 532 19 1.7 GV7/.280 ~ 400-...B(R)
GV 2520-1CE e @ 45 14.5 7,280 ~ 340
L 20145 110 L s |01 617280 ~ 340-020C
2720-2CE o 0|2 455 16.2 GV7.400 ~ 500-020C
3225-1CE (B 745 17.5 V7280 ~ 340-02
32|25 24124 1220—— 2 - (PS-6V LW-3 - GV7.280 ~ 340-020C
3225-2CE [ BN J 455 18.7 GV?/.400 ~ 500-020C
4032-1CE [ BN J 745 21 B ~ 340-
03 245151 | 59 20024 GV7%.280 ~ 340-020C
4032-2CE [ BN J 455 222 GV7.400 ~ 500-020C

GIV-E are designed to set the cutting edge height Tmm above the center height. (0.5mm for GIV%/.1612-1AF)

(DX shows available grooving depth.

*1. GV.200~250-020B Insert can be used up to a Groove Depth 3.2mm.
*4. GV%.430~500-020C Insert can be used up to a Groove Depth 6.3mm.
*5. GV?.300~400-020B Insert can be used up to a Groove Depth 3.8mm. (When using GIV?4.2016-2BE)

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

*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 *1 to *7, modify the dimension CDX of toolholder.

@ : Standard item
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Internal grooving GIv

GIV-W Carbide shank bar (Internal grooving)

LH

— @D | 5
— | | O | j 8
] H
Shows top edge shape of LF

GIVAL1616-1AW
(No jaw part under Insert)

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

Toolholder dimensions

Spare parts

Availabi- A
. Dimension (mm)
lity (lampset | Clampset Wrench Wrench

- Applicable inserts
Description @ G84,G85

—& | O
CDXHLHLFWF/FE

=
DMIN
DCON

()]
£
S
[@]
@]
S
(V)

GIVY 1616-1AW o o616 22 |15]48[175]106] cPs-5v - - 15| GVnAR)
GV 2020-1BW ofe 128 Y145 ~ 250-..
L 2020 5719 | 60 220146 (CPS-5V - - Fras o145~ 250 B0
2020-28W ole 32 GV7.280 ~ 400-..B(R)
GIVI  2525-1CW ole 245 V7,280 ~ 340-02
External ; 25|25 24|70 |260{19.1] - sV | W3 - GVIL280 ~ 340 020C
2525-20W oo 55 GV7.400 ~ 500-020C

Internal GIV-W are designed to set the cutting edge height Tmm above the center height.

(DX shows available grooving depth.

Face *1. GV.200~250-020B Insert can be used up to a Groove Depth 3.2mm.

*2. GV™.300~400-020B Insert can be used up to a Groove Depth 4.2mm.

*3. GV%.340-020C Insert can be used up to a Groove Depth 5.5mm.

*4, GV"/.430~500-020C Insert can be used up to a Groove Depth 6.3mm.

If you need any of insert groove depth specified in *1 to *4, modify the dimension CDX of toolholder.

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

Insert Description® G84,G85 Rake Angle (a)
Toolholder Description TN90,TC60M
General Grooving (Square) Full-R Grooving (Round) TC40N PR930,PR1225
KW10

GIVA/.. 1SS GV/L100~300-020SS - 10° 15°
GIVA/L...1S GVR/L100~340-0205 - 10° 15°
GIVA/L.. .1SE GV?/.100~340-0205 - 3° 8°
GIVR/L.. A(C]) GV?/.100~340-020A GVP/.200-100AR~300-150AR 3° 8°
GV 18(0)) GV®/L145~250-0208 GV?/.200-100BR ’ .
GIVA/L...2B(]) GV?/L280~400-020B GV?/.300-150BR

GIVFL...1C(0) GV7/.280~340-020C - . -
GIVA/L...2C) GV?/.400~500-020C -

@ : Standard item

G88
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Internal grooving

KIGBA

KIGBA (internal grooving / Shallow grooving)

DCON

Toolholder dimensions

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

Spare parts
Availabi- L
) Dimension (mm)
lity Clampset | Wrench o
Descrintion Applicable inserts
g @ G6~G12
=| S| =<
R|L|[=[S|[S|H]|[LH|LF[WF
a|lo
KIGBA"L  3525-16 ® | ® |35(25|28]|23]|30(220(17.5/LGBA-16%S| FT-15 GBA32Yx type
KIGBA".  4032-22 ® | ®|40(32] 3 |30(30(250| 23 |LGBA-22'4S| FI-15 GBA43"k type

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

Available Grooving Depth depends on the insert.
KIGBAR/ 3525-16: (DX of the applicable insert (GBA32)

4032-22 : (DX of the applicable insert (GBA43) (1) 2.0 mm (CDX < 3.0 mm) (2) 3.0 mm (CDX > 3.0 mm)
Clamp Set : LGBA-COCLS for Right-hand Toolholder, and LGBA-C

Rake Angle (a) after Instaliment of GBA insert

DORS for Left-hand Toolholder.

CDX]

Grooving %

GBA32FLOOO-0O00 GBA43LOOO-O00 GBA43FLOOO-OOCR (Full-R)
a Insert Grades a Insert Grades a Insert Grades Full-R Description
-9° KBN510, KBN525 o TN620, TN9O, PV7040 .
TNG20, TN9O, PV7040 i PR930, PR1215, PR1625, PR90S 050R~150R
+1° PRI30, PR1215, PR1625, PR905
KPDOOT, KPDO10 TN620, TC40N, TN9O, PV7040,
+1° PR930, PR1215, PR1625, PRO0S TN620, TN9O, PV7040 00R
KPD001, KPD010 450 PR930, PR1215, PR1625, PR905
1 Kwio T i KW10 050R~200R
Rake Angle (a) after Installment of GBA-GM insert Rake Angle (a) after Installment of GBA-MY insert
a Insert Description a Insert Description
+1° GBA43%/.150-020GM GBA43%/L175-020MY
GBA43%/.175-020GM +6° !
+6° . GBA43%/.350-030MY
GBA43P265-030GM +5° GBA43%/L400-040MY
GBA43 R/L300-03OGM aindicates the rake angle at the center of the edge width, after installing
insert.
+3° . Inser
GBA43%.400-040GM
aindicates the rake angle at the center of the edge width, after installing
insert.
@ : Standard item
G89
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Internal grooving KGDI

stiesssteel __[olole] | [ | M|
A ) Cer-
Dimension (mm) Tolerance (mm)|  Carbide mat
-g‘ PVD |-| - Applicable
Insert Description - toolholder
2 W | (W
S| W | S RE [ INSL min. | max. |29 glelee ® G91
SiginlsiSis
EEESEF
GDM 2013N-020GMI 2| 2 43 | 02 | 13.5 [-0.03 [+0.03 o (O KGDI%....-2
‘o |o® KGDI%....-3

5@@ GDM  3015N-040GMI | 2| 3 | 46 | 04 | 155 [-0.03|+003

50| em  soonowem 2| 4 |43 | 04 | 20 [-003[+003@ @@ |@ KGDI...4

General purpose

N

GDM  5020N-040GMI 04 ool |0 KGDI....-4
sooonosoaml | 2| C | 43 [ as | X [0t g g 0| e KGDI...-5
@6 3015N-02065  [2| 3 | 46 | 02 | 156 |-002]|+002] | | |@ KGDIF..-3

o
£
>
S
o
S
O

» RE

RE
- T |06 NGOG 2] 4 |43 | 04 | 20 |-002(+00) KGDI....-4
External . KGDI...4
lowattingforce | GDG  5020N-04065 | 2| 5 | 43 | 04 | 20 |-002]+0.02 ol s
(R
Internal
3015N-150R-CM | 2| 3 | 46 | 15 | 163 |-003 |[+003|@ @ ®| |@ KGDI..-3
Face
/ 4020N-200R-CM |2 4 | 43| 2 | 20 |-003]+003|@ @@ |@ @ KA. 4
KGDI....-4
SO2ON-250R-CM {2 5 | 43 | 25 | 21 |-004[+00s/@ @ @ |@@|

Recommended cutting conditions & G147

@ : Standard item

G90
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Internal grooving

KGDI

KGDI (interal grooving)

Grooving gﬁ

DCON
7 favha!
e e
22223 A = I i
1 \
@) LF
T
- - |
// / — :i\7 77777 X1 - |
Z RN ]
N
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ’ .
iy o | @ e Wrench Wrench
[=}
o =| (Tor Applicable inserts
Description = @ G90
E
_ =127 | &
RIL c=|==| S|E|H|H|LF|WFE|E = 1
£33 2| é =
N
KGDI%. ~ 1816B-2 [ BN J 4511525 (150(9.5 6550 W-3
2520B-2 [ BN J 6 | 181]30(180|14.5 Yes GDM2013N-020GMI
3225B-2 [ BN J 7 123]40)200| 19 SB-5TR - - LTW-20
KGDI%.  2016B-3 [ AN J 55(1525(150{11.5 6550 W3
2520B-3 [ BN J 6 [18130(180)|14.5 Yes GDM3015N-...
3225B-3 [ BN J 8 (23140200 19 SB-5TR - - LTW-20
i 225B-4 [ BN J 8.5]23 |40 (200{ 19
KGDIR 3225 Yes| SB-5TR - - LTW-20 GDM4020N-...
4032B-4 [ AN} 11129 |50 (220(23.5
R - [ BN J .
KGDI%L  3225B-5 8.5]23 |40 (200{ 19 Yes| SBSTR ) i 1TW-20 COMS020N-_.
4032B-5 [ BN J 1129 | 50 {220{23.5

*Possible by slightly chamfering toolholder’s tip about 0.5 mm

Additional processing of toolholder tip when

CM chipbreaker is installed

* By slightly chamfering the holder tip of about 0.5 mm,

the cutting diameter can be minimized.

@ : Standard item
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Internal grooving KIGH

(utingedg prepration Stinlessseel | [ [ || [[] M |
(Symbol Spedfiaon  Bampe
S Chamfered and R-honed $01020  0.10mmx 20° chamfered and R-honed
T (Chamfered 701020 0.10mm X 20° chamfered
o Dimension (mm) Tolerance (mm)| Carbide | Ceramic | Cermet
>
= 1] ola .
nsert escription 5 |< toolholder
S [S| W | S | RE | INSL W - = @ G93
@ min. | max. (S| 2|2|=ziS|w[EiSs
=) B EEE RIS
GH 4020-02 0.2 0 ()
g S22 4 TS| g | 20 [-005|+005| [ glg B o CGHRIS328.4
KIGHR55408-4
GH 4520-02 0.2 ° KIGHR65508-4
enigen < 2] 45 [ 75| g5 | 20 [-005|+005 °
GH 5020-02 0.2 0 ()
@ 502005 - 2] 5 |75 0s 20 |-005|+005 (o B o
2
= GH 5520-02 0.2 [ ]
- 2155175 20 |-0.05{+0.05
3 5520-05 05 ° KIGHRA5328-5
8 KIGHRS5408-5
6020-02 0.2 o0 o0 KIGHR65508-5
6020-05 - 2|1 6 75 05 20 |-0.05{+0.05 ole e
Externa 6520-02 0.2 [ ]
e - (2] 65| 75 | o | 20 [-005|+005 °
Internal i
GH 7020-02 0.2 o0 (3}
Face 7020-05 - 20 7 7.5 05 20 |-0.05{+0.05 ole e
GH 7520-02 0.2 ° KIGHR55408-7
7520-05 T2 BT | s | 2|05 005 ° KIGHR6550B-7
GH 8020-02 0.2 ol ()
g S2] 8 [ 75| g5 | 2 [-005|+005| [ gig o
501020 Y KIGHR4532B-4
GH 4020-05 2| 4 | 75| 05 | 20 |-0.05|+0.05 i ] KIGHR55408-4
101020 oe KIGHR65508-4
501020 'E
e | 5020-05 Toto| 2| 5 [ 75| 05 | 20 |-005|+005 oo KIGHRAS326-5
| KIGHR55408-5
E@ Lo l6H 602005 T00020(2| 6 | 75 | 05 | 20 |-0.05]+005 o] KIGHRG5508:5
KIGHRS5408-7
GH 7020-05 T01020( 2 | 7 75 | 05 20 |-0.05{+0.05 [ ] KIGHRG5508-7
KIGHR45328-4
GHU 40-20 - |2 4 | 75 (02| 20 |-0.05|+0.05@ i i |®@|  KIGHRS5408-4
i i KIGHR65508-4
w GHU 50-20 - 2| 5 75 | 03 20 |-0.05(+0.05® ; i |e KIGHRA532B-5
KIGHR55408-5
Molded Chipbreaker | GHU~ 60-20 - |2 6 | 75 [ 03| 20 |-005|+005[® || (] RS

Recommended cutting conditions @ G65

@ : Standard item

G92
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Internal grooving KIGH

KIGH (internal grooving / Deep grooving)

‘ |
[ VERY Fﬂ
— 1%
1 | \ Ja
| H | (Min. Cutting Dia.)
¥ 6| *)Z‘T LF
i ‘ f \:E :(Available Grooving Depth)
& = :
— ‘ Fig. A
Right-hand shown
Toolholder dimensions
Spare parts

Dimension (mm) .
Clamp (L) | Clamp bolt Spring Washer Wrench

Availability

A Applicable inserts
Description @ Go2

Sl

= ===
RIS|S|E|H|H|LF|wr
= R=)

Grooving %

KIGHR ~ 4532B-4 ® | 4532 130 ] 200(28.2
5540B-4 ® 55|40 12(38]27[250(323| CGH-1L HH6X25 SP-6 W-6 LW-5 2:2(;;8/6%40—
6550B-4 ® | 65|50 48 300(37.3

KIGHR  4532B-5 ® |45]32 130 | 200(28.2 CHS020-./ GHUSO-../ GHB520
5540B-5 ® 55|40 12(38]27|250(323| CGH-1L HH6X25 SP-6 W-6 LW-5 GH6020—:::/GHU60—::/GH6520—::
6550B-5 ® | 65|50 48 300{37.3

KIGHR  5540B-7 @ | 55|40 123827 (250{32.3] (GH-2L HH6X25 SP-6 W-6 LW-5 [ GH7020-... / GH7520-... / GH8020-...

(DX shows the distance from the toolholder to the cutting edge. For the available grooving depth (CD), ref. to, List of Min. Available Cutting Diameter and Groove Depth”.
LH depends on the insert’s edge width.

Rake Angle (a) after Installment of GH / GHU insert List of the Min. Cutting Diameter and Grooving Depth (Refer to Fig. A)

GHOOOO-LO HIOO-OO Toolholder Description DMIN: (Min. Cutting Dia.)
a Insert Grades a Insert Grades
5 AGS, AGGN, PTG0OM KIGHR 45328-0) all0 | 070 065 | 60 | 055 | 045
+5° TCAON . NGO 5540B-O 070 060 055

TN9O, TC60M
+15° oRo30 CR9025 65508-O 065
Kw1o Available Grooving Depth (O (mm) | 12 | 115 [ 1 10 9 | Unders

@ : Standard item
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Internal grooving KIGM-8

GMM/GMG/GMGA

Snlesssteel | | |@o] [ | M |
T
Dimension (mm) Tolerance (mm)|  Carbide §
o
g S| P [-|-| Applicable
Insert Description - toolholder
? W [ w
S| s | Re NS min. | max. |S|8i0iR(2|g ®Go5
22252
—
5 - INSL
'5#@:, A;El GMG 8030-050MG 2| 8 55 ] 05 [ 30 [-0.03[+0.03|O|0: (OO0
Sharp cutting oriented /
Precision class
@ (ground chipbreaker)
8 = % KIGM®/.6540B-8
] 1 X
= = s . -0. . O
§ miﬁ GMGA  8030-400R 2| 8 55 4 30 |-0.02 {+0.02 KIGMUR6540B-8
5 Full R/ Sharp cuttin
O oriented / Pre?ision clgss
GMM2420-02
External .
Internal w8 GMM 8030-080MW 2| 8 55 ] 08 | 30 [-0.05[+0.05|0|0:0iO0
|=Em==Rr
Chip control oriented /
Face b M dlass
If using a full-R insert with KIGM-8 toolholder, you need to modify the comer of insert adapter of toolholder. Recommended cutting conditions & G143

O Check availability

G94
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Internal grooving

KIGM-8

KIGM-8 (Internal grooving)

Grooving %

(DX shows available grooving depth.

ap shows the distance from the internal face of the workpiece.

O Check availability

W 08_Chapter_G_2022_modified_final version_KAP.indd 95

o

o)
P LH 9
TS =
Y — \
{ ]
i L@ :
' =
\ s 5
T W LF
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- . .
) Dimension (mm)
lity Clampholt |  Wrench o
e Applicable inserts
® G94
= (5| = E E
R ggeHLHLFWFgg
(= L=
KIGM%.  6540B-8 O 654020 |36 |41(300|41| 8 | 8 | HH6X20 LW-5 GM..8030-...
(DX shows available grooving depth.
KIGMU-8 (internal grooving / Undercut grooving)
g
%
4 S &
= 7
2 5 H /
&1 =
" Q
o) s L LO [ 77
LH H
% LF
Right-hand shown
Toolholder dimensions
Spare parts
=
:,_-E Dimension (mm)
S Clampbolt | Wrench o
VT = Applicable inserts
® G94
z|z HE
=(S|H LHapLFWFgg
“ “
KIGMUR  6540B-8 O | 65|40|36|83(2.2/|300|26| 8 | 8 | HH6X20 LW-5 GM..8030-...

G95
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Internal grooving KGIA

GIA

Stainessstel ——_________[@]0] M|
| g
Dimension (mm) Tolerance (mm)| S| €
S8
_% S|-| Applicable
Insert Description = —— toolholder
S| W RE | INSL (\.N o - ® G97
min. | max. |S|g
2|=
=
KGIAR3232B-3
GIA 30 2| 3 0.2 25 |-0.05[+0.05[O[O| KGIAR4332B-3
) © KGIARS140B-3
£ KGIAR32328-4
w—x o |GA 40 2| 4 025 | 25 [-0.05|+0.05\0|0| KGIAR43328-4
20 KGIAR5140B-4
Molded Chipbreaker KGIAR5640B-5
@ GIA 50 21 5 0.3 30 [-0.05(+0.05/0|O KGIARG650B-5
()]
£
>
[@]
@]
G
GlA inserts - molded chipbreaker
External Recommended insert grades (Vc: m/min) (1) Ffor grooving (mm/rev)
D (2) ffor turning (mm/rev)
I Workpiece material L Conted e (3)ap for turning (mm) Remarks
nterna
TN60 (R9025 et L L
30 40 50
Face
* (1) 0.04~0.08 (1)0.04~0.09 (1)0.05~0.1
Carbon steel (2)0.02~0.08 (2)0.02~0.08 (2)0.05~0.08
60~120 60~120 (3) Max. 03 (3) Max. 0.4 (3) Max. 0.5
n ' E1¥0.04~0.07 21;0.04~0.07 E1¥0.05~0.08 ool
oy steel 2) 0.02~0.07 2)0.02~0.07 2) 0.05~0.08 oolant
60~100 60~100 (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
Stainless steel (2)0.02~0.07 (2)0.02~0.07 (2)0.05~0.08
60~80 (3) Max. 03 (3) Max. 0.4 (3) Max. 0.5

O Check availability

G96
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Internal grooving

KGIA

KGIA (internal grooving / Deep grooving)

Grooving %

DCON
e =
TShE——— - Integral type
‘ DCON
| T )
N ‘ Separate type © = '11
| = t
N il lF < H
/ Fig. 2
Right-hand shown
Toolholder dimensions
Spare parts
E Dimension (mm) .
= Clamp bolt Clamp Spring Wrench _ .
Description = = Applicable inserts
P = @ G96
SIE|B| 0| wE|w /
[=R =
KGIAR  3232B-3 0132 0 30.4| 45 20 26.5( 1
4332B-3 | 43 10 ﬂ 263 ) HH5X15 (GIA-3R SP-5 LW-4 GIA30
5140B-3 O [ 51|40 38 250(30.3
KGIAR  3232B-4 O 132 n 30.4{ 45 200 265 1
4332B-4 ) | 43 10130 | 263 5 HH5X15 (GIA-4R SP-5 LW-4 GIA40
5140B-4 )| 51140 38 250(30.3
KGIAR ~ 56408-5 o |56]40 15 38 - 5353 2 | HH5X15 (GIA-5R SP-5 LW-4 GIA50
6650B-5 0| 66 | 50 48 300/40.3
(DX shows available grooving depth.
Composition
Toolholder Blade Clamp Screw Wrench
Spare Parts
2| @
Toolholder Description / é
Integral Type | KGIAR 32328-3 - - - -
4332B-3 KGIAR32H BGIAR43-3
Separate Type 5714083 KGIARAOH BGIARG 13 SB-40140TR FT-15
Integral Type 3232B-4 - - - -
4332B-4 KGIAR32H BGIAR43-4
Separate Type 514084 KGIARAOH BGIARG 14 SB-40140TR FT-15
5640B-5 KGIAR40H BGIAR56-5
Separate Type 665085 KGIARSOH BCIARG6S SB-40140TR FT-15

O Check availability
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Internal grooving GMM-V inserts

GMM-V

k7]
Dimension (mm) Tolerance (mm)|  Carbide §
)
4 =
Insert Description £ I AL
s toolholder
S| W S RE | INSL C\.N o n
min. [ max. 58222
Q2222
Slaeciaia|=
5 (A RE
%Kw“ INSL
1, ':U GMM 3015-040V 2] 3 43 | 04 | 155 [-0.05 [+0.05|O|0:0:O|O[O|  KIGM...B-3V
Chip control oriented /
M class
@ i "
a1 FE%
o % e "
< . . ':D GMM 4020-040V 2| 4 43 | 04 | 20 [-0.05[+0.05|O|O:0iOO[O
>
8 Chip control oriented /
= M class
(G} KIGM®.....B-4V
R RE
%[\“ INSL
External . | GMM 5020-080V 2 5 | 43| 08 | 20 [-005(+005|0|0i0i0[0
Internal Chip control oriented /
M class
Face It is not recommended to use this for KIGM-V Internal Grooving Toolholders which require GMM...V type inserts with the 18° front relief angle,
because the relief angle of the insert used for GMM4020-04 toolholder is 10°.

Recommended cutting conditions @ G143

O Check availability

G98
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Face grooving

External dia. of the groove DAXN / DAXX

External dia. of the groove within DAXN ~ DAXX
are the available range for the initial grooving on the
unprocessed workpiece (Ref. to Fig. 1)

N

cb

Fig.1

Caution for face grooving

1. When face grooving, the suitable toolholder depends on the length of the boss

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

Grooving @

2. Selection of face grooving toolholder

KFMSR2020K70100-4 KFMSR2020K5070-4 KFMSR2020K3550-4

Good

KFMSR

2020K70100-4
Shape of below jaw Shape of belowjaw | T T T T
Shape of below jaw
Bad
Wider grooving (turning) should be performed B2 : : a
from the outside inwards Y

AN

3. Interference of face grooving toolholder KFMSR
e.g.) KFMSR2525M70100-4 T T T 2020K35504
Interference under
870 Example of usage for the face grooving
toolholder

When face grooving,
KFMSR2525M70100-4 should be
between 870~2100 for grooving the
outer diameter at first.

If the workpiece is machined at a
diameter 2100 or 270, the jaw of
toolholder interferes with the workpiece.

Interference
more than 2100

G99
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Face grooving

Small diameter face grooving 86~

Type STW
External dia. of the groove (min.) 96
Edge width (mm) 0.5~2.0
Grooving depth (mm) 1.0~3.0 e
See Page G106 .;
Twin-bars for horizontal type
Type S.-STW
External dia. of the groove (min.) 06
Edge width (mm) 05~20
Grooving depth (mm) 1.0~30
See Page G107
Type STWS
External dia. of the groove (min.) 06
Edge width (mm) 0.5~2.0
Grooving depth (mm) 10~30 Twin-bars for vertical type
See Page G109
Small diameter face grooving 88~
External T VSR
Internal External dia. of the groove (min.) 08
Edge width (mm) 1.0~30
Face Grooving depth (mm) 22
See Page G125 ’
Type GFVT-AA Ground chipbreaker
External dia. of the groove (min.) 08
Edge width (mm) 10~3.0
Grooving depth (mm) 22
See Page G125
Small diameter face grooving ¢5~, 8~
Type EZFG
External dia. of the groove (min.) #5,06,08 JpS————
Edge width (mm) 1.0~3.0
Grooving depth (mm) 1.5~3.0 EZ bars
See Page G103
Type VNFG
External dia. of the groove (min.) 08 ; v
Edge width (mm) 1.0~3.0
Grooving depth (mm) 20~30 System tip-bars
See Page G105

G100
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Face grooving

Face grooving 620~

Molded chipbreaker

Type KFTB
External dia. of the groove (min.) 965~0250
Edge width (mm) 4.0~5.0
Grooving depth (mm) 25~38
See Page G140
K =
\
Ground chipbreaker
{
Ground chipbreaker
Full-R
Type GFV
External dia. of the groove (min.) 020~ 9150
Edge width (mm) 2.0~6.0
Grooving depth (mm) 2.2~8.1
See Page G127

KGDF face grooving 825~

Type GFVS
External dia. of the groove (min.) 035~0150

Edge width (mm) 2.5~6.0
Grooving depth (mm) 46~8.1
See Page G129

-

\
Ground chipbreaker

Ground chipbreaker

Full-R
Type GFVT
External dia. of the groove (min.) 035~0150
Edge width (mm) 2.5~6.0
Grooving depth (mm) 46~8.1
See Page G130
Type KGDF-Z
External dia. of the groove (min.) 050
Edge width (mm) 3.0~5.0
Grooving depth (mm) 15
See Page G118
Type *KGDF
External dia. of the groove (min.) 025
Edge width (mm) 2.0~6.0
Grooving depth (mm) 6~32
See Page G114~G117

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

Grooving and turning
GM

Deep grooving and turning

DM

GH

High feed

Full-R
M

08_Chapter_G_2022_modified_final version_KAP. indd
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Face grooving

Face grooving & turning 25~

()]
£
S
[@]
@]
S
(V)

External

Internal

Face

Face grooving ¢35~

G102
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Type KFMS
External dia. of the groove (min.) 925~9235
Edge width (mm) 3.0~6.0
Grooving depth (mm) 13~32
See Page G135
Molded chipbreaker
Type KFMS-8
External dia. of the groove (min.) 954~0155
Edge width (mm) 8.0
Grooving depth (mm) 25
See Page G138
) ) Molded chipbreaker
Molded chipbreaker Ground chipbreaker
Full-R
Type GIFV
External dia. of the groove (min.) 935~ 050
Edge width (mm) 2.0~6.0
Grooving depth (mm) 2.2~8.1
See Page G133

Ground chipbreaker

Ground chipbreaker
Full-R

2023/01/20 17124123(



Face grooving

EZFG

EZFG (interal grooving / Face grooving)

S <
Ry o)
o v H T |
U 2 ] 7}1 7 )
2L I : s34 w |
il © LF |
G— 15"‘
7 o
= ' ~—T|
Right-hand shown
Dimensions
Bt (o Dimension (mm) Tolerance (mm) Carbide
the groove (mm)
S = PVD " | Applicable sleeve
< ..,
S| N s e | B H | fwfwe| Y| W] BE ] BE s | wes | @ F38F43
(min.) a min. | max. [ min. | max.
R L R
EZFGRL  050040-100 1115 e o ®
050040-150 1 5 15 2 0.05( 4 [3.8|45(12(1.9]-0.03 [+0.03|-0.013 [+0.013 " . o EZH040...
EZFG.  060050-100 1115 [ I ®
060050-150 1 6 1.5(2.5]0.05( 5 |4.853.2[ 15|2.4|-0.03 |+0.03|-0.013[+0.013| ® : @ ) EZHO050...
060050-200 23 e o )
EZFG%.  080070-100 112 [} [ [
080070-150 15(25 [} [ [
080070-200 1 8 )13 0.05| 7 |6.8(64.2| 25 |3.4|-0.03 |+0.03|-0.013 [+0.013 ° e P EZH070...
080070-300 313 [} [ [}

(DX shows available grooving depth.

EZ Bars Identification System

Recommended cutting conditions & G104

Grooving %

EZ FG R 050 040 - 100
[ 1 I
Symbol of EZ Bars Applications Insert hand tﬁéggg\lg&ﬁf) Shank Dia. Edge Width
FG:: Face Grooving R: Right-hand 050 : 5mm 040 : 4mm 100 : 1.0mm
L: Left-hand 060 : 6mm 050 : 5mm 150 : 1.5mm
080 : 8mm 070 : 7mm 200 : 2.0mm
300 : 3.0mm

@ : Standard item
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Face grooving EZFG
Applicable sleeves
Sleeve Applicable insert for internal face grooving
Applicable
_ EZH-CT ~ EZH-HP EZH-ST Sleeve shankdia. Shankdia.
(Adjustable overhang length with coolant hole) (Adjustable overhang length) @ EZFG machine manufacturer
F43
@ F39 ® F41 DCON(mm) DCON(mm)
EZH 04012ST-80 EZFGRLL  050040-... 4
- - 05012ST-80 12 EZFG?L  060050-... 5 (General purpose)
07012ST-80 EZFGR/.  080070-... 7
EZH  04016HP-100 EZH  04016ST-100 EZFGF/L  050040-... 4
- 05016HP-100 05016ST-100 16 EZFGRL.  060050-... 5 (General purpose)
07016HP-100 07016ST-100 EZFGF/L  080070-... 7
EZH 04019CT-120 EZH  04019HP-120 EZH 04019ST-120 EZFGRL.  050040-... 4
05019CT-120 05019HP-120 05019ST-120 19.05 EZFGRL.  060050-... 5 Citizen Machinery
07019CT-120 07019HP-120 07019ST-120 EZFGRL  080070-... 7
EZH  04020CT-120 EZH  04020HP-120 EZH  04020ST-120 EZFGRL.  050040-... 4 Equro
05020CT-120 05020HP-120 050205T-120 2 EZFGPL 060050-.. 5  Tsugami
Citizen Machinery
o 07020CT-120 07020HP-120 07020ST-120 EZFGF/L  080070-... 7 (General purpose)
c
= EZH  04022(T-135 EZH  04022HP-135 EZH 04022ST-135 EZFGFL  050040-... 4
8 Star Micronics
G 05022(T-135 05022HP-135 050225T-135 22 EZFGRL  060050-... 5 Nomura DS
Tsugami
07022(T-135 07022HP-135 070225T-135 EZFGRL  080070-... 7 ’
External EZH 04025.0CT-135 EZH  04025.0HP-135 EZH 04025.05T-135 EZFGFL 050040-... 4 Equro
Internal 05025.0CT-135 05025.0HP-135 05025.0T-135 % EZFGL 060050-.. 5  Tsugami
Citizen Machinery
Face 07025.0CT-135 07025.0HP-135 07025.0ST-135 EZFGF/L  080070-... 7 (General purpose)
EZH  04025.4CT-120 EZH  04025.4HP-120 EZH 04025.45T-120 EZFGF/L  050040-... 4
05025.4CT-120 05025.4HP-120 05025.45T-120 254 EZFGF/L  060050-... 5 Citizen Machinery
07025.4CT-120 07025.4HP-120 07025.45T-120 EZFGRL  080070-... 7
- Choose sleeves (DCB) to meet with DCON 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
Recommended cutting conditions
Insert grades EZFG.050040-100 | EZFGR.050040-150
) i EZFG%.060050-100 | EZFG%.060050-150 EZFG"/.060050-200
Workpiece material EZFG%/.080070-100 EZFG%.080070-150 EZFG¥.080070-200 EZFG¥.080070-300 Remarks
MEGACOAT Carbide
PR1225 GW05 f (mm/rev)
*
Carbon steel / Alloy steel - ~0.02 ~0.03 ~0.04 ~0.05
30~100
) *
Stainless steel - ~0.01 ~0.02 ~0.02 ~0.03 Coolant
30~80
Non-ferrous metals - ;0 ~0.03 ~0.05 ~0.06 ~0.08
* : 1st recommendation
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Face grooving

VNFG

VNFG (interal grooving / Face grooving)

Grooving Eﬁ

2023/01/20  17:24:2

LU 1 LU 1
= S
‘5\‘ CDX ‘?“\. CDX
Q S Q 3 N
=R O © sl %
% %71 ] ‘ & ‘ &
S || L LF . LF
W« % 2s°(§ | I Eé \ ES
Fig. 1 Fig.2
Right-hand shown
Dimensions
External dia.of L Tolerance . a
T Dimension (mm) (mm) Carbide I
é‘ PVD | - | - Applicable
Description < 2 toolholder
> | DAXN | DAXX = W | W
= (min.) | (max.) QS| I | L 2 R min. | max. [igl2|8 ® F48~F51
FHAEIE
VNFGR  0810-10 112 [ N BN}
0820-10 1 2 | 2 (0.05/3.9(29.6| 10 | 7.3 [-0.03 [+0.03 [ B BN ) SUNR..-12N
0830-10 *® 13]3 [ N BN} S..-SUNRT2N
VNFGR  0820-10NB o] 22 MTo| S---SVNR12SN
0830-10NB 1 313 0.05(3.9 {29.6] 10 | 7.3 |-0.03 [+-0.03 M1
(DX shows available grooving depth.
External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.
Recommended cutting conditions
Recommended insert grades (Vc: m/min)
PVD .
MEGACOAT | (oated Carbide | COTPIdE VNFG0810 VNFG0820 VNFGO830
Workpiece material Remarks
PR1225 PR930 KW10
f (mm/rev)
Carhon steel / Alloy steel * ” ~0.02 ~0.04 ~0.05
30~100 30~100
Stainless steel * ” ~0.01 ~0.02 ~0.03 Coolant
30~100 30~80
Non-ferrous metals * ~0.04 ~0.06 ~0.08
~300
Y :1st recommendation ¥ :2nd recommendation
System tip-bars are
sold in 5 piece boxes
(BN & PCD Inserts are
@ : Standard item  MT0 : Made to order sold in T piece boxes
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Face grooving Twin-bars

TWEFG (Face grooving, Horizontal type)

Staesssteel _______________________[O/e] | M ___|
External dia. of L Angle .
Sl Dimension (mm)  |Tolerance (mm) (0) Carbide
5 D Applicable
Insert Description ] IR
P E DAXN | DAXX av | ox | re w [ w RA ® G106
=| (min.) | (max.) min. | max. 8 g G107
TWFGL 050 0.5 1 15 @ ee
080 08 | 15 15 |0 @@
100 6 - 1 2.2 ) eeol® L5
125 2 0 | () 125 | 22 | 005 |-003|+003| 2 |@:@@ .-
150 1.5 | 22 2 eoo®
180 18 | 3 2 eol®
200 2 3 ) eeol®

CDX shows available grooving depth.
External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.

Left-hand sh
cinandshown Recommended cutting conditions & G109

Grooving %ﬁ

ixtenal | STW (Face grooving, Square shank for horizontal type insert)

Internal o
: ax i
I . = | s
® I &= f €3
LF LH
1l S LF
ST =" i =
‘ ‘ T ‘ ‘ ©
Fig. 1 Fig. 2

Left-hand shown | Left-hand Insert for Left-hand Toolholder. | (For right-hand toolholder for boring, See page F56.)

Toolholder dimensions

Spare parts
=
:,_-E Dimension (mm)
E Screw Wrench oo la
Description = pp@léa Ge1|3§r s
@)
LS| H|B [LH|HF|LF|[WF \é
STWL  1010F-15 | @ | 10 (10 185 110 |
1212F-15 )
— 3 [12({12] - | 12— 12| 1 | SB-3080TR | LTW-10S TWFGL...
121215 o | s
1616K-15 [ ] 16 | 16 16 16
STWL 2020K-15 [ ] 20|20 20 (125 25
— 3 25 2 | SB-3080TR | LTW-10S TWFGL...
2525M-15 ® 25| 25 25 |150( 32

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.

Twin-bars are
@ : Standard item sold in 5 piece boxes

G106
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Face grooving Twin-bars

STW (Face grooving, Round shank for horizontal type insert)

BT\
X

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

;
T
|
|
-
T
|
|
|
T
|
Offset length from the center of
toolholderto the tip of edge

Fig. 1 Fig.2
Left-hand shown | Left-hand Insert for Left-hand Toolholder. | (For right-hand toolholder for boring, See page F57.)

Toolholder dimensions

Spare parts
=
:,_-? Dimension (mm) © S Wiench
= = arew rend
- = = Applicable inserts
Description c| 2
p < ® G106
A
@)
LI € |B|H|H||w|w ‘é o
= - —
S
o
S12F-  STWL15 e 12 (1] |80 o
ST14H-  STWL15 o 14 13 100 O
3122 18[20|No| 1 |SB-3080TR | LTW-10S TWFGL...
S15F- STWL15 ® (15.875 1 %
ST6F- STWL15 ®| 16
$19G-  STWL15 ([ ] 90
19.05 17 o 18.5
S19K-  STWL15 [ L | [120] 18—
S20G6-  STWL15 (] 90
20 18 P 19.5
S20K-  STWL15 ([ ] 3_ - 120 No | 2 | SB-3080TR | LTW-10S TWFGL...
S22k STWL1S o n | [2] |15 [25
525.0)-  STWLIS o % | [0 22]245
S25K-  STWL15 ® | 254 120 25

(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,CDX" of Insert.

@ : Standard item

G107
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Face grooving Twin-bars

TWEFGT (Face grooving, Vertical type)

Silesssteel [0l | M|
External dia.of Dimension (mm)  (Tolerance (mm) Anogle Carbide
the groove (mm) ©)
_g, PVD | - Applicable
Insert Description - toolholder
>| DAXN | DAXX w | w a
= (min.) | (max.) W X RE min. | max. LS A § Qi
TWFGTR 050 0.5 1 15 0:0e®
080 08 | 1.5 15 |®00e
100 6 - 1 22 2 |o:0@®
125 2 0) (c0) 125 | 22 | 0.05|-0.03({+003| 2 (@ @@ STWSR..-15T
150 1.5 | 22 2 |oeoe®
180 1.8 3 2 |o:0@®
200 2 3 2 |eoeoe®
(DX shows available grooving depth. Recommended cutting conditions @ G109

External dia. of the groove DAXN (0) means that you can make the initial groove within DAXN ~ DAXX and then widen it to the center.
Right-hand shown

o
£
>
S
o
S
O

External

Internal

Face

Twin-bars are
@ : Standard item sold in 5 piece boxes

G108
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Face grooving Twin-bars

STWS (Face grooving, Square shank for vertical type, L-shape)

20
=
ES [
Q o 1
5 = -
I:FJ* 11
LF
[
W [
: Ll
I
Right-hand shown
Toolholder dimensions
Spare parts
E Dimension (mm)
< Screw Wrench
Description = Applicable inserts
P @ G108 @
_ @
H B | w|Hr| 2| |cox|wr \é /
ES o
£
S
TWSR  1010F-15T [ ] 85
TS —{0 |10 [10]9 = |0 3
1010%-15T ° ” 1200 | 5
1212F-15T [ ] 8|3 SB-3080TR | LTW-10S TWFGTR...
12|12 1217 12
1212)X-15T ) ol 1
1616JX-15T ®(16(16(|20(16| 3 16
(DX shows the distance from the toolholder to the cutting edge. Available Groove Depth :,(DX” of Insert.
Recommended cutting conditions TWFG / TWFGT
TWFGLO50
Recommended insert grades (Vc:m/min) TWFGL080 TWFGL125 TWFGL180
TWFGL100 TWFGL150 TWFGL200
Workpiece material TWFGTR050 TWFGTR125 TWFGTR180 Remarks
MEGACOAT PVD coated carbide Carbide TWFGTR080 TWFGTR150 TWFGTR200
TWFGTR100
PR1535 PR1025 KW10 f (mm/rev)
Carbon steel / Alloy steel * B - ~0.02 ~0.03 ~0.04
30~100 30~100
Stainless steel * w - ~0.01 ~0.02 ~0.02 Coolant
30~80 30~80
*
Non-ferrous metals - - 300 ~0.03 ~0.04 ~0.06

Y :1st recommendation Y¢:2nd recommendation

@ : Standard item

G109
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Face grooving

KGDF

KGDF: Face grooving

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

i # 3

Separate type toolholder

;

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

()]
£
S
[@]
@]
S
(V)

Advantages of chipbreaker

Toolholder

Top and bottom profiles
of the part gripped

Insert

N

Toolholder

W grip technology

For general purpose GM chipbreaker, for high feed grooving GH chipbreaker, for deep grooving DM chipbreaker

External
GM: General purpose GH: High feed grooving
Internal
Smooth surface from cutting edge  Gradually raised surface: o
to the far side: Keeps curling of chips in Concave partin middle:
Face Enhances breaking of chips and constant shape. Control chips upward.
maintains their evacuation

Dots jutted out center side:

Changes chip shape smoothly.
Stable chip control during
shoulder grooving.

direction constant.

Slope portion:

Flat cutting edge line:
Improves chip control.

Negative cutting edge line:
Improvement of strong edge.

Steep surface near the cutting edge:
Good chip control during shoulder grooving.

Inflated inner surface:
Enhances breaking of chips
and maintains their evacuation
direction constant.

Constantly curled chips.

DM: Deep grooving

Concave part in middle:
Enhances breaking of chips.

Smooth surface up to the far
side standing wall:

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

direction.
Curved lead edge:
Keeps chips in constant shape.
Chip control of GM chipbreaker
Face grooving (¢62) Side grooving Turning
s = ¥
S0 ft £
1% § Fl -
% ‘ 2 €
il ] £
B a
0.05 0.08 0.1 o ©
=
Feed rate f (mm/rev) 5

0.1 0.15 0.2

Cutting conditions: Vc = 150 m/min, f = 0.05 ~ 0.2 mm/rev, GDFM5020N-040GM, SCM415, wet f(mm/rev)

G110
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Face grooving

KGDF

GDFM/GDMFS
Stiesssteel _Jol@] [ || M|
Dimension (mm) Tolerance (mm)| Carbide =
met
Insert Description ;? ar | o el gl)'(isﬂzt(f|201|lizeg
Sl ov s R sl e sl o
EESEF
GDFM  2020N-0206M [2| 2 | 39 | 02 | 21 |-003|+003|@i® ®  KGDFPL.-2.
GDFM  3020N-0306M  [2| 3 | 43| 03 | 20 |-0.03|+003|@® ®  KGDFPL.-3..
/ GDFM  4020N-0406M [2| 4 | 45 | 04 | 20 |-0.03|+003|@® ®|  KGDFL.-4..
-1 | GOFM gg;gxggggm 20 5 | 45 g; 20 |-0.04 |+0.04 : : : KGDFRL...5...
Generalpurpase— FerM 6020N-0406M 04 oo | @
coonosoen |2 6 | 45| g | 20 [-004]+004{ gt o (GOF.cb.. E@
4 GDFM  4020N-040GH  [2| 4 | 45 | 04 | 20 |-003|+0.03|@® KGDFRL..-4...
/ A gg;gxgggg: 20 5 | 45 gg 20 |-0.04 |+0.04 : : KGDFRL...5... -g
== GDFM  6020N-040GH 0.4 0 8
Highfeed coonosoe 2] 6 | 45 | g5 | 20 |-004[+004[g o KGDFAL..6... G
. GDFM  3020N-030DM  [2| 3 | 43| 03 | 20 |-003|+0.03|@i®@ ®  KGDFL.3..
/ =00 (o aoonosoom | 2| 4 | 45 | 04 | 20 |00 |+om]e e | e Keorv..
GDFM  5020N-040DM [2| 5 | 45 | 04 | 20 |-0.04|+0.04|@@ ®  KGDFL.-5..
GDFM  6020N-040DM  [2| 6 | 45 | 04 | 20 |-0.04|+0.04|@@ ®  KGDFL.6..
GDFMS  3020N-0300M  [1| 3 | 43| 03 | 20 |-003|+0.03|@i@ ®  KGDFL.3..
GDFMS  4020N-040DM  [1| 4 | 45 | 04 | 20 |-0.03|+0.03|@i®@ ®  KGDFL.-d..
/ GDFMS  5020N-040DM [ 1| 5 | 45 | 04 | 20 |-0.04|+0.04|@@ ®  KGDFL.5..
GDFMS  6020N-040DM [1| 6 | 45 | 04 | 20 |-0.04|+0.04|@@ ®  KGDFL.6..
GDFG  3020N-0206S |2 3 | 43 | 02| 20 |-02 [+02 ° KGDFAL...3...
GDFG  4020N-04065  [2| 4 | 45| 04 | 20 |-02|+02 ° KGDFAL..4...
\/) GDFG  5020N-04065  [2| 5 | 45| 04 | 20 |-02 |+02 ° KGDFRL..5...
GDFG  6020N-04065  [2| 6 | 45 | 04 | 20 | -02 |+02 ° KGDFRL..6...
GDFM  3020N-150R-CM [2| 3 | 43 | 15| 20 |-0.03|+0.03|@ @] |@ KGDFRL..3...
GDFM  4020N-200R-CM [2| 4 | 45 | 2 | 21 |-003|+003|@ @] |@ KGDFAL..-4...
/ GDFM  5020N-250R-CM [2| 5 | 45 | 25 | 21 |-0.04|+004/@ @] |@ KGDFRL...5...
FullR GDFM  6020N-300R-CM [2| 6 | 45 | 3 | 22 |-004|+004/@ @] |@ KGDFRL..6...

GDFM40/50/60-CM differs from other descriptions in length (INSL) to avoid interference of a toolholder with workpiece.

Inserts identification system

Recommended cutting conditions @ G122

M| S

N

GI?F

30

2|0

030

D|M

| Series | Tolerance symbol No. of edge Edge width Insert length Hand of tool Corner-R(RE)
M: M Class Noindication: 2-edge 20:2mm 20:20mm N': Neutral 020:0.2mm

S:1-edge 30:3mm 030:0.3mm

: 040:0.4mm

@ : Standard item

08_Chapter_G_2022_modified_final version_KAP. indd

m

150R : 1.5mm (Full-R)

Chipbreaker symbol
GM: Grooving and turning

DM: Deep grooving
GH: High feed grooving
(M:Full-R

G111
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Face grooving KGDF
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 Left-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.

g » Combination of the toolholder and blade (both separately sold) can make up the corresponding assembly.

s «The insert clamping screw (BH6X10TR), blade fixing screw (SB-60120TR) and wrench (LTW-25) which are included in the toolholder can be used.

(]

Q

(V)

Clamp Bolt (lamp Screw
(for Insert Clamp) (for Blade) Wrench
External
\"I@],
Internal ‘é
Face
BH6X10TR SB-60120TR LTW-25
08_Chapter_G_2022_modified_final version_KAP.indd 112 2023/01/20  17:24:3




Face grooving

KGDF

External dia. of the groove DAXN / DAXX

listed in the right table)

and towards the outside according to machine limits.

External dia. of the groove within DAXN ~ DAXX are the available range 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

il

DAXN

DAXX

cD

Fig.1

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.

Remaining Boss Dia.od

KGDF?/.-25-6B-C

KGD/k2525-C

25 26 27 28 and over

Description il

KGDFR-25-3A-C  +  KGDY/x2020-C

KGDFR-25-3A-C  +  KGD“/k2525-C 4 2 0
KGDFL-25-4A-C  +  KGD'/42020-C g
KGDFFi-25-4A-C  +  KGD'/R2525-C 6 3 0 _g
KGDF7/.-25-58-C  + KGD'/42020-C g
KGDFR/-25-58-C  +  KGD“/k2525-C ! 4 ! ]
KGDF7.-25-6B-C  +  KGD'/&2020-C . ] 1 <

+

eg.)

Toolholder assembled from KGDFR-25-3A-C and KGDL2020-C with 225 as first cut towards the center, it will cause a rubbing

with the toolholder cartridge if d is 4.0mm.

08_Chapter_G_2022_modified_final version_KAP.indd 113
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Face grooving KGDF

KGDF (race grooving / 0" separate type)

o7 |cox.

S E— N

WF
&)
B

w.
w

= g ® “r“l %l oY | 8 Il
I L
Right-hand shown Left-hand shown
(Right-hand blade and left-hand toolholder) (Left-hand blade and right-hand toolholder)

Toolholder dimensions (Blade and toolholder)

= E External dia.
o E|lE 3 QIR Dimension (mm)
=& E| 2| _(mm) Blade Toolholder
% % el = = description description
< =| =| = = =
S| = 8| B E| £ ® G121 @ G42
@ eI H| B |LH|HF| & | LF W
3 53| 3
=
2 25 | 30 |KGDFR -25-2AC
> 30 | 35 -30-2A-C
38 35 | 45 -35-2A-C
G 6 | 45 | 60 -45-2A-C 33 15
60 | 80 -60-2A-C
80 | 100 -80-2A-C
100 | 130 -100-2A-C
External [ 120 3125 | 30 IKGDFR  -25-2B-C KGDL2020-C | 20 | 20 36 | 20|12 L24.5
30 | 35 -30-2B-C
Internal 35 | 45 -35-2B-C
45 | 60 -45-2B-C
Face 1 60 | 80 -60-2B-C 38 120
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 33 140
60 | 80 -60-2A-C
80 | 100 -80-2A-C
o 100 | 130 -100-2A-C I I
0° | 2 (25 13125 130 IKGDFR  -25-2BC KGDL2525-C | 25 | 25 3_25 7 m29.5
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
1 760 [ 80 -60-28-C 3 14
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 3 160
60 | 80 -60-2A-C
80 | 100 -80-2A-C
100 | 130 -100-2A-C
[ 32 13125 | 30 IKGDFR 25.2B.C KGDL3232-C | 32 323_32 - ﬁ36.5
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
5 o0 [ 80 60-28-C 3 165
80 | 100 -80-2B-C
100 | 130 -100-2B-C
1. KGDF: Right-hand blade for left-hand toolholder, left-hand blade for right-hand toolholder. Applicable inserts ® G111

The toolholder is applicable for all blade with suitable hand.

2. (DX: Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
Above toolholders are applicable to Cut-off, too.

3.The insert clamping Screw (BH6X10TR), blade fixing Screw (SB-60120TR) and Wrench (LTW-25) which are included in the toolholder can be used.

G114
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Face grooving

KGDF

Toolholder dimensions (Blade and toolholder)

= E External dia.
.| E|E| B piliiegieae Dimension (mm)
= 8| E| 2| _(mm Blade Toolholder
S| £ Bls| =] = description description
S| 5| 5|E| E| E @ G121 @ G42 -
£|5|3| =| = H|B [LH|HF| 2| LF|WF
S| |Z| 2|2
25 | 30 |KGDFY. 253AC
13 3040 3034 36 118
20 [ 50 -203AC - ]
50 | 65 |KGDF -50-3BC
15 Ha -8 6-38- 38 120
0| ™ [C85 110 8538 K6D%:2020-C | 20 | 20 | 38| 20 | 12 |12 |aa5
110 [ 145 ~11038-C | |
50 | 65 |KGDF. -50-3C-C
2 55 [ 85 653CC 4] 1271
85 110 853(C
5 10 (145 -1103C.C 8 130
25 | 30 |KGDF 25-3A-C
13 [30 40 3034 36 143
20 50 2034 - -
50 | 65 |KGDFT: -50-38-C
15 65 85 6538 % s
e | 3 |5 ¥ [T8s [0 8538 KGDYs2525-C | 25 | 25 | 38 | 25 | 7 [ |95
110 [ 145 11038.C | |
R
2 gg gg {KGDFL 503G 8 152
85 110 85-3C-
% [0 [ 145 -1103C “ 155
25 |30 |KGDFA 25-3A-C
13 3040 3034 36 163
20 | 50 2034 - ]
50 | 65 |KGDFY -50-38-C
15 65 85 65-38-C % 5
32 1 [C85 110 8538 KGDYe3232-C | 32|32 | 38 | 32| - |16 [365
110 [ 145 -110-38-C | |
50 | 65 |KGDFT 503C-C
2 765 85 65-3(C |4 | 72|
8 110 85:3CC
25 [0 145 -110-3C 8 175
B3 25 | 35 |KGDFY._ -25-4A- 36 | 18]
TN [ 3548
50 1 70 -50.48-C
70 [100 70-48-C
15 M0 [ 150 ~100-48-C 38 120
150 [ 220 T150-48-C
0l [220] e 22048-C | KGD42020-C | 20 [ 20| [ 20| 12| |245
35 | 50 |KGDF. -35-4C-C
50 [ 70 -50-4(C
70 [100 70-4(C
5 Hoo 150 -100-4C-C 48 130
150 [ 220 Z150-4C-C
20 e 2204C-C
13125 | 35 |KGDFY_-25-4A- 36 | 143
TN [ 35.48.C
50 [ 70 50.48-C
70 1100 70-48-C
15 Moo [ 150 ~100-48-C 4 145
150 [ 220 T150-48-C
e | 4[5 [20T e 22048-C | KaDY2525-C | 25 |25 | [ 25| 7 | |295
35 | 50 |KGDF. -35-4C-C
50 [ 70 -50-4(C
70 [100 70-4(C
5 Hog 150 -100-4C-C 48 135
150 [ 220 Z150-4C-C
20 e 2204C-C
13125 | 35 |KGDFY_-25-4A-C 36 | 163
TN [ 35.4B.C
50 [ 70 -50-48-C
70 1100 7048
15 Hee AR 38 165
150 [ 220 ~150-48-C
32l [220] e 2004BC_ | KeDv332:C [ 32|32 |32 - | D36s
35 | 50 |KGDF. -35-4C-C
50 [ 70 -50-4(C
70 [100 70-4(C
5 Hoo 150 ~100-4C-C 8 175
150 [ 220 J150-4C-C
2004C.C

20 |
1. KGDF: Right-hand blade for left-hand toolhol

The toolholder is applicable for all blade with suitable hand.
2. (DX: Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
Above toolholders are applicable to Cut-off, too.
3.The insert clamping Screw (BH6X10TR), blade fixing Screw (SB-60120TR) and Wrench (LTW-25) which are included in the toolholder can be used.
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Applicable inserts @ G111
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Face grooving KGDF

Toolholder dimensions (Blade and toolholder)

E| | £ froma s,
=S|l 3 U Dimension (mm)
=S £ = (mm) Blade Toolholder
g % S|l = = description description
s| = =2| =| £ =
S| = 5|5| E| E ® G121 ® G42
£S5 8| =] = H|B [LH|HF| 2| LF|WF
S = =S
=
25 | 35 |KGDFRL -25-5B-C
35 [ 50 -35-5B-C
50 | 75 -50-5B-C
15175 [115 -75-5B-C 38 120
115 | 180 -115-5B-C
180 | 235 -180-5B-C
235 | oo -235-5B-C | |
20| 25 [ 35 |KGDF% -25-5C-C 43 ] 125
35 | 50 -35-5(C )
120 < 17 T KGD/42020-C | 20 | 20 12| |45
75 [ 115 TR
2 M5 [ 180 -115-5C-C 48 130
Eﬁﬁ 180 | 235 -180-5C-C
235 | oo -235-5C-C - -
o 75 | 115 JKGDF*. -75-5D-C
S 115 | 180 -115-5D-C
g 32 Mgo [ 235 180-5D-C » 137
3 235 | oo -235-5D-C
25 | 35 |KGDFRL -25-5B-C
— ] 35 | 50 -35-5B-C
External 50 [ 75 -50-5B-C
EE— 15175 [115 -75-5B-C 38 145
Internal 115 | 180 -115-5B-C
T o | 180 | 235 -180-5B-C
235 | oo -235-5B-C - -
- 20 | 25 | 35 |KGDF% -25-5C-C 143 | 1150
. 35 | 50 -35-5(C )
0° | 5 125 o 17 e KGDY42525-C | 25 | 25 5|7 295
75 [ 115 -75-5(-C
2 M5 [ 180 115-5C.C 8 199
180 [ 235 -180-5C-C
235 | o -235-5(-C ] ]
75 | 115 |KGDF¥%: -75-5D-C
115 [ 180 -115-5D-C
32 g0 [ 235 1180-5D-C % 162
235 | oo -235-5D-C
25 | 35 |KGDFRL -25-5B-C
35 | 50 -35-5B-C
50 | 75 -50-5B-C
15 [ 75 [ 115 -75-5B-C 38 165
115 | 180 -115-5B-C
180 [ 235 -180-5B-C
235 | oo -235-5B-C - -
20 | 25 | 35 |KGDF% -25-5C-C 43 | 170}
35 [ 50 -35-5(C )
132 075 T KGDY43232-C | 32 | 32 2| - 36.5
75 [ 115 -75-5(C
2 M5 [ 180 115-5C.C “ 175
180 | 235 -180-5(-C
235 | oo -235-5(-C - -
75 | 115 |KGDFRL -75-5D-C
115 | 180 -115-5D-C
32 M0 [ 235 1180-5D-C % 182
235 | oo -235-5D-C
1. KGDF: Right-hand blade for left-hand toolholder, left-hand blade for right-hand toolholder. Applicable inserts @ G111

The toolholder is applicable for all blade with suitable hand.
2. (DX: Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
Above toolholders are applicable to Cut-off, too.

G116
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Face grooving

——

KGDF

Toolholder dimensions (Blade and toolholder)

E| | £ froma s,
=S| E|l3 U Dimension (mm)
=S £ = (mm) Blade Toolholder
g % Ssl = = description description
s| = =2| =| £ =
S| = 5|E| E| E ® G121 ® G42
£S5 8| =] = H|B [LH|HF| 2| LF|WF
3 2| 2| 2
=
25 | 35 |KGDFY. -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-68-C
15 [ 75 [115 -75-6B-C 38 120
115 | 180 -115-6B-C
180 | 235 -180-68-C
25 | oo -235-6B-C - -
20| 25 [ 35 |KGDFY% -25-6(-C 43 125
35 | 50 -35-6(-C )
120 oo recc KGDY2020-C [ 20| 20| |20 12| [o4s3
75 [115 -75-6(-C
2 15 [180 -115-6C-C 4 130
180 | 235 -180-6C-C Eﬁﬂ
235 [ oo -235-6(-C - -
75 | 115 |KGDFY. -75-6D-C )
115 | 180 -115-6D-C £
32 g0 [ 235 180-6D-C » 137 g
25 | oo -235-6D-C 5
25 | 35 |KGDF -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-6B-C
15 [75 115 -75-6B-C 38 145
115 | 180 -115-68-C
180 | 235 -180-6B-C
235 | oo -235-6B-C - -
20 | 25 | 35 |KGDFY -25-6CC (43 150
, 35 | 50 -35-6(-C )
|6 |25 s ecc KGDYe2525-C | 25 (25| 25| 7| |95
75 1115 -75-6(-C
2 15 [180 115-6(-C 4 153
180 | 235 -180-6C-C
25 | oo -235-6(-C - -
75 | 115 |KGDF% -75-6D-C
115 | 180 -115-6D-C
32 Mg [ 235 1180-6D-C % 162
25 | oo -235-6D-C
25 | 35 |KGDF -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-6B-C
15 [ 75 [115 -75-68-C 38 165
115 | 180 -115-6B-C
180 | 235 -180-6B-C
235 | oo -235-6B-C - -
20 | 25 | 35 |KGDFT% -25-6C-C 43 | [170]
35 | 50 -35-6(-C )
32 s oecc KaDW3232-C [ 3232 |32 -| [36s
75 1115 -75-6(-C
2 15 [180 115-6(-C 4 173
180 | 235 -180-6C-C
25 | oo -235-6(-C - -
75 | 115 |KGDF% -75-6D-C
115 | 180 -115-6D-C
32 M0 [ 235 1180-6D.C % 182
25 | oo 235-6D-C

1. KGDF: Right-hand blade for left-hand toolholder, left-hand blade for right-hand toolholder.

The toolholder is applicable for all blade with suitable hand.

Applicable inserts @ G111

2. (DX: Maximum depth to which processing can be made. (If the CDX is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
Above toolholders are applicable to Cut-off, too.
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Face grooving

KGDF-Z

()]
£
S
[@]
@]
S
(V)

External

Internal

Face

KGDF-Z (Face grooving)
% CDX
¢ 3 l £ “
o | j £ ®
@ |
%= s _
]‘— u[ LF
) ’
7=l =
777 . w -
Right-hand shown
Toolholder dimensions
Spare parts
External el
Availabi- |dia.of the S
) Dimension (mm)
lity | groove Clampbolt | Wrench roolicable nsert
- (mm) pplicable inserts
Description @ G111
RL‘ESCW§HBLHHFLFWF /
> >
3|3
KGDF.  2020K50-3B-Z ®|® |50 |65
2020K65-3B-Z ® | ® 65|85
20| 20 20 (125{20.3
2020K85-3B-Z ®|®|38|110 CDFM3020
2020K110-3B-Z ® | ® 110|145
3115 30.5 HH5X16 LW-4 GDFMS 3020...
2525M50-3B-Z ® | ® |50 |65 GDFG 3020
2525M65-3B-Z ® | ® 65|85
25|25 25 1150{25.3
2525M85-3B-Z ®|®|385(110
2525M110-3B-Z ® | ®|110|145
KGDF.  2020K50-4B-Z ® | ® 5|70
2020K70-4B-Z ® | ® 70100 20 (20 20 [125]20.3 COFM 4020,
2020K100-4B-2 ® | ®|100(150
4115 30.5 HH5X16 LW-4 GDFMS 4020...
2525M50-4B-Z ® | ®|5|70 GDFG 4020
2525M70-4B-Z ® | ® 70100 25125 251150{25.3
2525M100-4B-Z ® | ®|100(150
KGDF? ~ 2020K50-5B-Z ®® |5 |75
2020K75-5B-Z ®|®|75(115 20| 20 20 [125{20.3 DM 5020
2020K115-5B-Z ® | ® |115(180
5115 30.5 HH5X16 LW-4 GDFMS 5020...
2525M50-5B-Z ®|® |5 |75 GDFG 5020
2525M75-5B-2 ®|® |75(115 25125 251150{25.3
2525M115-5B-Z ® | ®|115/180

KGDF-Z toolholder identification system

G118

External dia. of the groove (min.) : DAXN
Hand of unit 50 50mm
Series R Right-hand

KGDF Face grooving L Left-hand 115 115 mm
Shank size Toolholder length Width Grooving depth Toolholder Type
2020 20 mm K 125mm 3 3mm B:15mm Z:Integral Type

2525 125 mm 150 mm 4 4mm
@ : Standard item
118
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Face grooving KGDF

KGDF (race grooving / 90° separate type)

cw

LF

Right-hand shown (Right-hand blade and right-hand toolholder)

Toolholder dimensions (Blade and toolholder)

= E External dia. L = E External dia. L
. El g gofthegroove Dimension . El g gofthegroove Dimension
2| S| E| S _(mm Blade Toolholder | (M) 2| S| E| S _(mm Blade Toolholder | (mm)
;;’ % S s =| = description description ;;’ % S s =| = description description
2 ;E £l E| & @ G121 @ G42 2 ;Z% £l E| & @ G121 @ G42
EIRMELE LF | WE EIRMEELE L i
3 22| 2 ] 22| 2
= =
25 | 30 |KGDFR -25-2A-C 131 25 | 35 |KGDFR _ -25-4AC [52.7]
30 | 35 -30-2A-C 35 | 50 |KGDFR  -35-4B-C
35 | 45 -35-2A-C 50 | 70 -50-4B-C
6 | 45 | 60 -45-2AC 497 15 120100 -70-4B-C o7
60 | 80 -60-2A-C 100 [ 150 -100-4B-C :
80 | 100 -80-2A-C 150 | 220 -150-4B-C
100 | 130 -100-2A-C 120 20| -220-4B-C_| KGDS%.2020-C | 125
03725 [ 30 [KaDRR 25-28-C R 15 [577] 35 | 50 |KGDFR  -35-4CC
30 | 35 -30-28-C 50 | 70 -50-4C-C
35 | 45 -35-28-C 55 [70 [100 70-4C-C 67
) -45-28-C 547 100 [ 150 -100-4¢-C :
60 | 80 -60-28-C : 150 | 220 -150-4C-C
80 | 100 -80-2B-C o | 4 20 [ oo -220-4C-C
o | 2 100 [ 130 -100-28-C 13]25 |35 ILGDFR -25-4A-C [52.7]
25 | 30 |KGDFR -25-2A-C 35 | 50 |KGDFR  -35-4B-C
30 | 35 -30-2A-C 50 | 70 -50-4B-C
35 | 45 -35-2A-C 15 120100 -70-4B-C o7
6 | 45 | 60 -45-2AC 297 100 | 150 -100-4B-C :
60 | 80 -60-2A-C 150 | 220 -150-4B-C
80 | 100 -80-2A-C 05 20| -220-4B-C_| KGDS%.2525-C| 150 |
100 | 130 -100-2A-C 35 | 50 |KGDFR  -35-4C-C
25325 [ 30 [KGDmR 25-28-C KGDSR2525-C 11505571 50 | 70 50.4(C
30 | 35 -30-28-C 55 [70 [0 70-4C-C 67
35 | 45 -35-2B-C 100 [ 150 -100-4¢-C :
15 |45 ] 60 -45-2B-C o7 150 | 220 -150-4¢-C
60 | 80 -60-2-C : 20 | 220-4C:C
80 | 100 -80-28-C : .
200 130 100.28.C Applicable inserts @ G111
25 | 30 JKGDFRL -25-3AC
1330 | 40 -30-3A-C 527
40 | 50 -40-3AC |
50 | 65 |KGDFFL -50-3B-C
15 [65 ]85 -65-3B-C 547 —
120 85 | 110 -85-38-C KaDs.2020-C | 125 [>*
110 | 145 -110-3B-C L
2 50 | 65 |KGDF% -50-3C-C 597 Toolholder: Right-hand
65 | 85 -65-3C-C 1°7]
85 | 110 -85-3C-C
ol 3 5 Mo s 110-3¢-C 617 e
25 | 30 |KGDFFL -25-3A-C Right-han
1330 | 40 -30-3AC 527 Blade: Right hand
40 | 50 -40-3AC |
50 | 65 |KGDFAL -50-3B-C
15 [65 ] 85 -65-3B-C o7
(15 85 | 110 -85-38-C KaDs.2525-C | 150 [>*
110 | 145 -110-3B-C |
50 | 65 |KGDFAL -50-3C-C
2 765 [ g5 653 597]
85 | 110 -85-3C-C
5 Mo s 11030 61.7

- KGDF 90° type is not available as unit (Toolholder + blade). Please purchase toolholder and blade separately.
- Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
-The insert clamping Screw (BH6X10TR), blade fixing Screw (SB-60120TR) and Wrench (LTW-25) which are included in the toolholder can be used.

G119
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Face grooving KGDF

Toolholder dimensions (Blade and toolholder)

= E External dia. . . = E External dia. . .
E| 2| X [ofthe groove Dimension E| | X [ofthe groove Dimension
2| & E| 2| _(mm Blade Toolholder |~ (mm) 2| & E| 2| _(mm Blade Toolholder |~ (mm)
% % S s =| = description description % % S s =| = description description
S| S| E|E|E| & @ G121 @ G42 S| S| E|E|E|E @ G121 @ G42
E|%| 2 2|z LF | WF E|%| 2 2|5 LF | WF
S 51 3|8 S 513|838
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 15 | 75 | 115 -75-6B-C 54.7
115 | 180 -115-5B-C 115 | 180 -115-6B-C
180 | 235 -180-5B-C 180 | 235 -180-6B-C
25 | oo -235-5B-C L 25 | oo -235-6B-C L
20 | 25 [ 35 |KGDF% -25-5(-C 159.7] 20| 25 | 35 |KGDF%  -25-6(-C 159.7]
35 | 50 -35-5(-C R 35 | 50 -35-6(-C R
120 5075 5050 KGDS®/.2020-C | 125 120 5075 So6cC | MGDS7.2020-Cf 125
75 [ 115 -75-5C-C 75 [ 115 -75-6C-C
% M5 [180 115-5C-C 647 % M5 (180 115-6-C 647
180 | 235 -180-5C-C 180 | 235 -180-6C-C
25| o -235-5¢-C L 235 | oo -235-6(-C L
75 | 115 |KGDF®L -75-5D-C 75 | 115 |KGDF?.  -75-6D-C
115 | 180 -115-5D-C 115 | 180 -115-6D-C
@ 32 Mo 235 18050 n7 32 Mg 235 -1806DC n7
. 85| o -235-5D-C . 25 | oo -235-6D-C
2 |0 25 | 35 [KGDF -25-5B-C 0| 6 25 | 35 [KGDF  -25:68-C
3 35 | 50 -35-5B-C 35 | 50 -35-6B-C
o 50 | 75 -50-5B-C 50 | 75 -50-6B-C
G} 15 | 75 | 115 -75-5B-C 54.7 15 | 75 | 115 -75-6B-C 54.7
115 | 180 -115-5B-C 115 | 180 -115-6B-C
180 | 235 -180-5B-C 180 | 235 -180-6B-C
External 235 | oo -235-5B-C L 235 | oo -235-6B-C L
20| 25 | 35 |KGDF% -25-5C-C 159.7] 20| 25 | 35 |KGDF%  -25-6(-C 159.7]
Internal 35 50 -35-5C-C R 3 35 50 -35-6C-C R 3
s o5 S05CL KGDS%.2525-C | 150 s AEG Ts06cc | KGDST2525-Cf 150
75 [ 115 -75-5C-C 75 | 115 -75-6(-C
face % M5 180 115-5CC 647 % M5 180 115-6.C 647
180 | 235 -180-5(-C 180 | 235 -180-6(-C
235 | oo -235-5C-C L 235 | oo -235-6C-C L
75 | 115 |KGDF% -75-5D-C 75 | 115 |KGDF%:  -75-6D-C
115 | 180 -115-5D-C 115 | 180 -115-6D-C
32 Mgo (235 -180-5D-C ni 32 Mgo [235 -180-6D-C ni
25| -235-5D-C 235 | oo -235-6D-C
- KGDF 90° type is not available as unit (Toolholder + blade). Please purchase toolholder and blade separately. Applicable inserts @ G111

- Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
-The insert clamping Screw (BH6XT0TR), blade fixing Screw (SB-60120TR) and Wrench (LTW-25) which are included in the toolholder can be used.

Face grooving blade identification system

Hand of blade Width Blade symbol
R: Right-hand 2:2mm  5:5mm C: Applicable to toolholder
L : Left-hand 3:3mm - 6:6mm with suffix "-C"
4:4mm
KG D F ﬁ $ H ﬁ ﬂ Description
External dia. of the groove (min.): Grooving depth Example of printing of blade description
Indicates the minimum external A: 6/13mm ,2 edge insert
diameter suitable for the initia face B:13/15mm | (1-edge insert can also be used.)
oo C:20mm-~25mm 1-edge insert
D:32mm 9

G120
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Face grooving

KGDF

Blade dimensions

External dia. =
Availability|of the groove| Dimension (mm) §
- (mm) = | Applicableinserts | Applicable toolholder
Shape Blade description =T= = @ G111 @ G42
E| E >
RILIZ| S| L|T|A]E
HE S
KGDFR  -25-2A-C ° 25 | 30
-30-2A-C ° 30 | 35
-35-2A-C ° 35 | 45
-45-2A-C ° 45 | 60 |4435| 6
-60-2A-C ° 60 | 80
-80-2A-C ° 80 100
-100-2A-C ° 100 | 130
KGDFR  -25-28-C ° 25 [ 30 [4735] 13| 5| 2 | GDFM2020N-0206M
-30-28-C ° 30 | 35
35-2B-C ° 35 | 45
~45-28-C ° 45 | 60
~60-28-C ° 60 | 80 %3 1
-80-28-C ° 80 [ 100
-100-2B-C ° 100 | 130
KGDFY. -25-3A-C e @ 2530
-30-3A-C ® | @30 40 [4735] 13
-40-3A-C ® @405
-50-3B-C ®|e®| 5|6
-65-3B-C o @ 65 [ 85 2935| 15 GDFM 3020...
-85-3B-C o e s [110]™ 2 |3 GDFMS 3020...
-110-3B-C ® | ® [110]145 GDFG 3020...
KGDF. -50-3C-C ole 5065 [l
~65-3C-C ® @65 |8 |°™
-85-3C-C ® @385 [110
1103¢C_ @ @ [110 145 B B
KGDFY. -25-4A-C ® | @ 25 |35 [4735] 13
-35-4B-C ® @355
-50-48-C ®|®|50]70
70-48-C ® @ 70 [100
100-48-C_ | @ [ @ [100 150 ¥ P
-150-4B-C o[ ®[15]20 GDFM 4020...
-220-48-C ®|® |20 3| 4| GDFMS4020...
KGDF%.  -35-4C-C ® | ® | 35 |50 GDFG 4020...
-50-4C-C ® @[5 [70
70-4C-C ® e[ 70 100
1004¢C [ @ [ @ [100 [150 | ¥
-150-4C-C ® | @15 20 KGDs...-C
-220-4C-C ® | ® |20 o KGDSH.....C
KGDF. -25-5B-C e|e®| 25 [3
-35-5B-C ® @355
-50-5B-C ®|e® 5|75
~75-58-C ® | @ 75 115 [4935] 15
-115-58-C ® | ®|115]180
-180-5B-C ® | ® 180235
-235-5B-C o @235
-25-5C-C ® [ @[ 25 [ 35 [5435] 20
3050 eLe 35 4| s ggmssgtz)(z)o
-50-5C-C ® @[5 |75 orceon.
75-5C-C o e 75 [115
155¢C | @ [ @ [115 [180 [P B
-180-5(-C ® | ® 180|235
235-5(-C ® @235
-75-5D-C ®|e® /|75 [115
115-5D-C ® | ®|115]180
-18050-C__ | @ [ @ [180 | 235 || 3
-235-5D-C ® @235 «
KGDF. -25-6B-C ® @2 |35
-35-6B-C o @355
-50-6B-C e|e®|5 |75
75-6B-C ® | @ 75 |115[4935] 15
~115-6B-C ® | ®|115]180
-180-6B-C ® | ® 180235
235-6B-C ® @235
-25-6C-C @ | ® | 25 | 35 [5435] 20 GDFM 6020...
35-6(-C ® @355
-50-6(-C o e® 5075 5|6 ggigzgfgo
75-6C-C @@/ 75 [115
115-6:C | @ [ @ [115 [ 180 [P B
-180-6(-C o ®[180 235
-235-6(-C ® @235 «
-75-6D-C o e[ 75 [115
-115-6D-C ® [ @[ 115180
180.6DC | @ [ @ [ 180 235 [%033] 32
235-6D-C ® @235

@ : Standard item
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Face grooving KGDF

Recommended cutting conditions

Recommended insert grades (Vc: m/min) ©
Workpiece material Cermet MEGACOAT £
L
(==
TN620 TN9O PR1225 PR1215
A JAS * AS
Carbon steel
60~200 80~200 60~160 80~160
Y AY * AY
Alloy steel -
60~160 70~160 60~150 60~150 <
=)
Stainless steel o laf S
50~120 50~120
: *
Castiron - - -
80~160
3 : 1st recommendation 3:2nd recommendation
Grooving Shoulder grooving (side grooving) Turning
N
g | o
S
«~f 5 | C
.g_ |9
= 7 S
=
° _ Ty
M In the graph below indicates the most M In the graph below indicates the most de
recommended value of feed (f) recommended value of feed (f)
[@)]
£
S - -
o) E 6 E 6 [------ 1 [ | | * 2mm width : Not available for turning
@] = = 3.0—
g = = s spd N oo _
o €| ¢ - I i £ s
£ £ £ £ 20
53| £ T B g
External g g 2 g o] 1.0
S 3 -]
= w w
| | | | | | | 1 1 | |
Internal 0.05 0.10 0.15 0.20 0.25 0.05 0.10 0.15 0.20 0.25 0.30 005 0.10 0.15 0.20 0.25 0.30
f (mm/rev) f (mm/rev) f (mm/rev)
Face
g
3
3 =
= [y - [
2 £ 6 1 | | E 6 { || 3.0
& = 5 { || F- e { | | T
5| G g £
T A e S— R Wb £ 20
Y s 2 3 g
£ % H CW=5mm
2| w 1 1 1 | | = 1 1 l | | l | | |
é 0.05 0.10 0.15 0.20 0.25 0.30 0.05 0.10 0.15 020 0.25 0.30 0.05 0.10 0.15 0.20 0.25 0.30
S f (mm/rev) f(mm/rev) f (mm/rev)
I e i ———— E ol
s £° £ * - i 30~
AT e s s m . _
=2 9] v £
2| § s R e . — E 200 Tousmn
= S = o CW=4mm
B £ - A S - : ——
= ) [ 1.0— _\
g < 2 CW=3mm
g| w l l l I u 1 1 1 L L l 1
0.05 0.0 0.15 020 0.25 0.05 0.10 0.15 0.20 0.25 0.30 005 0.0 0.5 020 025 0.30
f (mm/rev) f (mm/rev) f (mm/rev)
B -
6 freorer ] I S I ———
£ £ 3.0
R — i SO S e E——— - —
[v]
2| £ 4w g 4 ] £ 20
ShE H] = o
g 3 3f—CmD Y s S
= 2 [ 1.0~
-] -
" & o1 1 1
| | | | | | | | | | I I |
0.05 0.10 0.15 0.20 0.25 0.30 0.05 0.10 0.15 0.20 0.25 0.30 0.10 0.20 0.30 0.40 0.50
f (mm/rev) f (mm/rev) f (mm/rev)

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

Workpiece material: S50C

1.The above values are based on the condition that the CDX of toolholder is 15 mm or less.

G122
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Face grooving KGDF

Guide for face grooving

1. Toolholder selection

Check the range of applicable "external diameter of the groove" as well as the groove width
and depth.

2. Cutting conditions (Feed rate: f)
When machining on steel, set the feed rate (f) so that chips are created 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.
Chip control will be better in this way.

Plunge milling (Grooving + side grooving) Turning

Grooving %

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

3. Perform turning (Ref. to Fig. 1)

When widening the face groove width (Ref. to Fig. 2).
Apply the “step turning”.
Then perform finishing.

Fig. 2

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)

G123
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Face grooving GUF-AR

GVF-AA

Stiesssteel _______[®[o[ [ M|
Dimension (mm) Tolerance (mm)| Carbide
% PVD | - Applicable
et pepon E W [ X | S RE [ INSL | W1 o glg):dsg
= min. | max. |3iR|e
=E|E
GVFR 100-005AA 1 o0 0
GFVSL....-08AA
;gg-gggﬁﬁ ; : : : GFVIL..-08AA
VAL 100-005AA 2 1 22 | 45 1005 12 | 43 |-0.02(+0.02 ®olo
200-005AA 2 o olel bW
300-005AA 3 CH )
(DX shows available grooving depth.
GVF?/L...005AA inserts are not compatible with GVF¥/L...— A (See Page G126) inserts because their Side Relief Angle is 10°.

External dia. of the groove of GFVS-AA (apply to GFVT-AA)

)]
£ :
> External dia.
8 of the groove
G - (mm) o
Description Applicable inserts
v oeoee o ®ltisavailable to infinity o in case of machining the first groove
External oaxn | oAk ettt : bigger than DAXN.
(min) |(max)| .o . . .
Internal o° Lo’ “ “®When machining towards the outer diameter then there is no MAX.
e . 2020K-08AA b I limit to the further groove machining.
Face ST ceece”’ 8 407 GVF%e.-AA
2525M-08KA (0).] (o
& \When machining the inital groove on the face at DAXN 08 TTTTTe e et e\When widening the groove width to inner diameter,
If the initial groove is made smaller than this, the toolholder interferes For machining up to the center of
with the workpiece. the workpiece regardless of insert width.

08 (DAN)

06(Boss Dia.)
08 (DAXN)
08 (DAXN)
08 (DAXN)

2(Boss Dia.)

1(Width)
3(Width)

Installing GVFL100-005AA Installing GVFL300-005AA

Installing GVFL100-005AA Installing GVFL300-005AA

Recommended cutting conditions GFVS-AA / GFVT-AA

Recommended insert grades (Vc: m/min)
Grooving Turning*
Workpiece material MEGACOAT PVD coated carbide Carbide Remarks
PR1225 PR930 KW10 f (mm/rev) ap (mm) f (mm/rev)
* 1AY - ~
Carbon steel / Alloy steel 50-100 502100 0.01~0.05 Max. 0.5 0.01~0.05
q * RAY - -
Stainless steel 5080 5080 0.01~0.03 Max. 0.3 0.01~0.02 Coolant
Non-ferrous metals ~§0 0.01~0.08 Max. 0.5 0.01~0.08
*ap has to be set for less than corner-R(RE) when turning of edge width 1.0 mm (GVF.100-005AA). * :1st recommendation i%:an recommendation

@ : Standard item

G124
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Face grooving GUF-AR

GFVS-AA (face grooving)
@x
w C &
: I LF H &
V. o P %
| . . i Y T—E
‘ GFVSR-AA GFVSL-AA

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

Toolholder dimensions

Spare parts
.. | External dia.
Availabi- ’ .
) of the groove Dimension (mm)
lity i Clampset | Wrench o
L i Applicable inserts
Description @ G124
@
R{ o | PAXN DAXK byt g | i | e | L |wr '\/
(min.) | (max.) g o
£
GFVS%.  2020K-08AA ® 0| 3 ) 20 | 20 20 [125] 25 8
22 18 (PS-5v FT-15 GVF4s...-...AA o
2525M-08AA @@ (0 [ (o) 25|25 25 150 32 G

(DX shows available grooving depth.

The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity o).

The value () of External dia. of the groove (DAXN) 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 DAXN ~ DAXX.

GFVT-AA (Face grooving)

LF

T
F.
B )
b
S WF
% A |.CDX
£
I
B

GFVTR-AA GFVTL-AA

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

Toolholder dimensions

Spare parts
.. | External dia.
Availabi- ’ .
) of the groove Dimension (mm)
lity i Clampset | Wrench o
" T Applicable inserts
Description @ G124
R L | DM DMKty g e [ F [ wr '\-/
(min.) | (max.) g
GFVT®.  2020K-08AA [ BN J ) 20 | 20 20 (125] 25
' 8 22 14 PS5V | 115 QVF.....AR
2525M-08AA @@ (0 [ (o) 25|25 25 1501 32

(DX shows available grooving depth.

The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity o).

The value () of External dia. of the groove (DAXN) 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 DAXN ~ DAXX.

@ : Standard item

G125
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Face grooving GVF

GVF
Staiessstel o] [ | [ | M |
) ) | Cer- | o
Dimension (mm) Tolerance (mm)| Carbide mt I
4] Applicable
o - - -
Insert Description 3 v toolholder
sl ow |ax| s | re [mstfw | W] ®G127~
= min. | max. |Rig(e|zis| 2 G129
SRR
GVFR 200-020A 2 00000
230-020A 23 o |00
250-020A 25 o000 0 GFVR....-201A
270-020A 27 ) o GIFVR....-201A
290-020A 29 o000
340-020A 34 o000
oL 2000208 2 b 23 | 45 ] 02 12 43 |-0.03 [+0.03 o olelee
230-020A 23 o (0
@ 250-020A 25 L) GFVL..-201A
270-020A 2.7 o |0 GIFVL...-201A
[@)) 290-020A 29 o |00
§ 340-020A 34 0
8 GVFR 250-020B 25 | 48 o o000 EML]?B *1
G 300-0208 3 | 48 oeoeoeo0 VL 1B
350-0208 35 | 48 000 GIFVR...-..1B
400-020B 4 53 00000 GFVR..-.2B *2
External . 430-020B 43 | 53 e 000 GFVSL...-.28
— RS 460-0208 46 | 53 o (o0 GFVIL...-.2B
Internal w 490-0208 49183 L ol g | se oss leonl® ®l@l®® GIFVR...-.28
S i ﬁ GVFL  250-0208 25 | 48 : Sl et Red YY) GAIL..~1b *3
Face EeES 300-0208 3 438 o000 0 CFVTR - 18
350-020B 35 | 48 00000 GIFVL...-.1B
400-020B 4 |53 000 GFVL..-.28 *4
430-020B 43 | 53 00000 GFVSR....-.2B
460-0208 46 | 53 o |ofe GFVTR...-.28
490-0208 49 | 53 Q000 GIFV...-.28
GVFR 350-040C 35 | 68 o000 0 ((REL]l(C *5
400-040C 4 | 68 o o000 VL ¢
450-040C 45 | 6.8 00000 GIFVR....-.1C
500-040C 5 83 (RO ) GFVR....-.2C
550-040C 55 | 83 SORD A
600-040C 6 | 83 eoo0l0 GIFVR....-..2C
GUFL  350-040C 235 [es | | M| T |7 |0BH08g glele @ GFYL...1C
400-040C 4 | 68 000 RATAL
450-040C 45 | 6.8 (OO N ) GIFVL...-.1C
500-040C 5 183 o000 0 GFVL....-.2C
550-040C 55| 83 oo o TR
600-040C 6 83 L0 GIFVL...-.2C
GVFR 250-0208 25 | 48 |e *1
300-020B 3 48 P e
400-0208 4 |53 L |mT0 *2
GVFL 2500208 "as [as| ° | 02| 20|58 |003|+003 ° %
300-020B 3 48 [ ]
400-020B 4 53 MTO *4
GVFR 350-040C 1] 35 | 68 7 0.4 27 7 [-0.03]+0.03 MTO *5
GVFR  200-100AR 2 1 N0
250-125AR 25 125 eele vt
300-150AR 3 1.5 o 00
.-_&‘ oL 200-100AR 2 ) 23 | 45 1 12 43 |-0.03|+0.03 ool
ol o 250-125AR 25 125 o |o i
S | 300-150AR 3 15 L)
il | GVER 300-150BR 3 48 1.5 o000 *1
u 400-200BR 4 53 2 LU0 *2
VL 300-1508R 23 Tag | 0 s | 20|38 | 0BT 00 g ole *3
400-200BR 4 53 2 o e0 *4
Right-hand shown Recommended cutting conditions @ G146
CDX shows available grooving depth.
@ : Standard item  MT0 : Made to order
sold in 1 piece boxes
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Face grooving

GVF

GFV (face grooving)

LH

GFVR

GFVR..-201A

GFVL..-201A

GFVL

Toolholder dimensions

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

Spare parts
.. | External dia.
Availabi- L
. of the groove Dimension (mm)
lity (lampset | Clampset Wrench Wrench
Description (mm) Applicable inserts
P @ G126
~E [~
R L | DA DMK oty g e | e e | =T | =1
(min.) | (max.) g g
GFV# 2020K-201A [ BN J oo 2012020 | 21 |125] 25 GVF%.200 ~ 340-...A
’ 20 22 (PS-5V - - FI-15 -
2525M-201A o|@ | (12) | (= 25125(23|26|150( 32 GVF¥.200 ~ 300-...AR
GFVF.  2020K-351B [ BN J 46 20120 | 28 | 21 |125] 25 GVF?.250 ~ 350-..B
2525M-351B ® O 35 50 1252513026150 32 GVF%.300-150BR
2020K-3528 ®|® | (25 | () 51 20 (20|28 | 21 [125] 25 GVF%.400 ~ 490-...
2525M-3528 o0 “ 125125301 26(150| 32 GVF¥.400-200BR
2020K-501B (B 46 20120 |28 | 21 [125] 25 GVF?.250 ~ 350-..B
2525M-501B ® @ 5 70 1252513026150 32 GVF%.300-150BR
- (PS-6V LW-3 -
2020K-5028 ®|® | (25 | (= 51 20 (20|28 | 21 |125] 25 GVF%.400 ~ 490-...
2525M-502B [ BN J " 125253026150 32 GVF?/.400-200BR
2020K-701B (B 46 20120 |28 | 21 [125] 25 GVF?.250 ~ 350-..B
2525M-701B ®|®| 70 | 100 | |25]25]30]26150|32 GVF%.300-150BR
2020K-7028 ®|®| (25 | (o) 51 20 (20|28 | 21 [125] 25 GVF%.400 ~ 490-...
2525M-702B [ BN J " 125253026150 32 GVF?/.400-200BR
GFVFL  2525M-501C e 0 5 70 |66 GVF?.350 ~ 450-...C
2525M-502C ®|® | (25 | () [81 GVF*.500 ~ 600-...C
2525M-701C ®|®| 70 | 100 ﬂ GVF%:350 ~ 450-...C
2525M-702C @@ | (25 | () [81 i ~ 600-...
2512503526 (150| 32 - (PS-8V LW-4 - GVFY.500 ~ 600-..C
2525M-1001C ®|® | 100 | 150 [6:6] GVF?.350 ~ 450-...C
2525M-1002C ®|® | (25 | () [81 GVF*.500 ~ 600-...C
2525M-1501C ® | ®| 15 | 250 |66 GVF%.350 ~ 450-...C
2525M-1502C ®|® | (25 | (o) |81 GVF%.500 ~ 600-...C

(DX shows available grooving depth.

The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity co).
The value () of External dia. of the groove (DAXN) 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 DAXN ~ DAXX.
Standard toolholders are designed with the edge position 1.0 mm above the center. When using non-standard toolholders, set the edge position 1.0 mm above the center.

Selection of Toolholder & Insert

Toolholder Right-hand Toolholder Left-hand
Insert Right-hand Insert Left-hand
[ rate||
me
Ho ©

s

@ : Standard item
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Face grooving GVF

External dia. of the groove of GFV
(1) e.g.) GFVHL..-201A

Bxtemal dia.of)the ® |t is available to infinity e in case of machining
A groove (mm ) . .
Anplicabl the first groove bigger than DAXN.
Description DAXN DAYK pplicable inserts
. - i B — ®\When machining towards the outer diameter then there is
GFV 2000201 20 had GYFA200~ 340-..A no MAX. limit to the further groove machining.
2525M-201A (12) (=) GVF%.200 ~ 300-...AR
®When machining the initial groove on the face’at'DAXN @20 ®\When widening the groove width to inner diameter.
If the initial groove is made smaller than this, the toolholder interferes with the Face groove diameter DAXN (12) is the limit; the toolholder interferes with the workpiece in case of
workpiece.Boss Dia. depends on insert width. smaller than @12.The toolholder interferes with the workpiece when closer to the center.
= = = g é | g é 7
£ 2 | £ i 7 1 B Z gl £ ‘
B z N Zi ‘ Z :
. sl d -2 | RS (ORI
S| 35 7@
“\'ﬂﬂ <o <l o é
Installing GVFR200-020A Installing GVFR340-020A Installing GVFR200-020A Installing GVFR340-020A

(2) e.g.) GFV*....-351B/352B (same as GFV¥i..- OOOB or GFV...-OOO Q)

()]
£
S
[@]
@]
S
(V)

External dia.of the
External Description D Ag)::love (mI;T\)XX Applicable inserts
i || e eltis possiblg tg widen. tl.1.e groove to i.nﬁ!'\ity oo
Internal " - " e when machining the initial groove within DAXN ~
A AR GVFYL250 ~ 350-..B DAXX and then widening to outer diameter.
T 2525M-351B 35 50 GVF%:300-150BR
face 20203528 (25) | < (eo) GVF¥.400 ~ 490-..B
2525M-3528 GVF%.400-200BR

eWhen machining the initial groove on the.face at DAXN @35

If the initial grdove is made smaller than this, the toolhdlder I the initial . del han this. th Ihold
interferes with the workpiece.Boss Dia. depends on insert width. ! the initia groove is ma .e arger t a_nt is, the tool f older .
interferes with the workpiece.Boss Dia. depends on insert width.

®\When machining the initial groove on the face at DAXX @50.

MNONENN

Z 5 z ! g - % -
; - ‘ g . .
< ol .8 B3 ~| s =z 8 a 2
3| gls 8| 38 | gl glo- = 5
H 3 2 98 ; g |8 3 g
o Iy o
s =) ? a ‘ S =) =)
|

-

: | 7 : 7
Installing GVFR250-020B Installing GVFR490-020B

Installing GVFR250-020B Installing GVFR490-020B

When widening the groove width to inner diameter.
@ When widening the groove width to inner diameter.

225 Boss Dia. is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at DAXN (235) or DAXX (@50).
The toolholder interferes with the workpiece when closer to the center.

7 % 7 7 %%/
2 | ) . % -
= = s _ | S)g‘ = g Ed
2| |
i
Installing GVFR250-020B Installing GVFR490-0208 Installing GVFR250-0208 Installing GVFR490-020B
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Face grooving GVF

GFVS (Face grooving)

(DX
]

ml ) E @

| — ==

A " LH & o
e \ \ ; ;
im - s N, B A
% | | &
‘ — /o% T T (NS
— GFVSR GFVSL

Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
This toolholder can machine various face grooving diameters by replacing the blade.

Toolholder dimensions

Spare parts
.. | External dia.
Availabi- R
. of the groove Dimension (mm)
lity (mm) Blade Bolt Campset | Wrench o
Description i Applicable inserts
p ® G126
0 @
DAXN | DAXX — |6
R|L (min) | (max) (DX | H | B |LH|[HF|LF|WF § =
GFVS.  2020K-351B (JKJ 20|20 | 30 | 21 |125] 25 . GVF/R250 ~ 350-..8
2525M-351B ® O | 35 50 51149) 2525|3226 |150| 32 SFI1-3518 GVF4:300-150BR
2020K-3528 ®|®| (25 | (o) 20|20 | 30 | 21 |125] 25 GVFY:400 ~ 490-...B
(5.1 SF%.-352B
2525M-352B (JKJ 516 2525|3226 |150| 32 135 GVF4/:400-200BR
- [ K J Y ~350-...
2020K-501B 5.1(46) 20|20 | 30 | 21 |125] 25 SFL-5018 GVFY:250 ~ 350-...8
2525M-501B ®|(®| 5 | 70 2525 (3226|150( 32 HHAXT2 CPS-6V =3 GVF:300-150BR
2020K-5028 ®|® | (25 | () 5165.1) 20|20 |30 | 21 |125( 25 SFYL-5028 GVFY:400 ~ 490-..8
2525M-502B [ K J 2525321 26 150 32 ' GVF/z400-200BR
2020K-701B (B 20|20 | 30 | 21 |125] 25 GVFY:250 ~ 350-...8
Ao
2525M-701B ® | ®| 70 | 100 S1146) 251253226 |150| 32 SFoL-701B GVF4:300-150BR
2020K-702B ®|®| (25 | (o) 20|20 | 30 | 21 |125] 25 GVFY/z400 ~ 490-..8
(5.1 F*.7028
2525M-702B (JKJ 5160 2525|3226 |150| 32 SFL70 GVF4/:400-200BR
GFVSAL  2525M-501C ®|(®| 5 | 70 [8.1(*5.1) SF.-501C GVFY:350 ~ 450-...C
2525M-502C ® | ® | (25 | (o) [81(8.1) SF.-502C GVFY:500 ~ 600-...C
2525M-701C ®|®| 70 | 100 [8.1(*5.1) SF.-701C GVFY:350 ~ 450-...C
2525M-702C @@ | (25 | (o) [8.1(8.1) SF-702C GVFY&500 ~ 600-...C
2512503226 (150| 32 HH4X12 CPS-8V LW-4
2525M-1001C ® | ®| 100 [ 150 [8.1(*5.1) SFRA-1001C GVFY:350 ~ 450-...C
2525M-1002C ®|®| (25 | (o) [8.1(8.1) SF%.-1002C GVF:500 ~ 600-...C
2525M-1501C ® | ® | 150 | 250 [8.1(*5.1) SFF/L-1501C GVF:350 ~ 450-...C
2525M-1502C ®|® | (25 | (o) [8.1(8.1) SF/-1502C GVF4&500 ~ 600-...C

(DX shows available grooving depth.

The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity eo).

The value () of External dia. of the groove (DAXN) 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 DAXN ~ DAXX.

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

(DX shows the distance from the toolholder to the cutting edge. The grooving depth is the mentioned in ().

GFVS is composed of a base-holder and a blade. If the blade should be damaged, replace it with a new blade as listed in the table on G131.

(e.g.) GFVSR2020K-HB + SFR-351B = GFVSR2020K-351B

*GVF/z400~450-040C: (DX is 6.6

@ : Standard item

G129
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Face grooving GVF

GFVT (Face grooving)

DX

HE ] LH LF

&
-

GFVTR GFVTL

Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
This toolholder can machine various face grooving diameters by replacing the blade.

Toolholder dimensions

Spare parts
.. | External dia.
Availabi- . .
. of the groove Dimension (mm)
lity (mm) Blade Bolt Clampset | Wrench o
Descrintion Applicable inserts
P @ G126
g Y
- — / A
[ Y Y ”
3 R{ L OO OMKE | B [ | ke | 1 |we|eTe “ =
1) (min.) | (max.) g«
o GFVT.  2020K-3518 oo 20|20 22|21 (125 30 GVF4r250 ~ 350-..B
5.1 (4.6) SFY.-351B
2525M-351B e @ 35 | 5 25|25 | 25| 26 [150{ 35 GVF/4300-150BR
External
2020K-3528 o0 (25| () 20 20| 22|21[125) 30 Y400 ~ 490-...
| e 5161 3528 GVFY#400 ~ 490-..B
nternal 2525M-3528 oo 25| 25|25 | 26 [150( 35 GVF-/-400-2008R
2020K-501B oo 20|20 22|21 [125) 30 4250 ~ 350-...
5.1(4.6) SFY.-5018 OVF250 ~ 350-..B
. 2525M-501B oo 50 | 70 25|25 | 25| 26 [150{ 35 GVF/4300-1508R
2020K-5028 o|o| 25| (v 2020 ] 22| 21 [125] 30 HHAKIZ | (PS6V | LW GVF/4400 ~ 490-...B
51(5.1) SF7.-5028 !
2525M-5028 oo 25|25 25 | 26 [150( 35 GVF-/-400-2008R
2020K-7018 oo 20|20 22|21 [125) 30 Y4250 ~ 350-...
5.1(4.6) SFY.-7018 OVF250 ~ 350-..B
2525M-701B oo 70 | 100 25|25 25 | 26 [150( 35 GVF/4300-1508R
2020K-7028 o0 (25| (=) 20|20 [ 22|21 [125] 30 Y400 ~ 490-...
5.1(.1) SF¥.-7028 GVF/00 ~ 490-.B
2525M-7028 oo 25|25 25 | 26 [150( 35 GVFY/-400-2008R
GFVT¥.  2525M-501C e (@ 50 | 70 [81(5.0) SF.-501C GVFY4350 ~ 450-...C
2525M-502C o (0| (29 | (=) 81(81) SF¥.-502C GVF4500 ~ 600-...C
2525M-701C ®|®| 70 | 100 [81(:5.1) SFY.-701C GVFY4350 ~ 450-...C
2525M-702C o @ (29 | (=) [81(8.1 SF.-702C 44500 ~ 600-...
B 25 125 27 | 26 | 150] 38 e HH4X12 | CPS-8V LW-4 GVF/500 ~ 600-..C
2525M-1001C ®|®| 100 | 150 [8.1(*5.1) SFL-1001C GVFY4350 ~ 450-...C
2525M-1002C o (0| (29 | (=) [81(81) SFAL-1002C GVFY4500 ~ 600-...C
2525M-1501C ®|® | 15 | 250 [8.1(*5.1) SFY.-1501C GVFY4350 ~ 450-...C
2525M-1502C o |@| (29 | (=) [81(81) SFAL-1502C GVFY4500 ~ 600-...C

(DX shows available grooving depth.

The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity o).

The value () of External dia. of the groove (DAXN) 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 DAXN ~
DAXX.

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

(DX shows the distance from the toolholder to the cutting edge. The grooving depth is the mentioned in ().

GFVTis composed of a base-holder and a blade. If the blade should be damaged, replace it with a new blade as listed in the table on G131.

(e.9.) GFVTR2020K-HB + SFR-351B = GFVTR2020K-3518B

*GVF/z400~450-040C: (DX is 6.6

@ : Standard item

G130
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Face grooving

——

GVF

Selection of Toolholder & Insert

'._
[

GFVS GFVT
Toolholder Right-hand Toolholder Left-hand Toolholder Right-hand Toolholder Left-hand
Insert Left-hand Insert Right-hand Insert Left-hand Insert Right-hand
0 2 P
=4 1 -‘n'-l

Combination of Base-Holder & Blade

Toolholder Description Stock - Toolholder Description . . How to refer to the face
(Stamped below) RIL Blade Description (Unit Description) EEU SN ERIERE grooving toolholder and blade
SFY. -351B GFVSR/L2020K  -351B otholder descrintion mar s ) ., e
358 | GVTY.2000K 3528 S @ Though GRSTEEIAC 1
7/ 2020K-HB o0 5018 5018 &= o oronig
GFVSTL - - Q'Q toolholder, the size of cutting dia.
GFVTR/L2020K-HB [ 2N ] -502B -502B = is unknown.
-701B -701B | How could it be found out?
-702B -702B nse A : Take off the blade. Description of
SFR/L -351B GFVSR/LZSZSM -351B ? the blade is listed on the back of
358 | GFVT?L2525M  -352B Tooholder ’ % the blade.
GFVSF/L2525M-HB [ BN J -501B -501B ade ~ Using the description, check the
GFVTR/.2525M-HB 3K ) -502B -502B \ 2~ description of the toolholder in
7018 7018 / beataiy. d
_ _ © N “SFR-1001C"is integrated to
= 1028 = 1028 B — -y “GFVSR2525M-HC'
SFRL - -501C GFVSR/L2525M  -501C thedesciptonof the
R,
% GRYT /LZSZSM % toolholder is “GVFSR2525M-
GRVSL2525M-HC oo 70xC 702C e
GFVTR/L2525M-HC o0 -1001C -1001C
-1002C -1002C Ladli
-1501C -1501C Blade (Back side) Blade (Face side)
W W (With Blade Description)

Grooving %

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

- Installation of GFVT is also pursuing example of installation of GFVS.

@ : Standard item
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Face grooving GVF

Blade Dimensions

External dia.
- Stock | Dimension (mm ofthe groove (mm) . :
Shape Description i DAXN | DAXX Applicable Inserts Applicable Toolholders
RIL| L H{T|W|(min)|(max)
GVF£250~350-020B
R o
: —— SF. 358 |e| e ; 20 i | s | GIFR-IS0BR
358 ol e 34 GVF£400~490-020B
. ) GVF#£400-200BR CRVSTALOOOC]
14250~350- tOO0O
@, S 0 el e 20 GVFA250~350-0208 S
GVF#£300-150BR -OOCOB
—| q 0515147 20 0 GVF£400~490-020B
5028 oo 34 ! Toolholder Stamp
Y L — GVFY400-2008R GRV(SMHOOOCL -8
| w SFY. 7018 ole 20 GVFLA1250~350-OZOB
N 17 70 100 GVF£300-150BR
\ 39 7028 ole 34 GVF£400~490-020B
L.g i E : GVF£400-200BR
|| - SFRL - -501C (K ) 15 28 50 70 GVF#%350~450-040C
1 t’ -502C LK) 43 GVF%500~600-040C .
Stamped side o SF. 01C_ |e e 238 GVFA350~450-040C GRSMAOOOCT]
Top shape of 20 = 70 100 0 ~ NN
501C, 701G, -702C el . 75 43 GVF£500~600-040C -0O0C(C
! 1001C. 1501C SFFL -1001C [ 2K ] 23 T8 100 150 GVF%350~450-040C Toolholder Stamp
® ight fand shown _ 100 |e|® 43 GVF4500~600-040C GRV(STFLOOOCTHC
- Right-hand Blade for Right-hand Toolholder, SFRL  -1501C PP 28 GVF4350~450-040C
Left-hand Blade for Left-hand Toolholder. -1502C eole 3 43 150 | 250 GVFA500~600-040C
@ External dia. of the groove of GFVS / GFVT
e.g.) GFVS%....-351B/352B
2 (same as GFVS%...-OOCB, ..-O00C @ G129
3 GFVT...-OOOB, ...-000OC@G130)
o
(U] External dia.of the
Description D Agxr;ove (mr[;XXX Applicable inserts
External : |t is possible to widen the groove to infinity o when
(min.) (max.) machining the initial groove within DAXN ~ DAXX and
Intemal GFVSFL  2020K-351B GVF4/z250 ~ 350-...B then widening to outer diameter.
2525M-351 35 50 GVF-/&300-150BR
e 2020K-3528 (25) () GVF'7:400 ~ 490-...8
2525M-3528 GVF-/z400-200BR
®\When machining the initial groove on the face at DAXN @35 ®When machining the initial groove on the face at DAXX 50
If the initfal groove is made smaller than this, the toolholder interferes If the initial groove is made larger than this, the toolholder interferes with
with the workpiece.Boss Dia. depends on insert width. the workpiece.Boss Dia. depends on insert width.

235 (DAXN)
35 (DAXN)
(Boss Dia.)

@50 (DAXX)
(Boss Dia.)
50 (DAXX)

(Boss Dia.)

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

Installing GVFL250-020B Installing GVFL490-020B Installing GVFL250-020B Installing GVFL490-020B

®\When widening the groove width to inner diameter

©25 Boss Dia. is the limitation regardless of insert width, even widening the groove width to the center from the initial groove at DAXN (235) or DAXX (250).
The toolholder interferes with the workpiece when closer to the center.

35 (DAXN)

235 (DAXN)
250 (DAXX)
Min. boss Dia.)
50 (DAXX)
(Min. boss Dia.)

(Min. boss Dia.)
(Min. boss Dia.)

125

(Widening the groove
width to center)

12.5

(Widening the groove
width to center)

(Widening the groove

width to center)
(Widening the groove

width to center)

Installing GVFL250-020B Installing GVFL490-020B Installing GVFL250-0208 Installing GVFL490-020B

@ : Standard item R:Right-hand only L:Left-hand only []:Check availability

G132
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Face grooving

GVF

GIFV (Face grooving)

Benalda.ofthegroor

DCON

GIFVR3532B-201A

Extenal . of the groove

iﬁ GIFVL..

GIFVL3532B-201A

Toolholder dimensions

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

Spare parts
Availabi- External dia.
. of the groove Dimension (mm)
lity Clampset | Clampset Wrench Wrench . .
- (mm) Applicable inserts
P @ G126
o
R | L (DA DMK Z ) Bl iy | fwe| S S
(min.) [(max.)| & | & g g
GIFV%.  3532B-201A ( AN ] (?g) (:) 3513212230 23(250{ 16| (CPS-5V - FT-15 GVF%L...-...A(R)
GIFV%.  3532B-351B ®|® | 35 50 3 146 GVF%.250 ~ 350-...B(R)
x @@ | (25 | (o . 7/.400 ~ 490-...
3532B-352B (25) | (o) 1 15.1] 30130 1250( 16 sV W-3 ) GVF.400 ~ 490-...B(R)
50328-5018 oo 5o | 70 || [46] GVF7.250 ~ 350-..B(R)
5032B-502B ([ ] (25) | (o) 5.1 GVF?.400 ~ 490-...B(R)
"} 2B-501 [ BN ) . i ~ 450-
GIFV%.  5032B-501C 50 70 50| 32 16.6 | 30 | 35 1250 16 PS-ay W-t ) GVF?/.350 ~ 450-040C
5032B-502C @@ | (25 | () 8.1 GVF?.500 ~ 600-040C
(DX shows available grooving depth.
Standard toolholders are designed with the edge position 1.0 mm above the center.
External dia. of the groove depends on the application.
Infprnal 2.0 | External dia. of the groove
Applications Description ) DAXN | DAXX Remarks
(min.) ]| vl (max.)
GIFVF/L 3532B-201A oo
z GIFVF/L 3532B-351B 35 50
J 3532B-3528
2 5032B-501B oo -
5 = | / i 5032B-502B % -
£ % -— GIFVR  5032B-501C
B 5032B-502C
GIFVF/ 3532B-201A 12 o If @D1 > 58-2CW, the Face Grooving Dia. can be expanded
2 7 GIFVF/L 3532B-351B 35 50 to Internal dia. of the groove (min.) toward the Center.
g 3532B-3528 (W = Edge Width
£ ® 50328-501B % o
: 7 5032B-502B If @D1 > 75-2CW, the Face Grooving Dia. can be expanded
E // GIFVRL 5032B-501C 30 70 to Internal dia. of the groove (min.) toward the Center.
e 5032B-502C (W = Edge Width
_ GIFVF/L 3532B-201A 12 oo
% J GIFVALL 3532B-351B 35 50
g /ﬁﬂ: ; 3532B-352B
£ i 5032B-501B oo -
s ©
g ; 50328-5028 S
H % s GIFVYL  5032B-501C
5032B-502C

The value () of External dia. of the groove (max.) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX (It is possible to widen the groove to infinity eo).
The value () of Internal dia. of the groove (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 DAXN ~

DAXX.

@ : Standard item
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Face grooving KFMS
Sanlesstel
k7]
Dimension (mm) Tolerance (mm)|  Carbide g
o
g S| [-|-| Applicable
Insert Description < a | aw toolholder
S| W S RE | INSL X n ® G135,G136
min. | max. [8|8iLiR(2|]
g|l222z=
Slaiaia|x=|=
FMM 30-03 1 3 35103 | 12 |-005(+0.050 0@ 0 0@ KFMSF...-3
E FMM 40-04 11 4 35| 04 | 12 |-005[+0.05|0|@0 @ 0@ KFMS™L...-4
INSL XA
@ mm FMM 50-04 11 5 351 04 | 12 |-005(+0050 0@ 0 0@
Chip control oriented / H
P ; KFMSL..-5
@ FMM 60-04 11 6 35 [ 04 | 12 [-005(|+005|@(@: @@ @
o)) FMN 3 1 3 35 (025 12 [-0.05(+0.05|®@ L) KFMS...-3
C
= & & 2
8 E FMN 4 11 4 35 (025 12 [-0.05(+0.05|® o 00 KFMS™L...-4
S INSL o) ©
© [ 10
FMN 5 11 5 35 (025 12 [-0.05(+0.05|®@ L)
Sharp cutting oriented R
External /M lass KFMSF...-5
FMN 6 11 6 351025 12 |-0.05|+0.05@ o0
Internal - - - -
FMN inserts are only for Deep Grooving and not applicable for Turning.
Face
Recommended cutting conditions
Recommended insert grades (Vc: m/min) Face gooving (FMM / FMN) Turning (FMM)
Cermet | CVD coated carbide PVD coated carhide Carbide Edge width (mm) Edge width (mm) 2
Workpiece material =
2 g n 53 ey = 3.0 40 5.0/6.0 3.0 4.0 5.0/6.0 Z
= 2 2 2 2 =
= S a a a = f (mm/rev) f (mm/rev)
hAY UAY RAY * - - - - - -
Carbon steel 1002220 80-200 80-200 | 80200 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 802%00 70?1780 702/\*1780 70:'*1'80 0.03~0.05 0.03~0.08 0.05~0.10 0.05~0.10 0.05~0.25 0.10~0.30
! LA Ve 1A - N - - - -
Stainless steel 702160 602150 60~150 | 60150 0.03~0.05 0.03~0.08 0.05~0.10 0.05~0.10 0.05~0.25 0.10~0.30 E
i . . . * RAY - - - - - - &
Cast iron 80~180 | 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 - - - 200~500 0.03~0.05 0.03~0.08 0.05~0.10 0.05~0.10 0.05~0.25 0.10~0.30
. . . * - . - . - .
Brass 100~200 0.03~0.05 0.03~0.08 0.05~0.10 0.05~0.10 0.05~0.25 0.10~0.30

« Set the feed rate 1/100 of edge width on the first groove and check chip evacuation.

« FMN type Inserts are only for deep grooving, and when used for turning, set to ap = 0.2 mm and under.

Refer to the notes below for turning conditions

ap < 0.5CW

ap and f of FMM
Recommended cutting conditions
ap (MAX.) (mm) under 50% of edge width
f (MAX.) (mm/rev) under 3~5% of edge width

f < [0.03(Min.) ~ 0.05(Max.)]cw

ap x f should be as follows.

Load (mmd) Edge Width(mm) 30

4.0 5.0

6.0

apxf ~0.09

~0.14 ~0.25

~0.36

apxf<0.01CW

@ : Standard item

G134
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Face grooving KFMS

KFMS (Face grooving)

KFMSL... P __AO ’. ._I_’

CDX:=/< 16 mm CDX:=/>20mm
KFMSR... Q\\LE
of 1« 19 g

/é°x=©—H: ] g Fﬁ i E

WF>

HBH

Toolholder dimensions

Spare parts
Availabi- External dia. -
lty oftt;egrt))ove Dimension (mm) Campbol Wrendh
Descrption i Applicable inserts
@ G134 @
DAXN | DAXX | > == o
R{L i) e S|H|B[LH|HF|&2|LF|WF|=|W / o
£
KFMS®L  2020K2530-3 [ ] 25 30 8
2020K3040-3 ° 30 4 |13 39 6.1 3
2020k4050-3 ° 40 | 50 e ]
2020K5065-3 [ ] 50 65 20 (20 20 125/ 20.7 HH5X20
2020K6585-3 ° 6 | 85 | i ]
2020K85110-3 ° 85 | 10| . “l | '
2020K110145-3 [ 110 | 145 44 FMM30-03
3 LW-4
2525M2530-3 ®|®| 2 30 FMN3
2525M3040-3 ®|®| 30 40 |13 39 6.1
2525M4050-3 oo 4 [ 50 ] ]
2525M5065-3 ®|®| 5 65 2 25125 f 251 - |150] 25.7 HH5X25
2525M6585-3 ®|®| 65 85 |
2525M85110-3 |0 8 110 )
2525M110145-3 ®|® | 110 | 145 B “
KFMS®.  2020K2535-4 [ 25 35 |12 39 l
2020K3550-4 [ ] 35 50 |20 | -
2020K5070-4 [ ] 50 70 L
2020K70100-4 [ 70 | 100 20 | 20 20 125] 20.7 HH5X20
2020K100150-4 [ 100 | 150 |25 44 5 )
2020K150220-4 [ ] 150 | 220
2020K220800-4 [ ] 220 = FMM40-04
4 LW-4
2525M2535-4 | 0| 25 35 |12 39 l FMN4
2525M3550-4 ®| 0| 3 50 |20 L
2525M5070-4 ®|®| 5 70
2525M70100-4 ®|®| 70 | 100 25125 251 - |150] 25.7 HH5X25
2525M100150-4 o o 100|150 |25 4 ’
2525M150220-4 ® (@ | 15 | 220
2525M220800-4 ®|®| 2 o

(DX shows available grooving depth.
External dia. of the groove : The diameter range of the initial groove.
KFMS will be switched to KGDF=> G114 ~G118

@ : Standard item

G135
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Face grooving KFMS

Toolholder dimensions

Spare parts
Availabi- External dia. -
. of the groove Dimension (mm)
lity il Clampbolt |  Wrench —_—
Description pp(-lga Gel |;s:rts
DAXN | DAXX | > == o
R|L )| e S|H|B[LH|HF|&2|LF|WF|=|W /
KFMS™.  2020K2535-5 ® 25 35 2 39
2020K3550-5 ° 35 50 L -
2020K5075-5 ® 5 | 75 L
2020K75115-5 (] 75 | 115 20| 20 20 125 é?;) HH5X20
2020K115180-5 (] 15 | 180 | 25 44
2020K180235-5 [ 180 | 235 ° FMM50-04
2020K235800-5 ® 235 | oo B 1o FMNS
2525M2535-5 ®| 0 25 35 2 39 (6) FMM60-04
2525M3550-5 oo 35 | 50 ] FMING
2525M5075-5 ®|®| 5 | 75|25 | 44 |
2525M75115-5 ®|®| 75 |15 25125 25| - |150 ég;) HH5X25
@ 2525M115180-5 ®|® | 115 | 180 2 5
2525M180235-5 ®|® | 180 | 235
g 2525M235800-5 ®|® | 235 | oo
S (DX shows available grooving depth.
8 External dia. of the groove : The diameter range of the initial groove.
G For KFMS/L...-5 toolholder can hold a 6 mm width insert. () value shows the dimension of a 6mm width insert.
KFMS will be switched to KeiDF=> G114 ~ G118
ixternal | Selection of Toolholder & Insert
Toolholder Right-hand Toolholder Left-hand
Internal Insert (Neutral) Insert (Neutral)
Face (@) [ &J;
e 1 —
| o
| -
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.
DMIN: | 55 2% 7 psandowr|
Description o (mm) KFMSR I2525M2.530—.3 wit»h 025 as first cut towards the center, it will cause a rubbing with the
cartridge if od is 4.0mm.
KFMSF/L 2020K2530-3
KFMSR/L 2525M2530-3 4 2 0 0 *() value shows the Dimension using FMM60-04 Insert.
KFMSR/ 2020K2535-4
KEMSPL  2525M2535-4 1 3 L% oreinng
Remaining Boss Dia. od KFMSP/L 2020K2535-5 7 4 1 Boss)
KFMST/L 2525M2535-5 *(5) *(2) *(0)

@ : Standard item

G136
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Face grooving KFMS-8

GMM/GMG/GMGA

Suinlessstedl | | Jo[o[ [ [ M |
k7]
Dimension (mm) Tolerance (mm)|  Carbide §
)
3] =) .
. : | 2 LA
nsert escription - toolholder
g W | w
= RE | INSL min. | max. |S[8i2ig(2g ®G138
EEEEEF
—
5 - INSL
'5#@:, “1(;51 GMG 8030-050MG 2] 8 55 ] 05 | 30 [-0.03[+0.03|O|0: (OO0
Sharp cutting oriented /
Precision class (ground
chipbreaker) @
=
Camomt >
p ! miﬁ GMGA  8030-400R 2] 8 55 4 30 |-0.02 {+0.02 (@] KFMS...-8 8
]
Full R/ Sharp cuttin 5
oriented / Pre?ision clgss O
GMM2420-02
O=0
v | GMM 8030-080MW 2| 8 551 08 | 30 [-0.05(+0.05{OC|0:0:0|0
==
Chip control oriented /
M class
Ifusing a full-R insert with KFMS-8 toolholder, you need to modify the corner of insert adapter of toolholder. Recommended cutting conditions @ G143

O Check availability

G137
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Face grooving KFMS-8

KFMS-8 (race grooving)

wF
8
<
©
B
©

Eemldia ofthe groove

LF

LH
Wy SR =
T I
2.7 @ / \
DX &
] I
KFMSR..-8 KFMSL..-8
Toolholder dimensions
Spare parts
.. | External dia.
Availabi- ’ .
) of the groove Dimension (mm)
lity i Clampbolt |  Wrench o
Description Applicable inserts
@ P @ G137
DAXN | DAXX | =< =
o RIL (min) | (max) | © H| B [ LH|HF| & | LF|WFCW /
£
S
O |KFMS% 2525MS5464-8 ole| | 04 ;
o (0) | (e0) M ||
© 2525M6382-8 ole| 0|2 24
el 2525M80115-8 olo| 0| D] |m|s| ] |02 GMG8030-050MG
X 105 T 160 25 40 8 | HH6X25 LW-5 GMGA8030-400R
2525M105160-8 [ BN J ) | (o) 6 GMM8030-080MW
Internal 2 —
2525M155510-8 [ AN J 155 | 510
Face ©) | (o) 43
3232P155510-8 [ ] 32(32 32| - |170] 33

(DX shows available grooving depth.

The value () of External dia. of the groove (DAXX) is the maximum outer diameter value after the initial groove between DAXN ~ DAXX. (It is possible to widen the groove to infinity co).

The value () of External dia. of the groove (DAXN) 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 DAXN ~
DAXX.

@ : Standard item

G138
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Face grooving

KFTB

FTK

uitessseel | (@ | M|

Mt Tolerance (mm)| Carbide
(mm)
_g, S|S|-| Applicable
Insert Description - toolholder
> w | w
S| (W | RE mine [ max. |2l == ® G140
e
FTK 4 11 4 1025(-0.05|+005|@ @ @  KFTBY...-45
Qg’ v
E=d I
£ 1%
FTK 5 11 5 0.25 [-0.05[+0.05|®|® ® KFTB....-5S
Recommended cutting conditions & G146
@ : Standard item
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Face grooving

KFTB

()]
£
S
[@]
@]
S
(V)

External

Internal

Face

08_Chapter_G_2022_modified_final version_KAP. indd

KFTB (Face grooving blade)

of the groove

External dia.

CDX

150°
LF

KFTBR

KFTBL

Toolholder dimensions

Availabi- | External dia.of Dimension (mm)
lity | the groove (mm)
g Applicable inserts Applicable tool block
L DAXN DAXX é alalclilow ® G139 ® H50, H51
(min.) | (max.)
KFTB%. ~ 65100-4S ®|®| 65 100 |25 | 4]
90150-4S ®| 0| 9% 150 |30 5.2
32 150( 4 FTK4
150250-4S ®|® | 140 | 250 30 R KPKTB..-32JCT
250800-4S o |0 230 ) 3.2 KTKTB..-32
KFTB%  90150-55 @@ 90 | 15 |30 5 KTKTBF..-32
150250-55 ®|® | 15 | 250 [32]32 _ 0 (150 5 FTKS
250800-5S ®|® | 25 o |38 4
(DX shows available grooving depth.
External dia. of the groove : 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 4 mm above the Center.
Dimension H shows virtual apex distance.
Selection of Blade and Insert
Combination of Blade + KTKTB Combination of Blade + KTKTBF
Blade Right-hand Blade Left-hand Blade Right-hand Blade Left-hand
Insert Neutral Insert Neutral Insert Neutral Insert Neutral
(Reverse mounting) (Normal mounting) (Reverse mounting) (Normal mounting)
Blade Block Blade Block Blade Block Blade Block
KFTBR + KTKTB KFTBL + KTKTB KFTBR + KTKTBF KFTBL + KTKTBF
Sk o IR =Poo—— o=
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)

@ : Standard item
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Recommended cutting conditions

GBA inserts - ground chipbreaker

Recommended insert grades (Vc: m/min) (1) ffor grooving (mm/rev)
MEGACOAT MEGACOAT _ _ (2) ffor turning (mm/rev)
Workpiece | met Cermet MEGACOAT | ™\ o PVD coated carbide | Carbide (BN PCD (3) ap for turning (mm) %
material £
s < = - o 3 S 5 s | g8 | 22 | BOO% | BrOO% | BAOOR | BAOOY | BAOOW | <
= 2 S =3 = = 2 £ 5] ) £
= = = = e a & &= = =% S& | 033~120-.. 125~225-... 230~325-... 330~350-... 400~480-...
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
G | X | * | A (
- ~ ~ -~ -~ . - - (2) Notrecom. | (2)0.04~0.09 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
steel | 150~240 | 80~220 | 150~220 | 150~220 | 80~200 | 80~180 | 80~180 ) Notrecom. | (3) Max. 0.3 (5 Max. 05 5) Max. 05 5 Max 03
e * * 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
Alloysteel | -, 2 » A - o o > - - () Notrecom. | (2)0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 | (2)0.05~0.1
1307220 | 80-200 | T0-200 | 130-200 | 80180 | B0-160 | 80-160 B)Notrecom. | (3)Max.03 | G)Max.05 | ()Max.05 | (3) Max.08
Stainless (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
= - . . e . = (2) Notrecom. | (2)0.04~0.08 | (2)0.05~0.09 | (2)0.05~0.1 (2)0.05~0.1
stee 70150 | 60~10 | 60~130 | 60130 B)Notrecom. | (3)Max.03 | G)Max.05 | ()Max.05 | (3) Max.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 1S
Castiron - - - - - - - . . % (2) Notrecom. | (2)0.04~0.09 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1 2
80-160 | 60120 | 150400 B)Notrecom. | (3)Max.03 | G)Max.05 | G)Max.05 | ()Max.08 | S
A (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
s | - - - - - - © | isocao | |1s022.000| () Notrecom. | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
"] (3) Notrecom. | (3) Max.0.5 (3) Max. 0.8 (3) Max. 0.8 (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
Brass - - - - - - - - 150~300 - 200~800 (2) Notrecom. | (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
Hard (1)0.02~0.05 | (1)0.03~0.07
d . . - - - - - - - o - (2) Not recom. | (2)0.01~0.04 - -
materials §0-120 (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. ¥ 115t recommendation ¥ :2nd recommendation
. . m
GBA inserts - GM chipbreaker g
Recommended insert grades (1) ffor grooving (mm/rev) o
. (2) ffor turning (mm/rev) " Q
Workpiece material WS (3)apfortuming (mim) § ©
Cermet | MEGACDATNANO|  MEGACOAT GBA43L GBA43L GBA43%L GBA43. GBA43L &
62 PRIG2S PRIZIS 140-010GM 150-020GM 175-020GM~230-020GM | 250-0306M~ 350-030GM 400-0406M
* * Pid (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 steel (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
80~240 80~220 80~220 | (3) Max.0.2 (3) Max. 0.3 (3) Max.0.3 (3) Max. 0.5 (3) Max. 0.8
* * ¥ (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 =
Alloy steel (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 =
80~220 80~200 80~200 | (3) Max.0.2 (3) Max. 0.3 (3) Max.0.3 (3) Max. 0.5 (3) Max. 0.8 &
> ¥ (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
Stainless steel - (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
60~150 60~150 | (3) Max.0.2 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 20% lower for internal grooving. Y :1st recommendation i‘(:an recommendation
GBA inserts - MY chipbreaker
Recommended insert grades (1) ffor grooving (mm/rev)
(Ve mimin) (2) ffor turning (mm/rev) -
'c: m/min, i =
Workpiece material Elzpfoniming{mm) =
Cermet GBA43/ GBA43 GBA43%/L GBA43 GBA43, &£
TN6020 175-020MY~200-020MY | 230-020MY~265-030MY 300-030MY 330-030MY~350-030MY 400-040MY
¥ (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 (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 (3) Max.03 (3) Max.03 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8
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 (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 =
130~200 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8 &
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 (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 (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. Yk :1st recommendation *:an recommendation

G141
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Recommended cutting conditions

GBF
Recommended insert grades (Vc: m/min) (1) ffor grooving (mm/rev)
MEGACOAT MEGACOAT NANO Carbide (2) ffor turning (mm/rev)
Workpiece material - - . (3) ap for turning (mm) Remarks
& & % GBF32%/ 025 - 053 GBF32%/L065 - 095 GBF32%/.100 - 145 GBF37L150 - 300
* % (1)0.01~0.05 (1)0.02~0.07 (1)0.03~0.08 (1)0.03~0.08
Carbon steel 0180 704160 - (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 0180 702160 - (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 60130 502120 - (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
Cast iron - - 6 01‘1'0 0 (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 - - 15 otxo 0 (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 - - 150t30 0 (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

¥ :1st recommendation %:an recommendation

()]
§ GBF-000F inserts (RE=0.00)
8 Recommended insert grades (Vc: m/min) (1) ffor grooving (mm/rev)
6 MEGACOAT MEGACOAT NANO Carbide (2) ffor turning (mm/rev)
Workpiece Material - o - (3) ap for turing (mm) Remarks
g £ s 74 G GBRY: BRI
025 ~ 053 - 000F 065 ~ 095 - 000F 100 ~ 145 - 000F 150 ~ 200 - 000F
(1)0.005~0.03 (1)0.01~0.04 (1)0.01~0.05 (1)0.01~0.05
Carbon steel 80‘580 70i~\ﬁ60 - (2) Not recom. (2) Not recom. (2)0.01~0.04 (2)0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX. 0.2
(1)0.005~0.025 (1)0.01~0.03 (1)0.01~0.04 (1)0.01~0.04
Alloy steel 80‘580 7075; 60 - (2) Not recom. (2) Not recom. (2)0.01~0.03 (2)0.01~0.03
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX. 0.2
(1) 0.005~0.02 (1)0.01~0.025 (1)0.01~0.03 (1)0.01~0.03
Stainless steel 602130 501‘;20 - (2) Not recom. (2) Not recom. (2)0.01~0.025 (2)0.01~0.025
(3) Not recom. (3) Not recom. (3) MAX. 0.2 (3) MAX. 0.2 E
(1) 0.005~0.03 (1)0.01~0.04 (1)0.01~0.05 (1)0.01~0.05 §
Castiron - - 60 100 (2) Not recom. (2) Not recom. (2)0.01~0.04 (2)0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
(1) 0.005~0.03 (1)0.01~0.04 (1)0.01~0.05 (1)0.01~0.05
Aluminum - - 150*:400 (2) Not recom. (2) Not recom. (2)0.01~0.04 (2)0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2
(1)0.01~0.03 (1)0.01~0.04 (1)0.01~0.05 (1)0.01~0.05
Brass - - 1 50*:300 (2) Not recom. (2) Not recom. (2)0.01~0.04 (2)0.01~0.04
(3) Not recom. (3) Not recom. (3) MAX.0.2 (3) MAX. 0.2

GBF-GL inserts

Y :1st recommendation %:an recommendation

Recommended insert rades (Vc : m/min) (1) ffor grooving (mm/rev)
MEGACOAT MEGACOAT NANO (2) ffor turning (mm/rev)
Workpiece Material - o (3)ap for turning (mm) Remarks
~ [7a)
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 80t80 70?{160 (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 80~*180 70?7160 (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
Stainless Steel 60?7130 50?}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
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Recommended cutting

conditions

GMG/ GMM / GMN / GMGA
Recommended insert grades (Vc: m/min) Grooving Turning
A ) Cermet c"c';’%’iﬂlee“ PVD coated carbide Carbide Edge width (mm) Edge width (mm) 2
Workpiece material =
= 2 n = . o | 2030 40 | 50 [ eors0 | 2030 | 40 | 50 [ 60/80 | &
S 2 2 2 =
= S a a a = f (mm/rev) f (mm/rev)
Yoo | k| * . . - - - - - - - -
Carbon steel 100220 | 80200 | 80200 | 80-200 0.05~0.15 | 0.10~0.25 | 0.15~0.35 | 0.20~035 | 0.10~0.20 | 0.15~030 | 0.20~0.40 | 0.25~0.40
Yoo k| K| K . i - - - - - - - -
Alloy steel 80~200 | 70~180 | 70~180 | 70~180 0.05~0.15 | 0.10~0.25 | 0.15~035 | 0.20~035 | 0.10~0.20 | 0.15~030 | 0.20~0.40 | 0.25~0.40
. Yo | e | k| ; .
Stainless steel 20160 | 60~150 | 60~150 | 60~150 0.05~0.15 | 0.10~0.20 | 0.15~035 | 0.20~035 | 0.10~0.20 | 0.15~0.25 | 0.20~0.40 | 0.25~0.40 E
- . . . . * . . . . . . . oss | S
Castiron 100~200| 70150 0.05~0.20 | 0.10~030 | 0.15~040 | 0.20~0.40 | 0.10~0.25 | 0.15~035 | 0.20~0.45 | 0.25~0.45
Aluminum alloys - - - - - 200~500 0.05~0.20 | 0.08~0.25 | 0.10~0.25 | 0.12~030 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30
Brass - - - - - 100~200 0.05~0.15 | 0.08~0.20 | 0.10~0.25 | 0.12~030 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30
Y :1st recommendation %:an recommendation
Refer to the notes below for turning conditions
1. When using KGM toolholder
Recommended cutting conditions £ cw
ap (MAX.) (mm) 80% or under of edge width ap < 0.8CW
f(MAX.) (mm/rev) 10% or under of edge width f<0.1CW | 2
(ap) x (f) shall not exceed 1/2 of ap (MAX.) x f (MAX.) S % ! RE
Load(mm) Edge width{mm)) 2.0~2.5 3.0 40 5.0 6.0 8.0 <= ‘
apxf ~0.20 ~0.36 ~0.64 ~1.00 ~1.44 ~2.56 | ’/\‘
ap xf <3~ x 0.8CW x 0.1CW=0.04CW?
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) 50% or under of edge width ap < 0.5CW
f (MAX.) (mm/rev) 4% or under of edge width f < 0.04CW
(ap) x (f) should be as follows. (50% or under of KGM)
Load(mm) Edge width(mm)| 50~ 5 30 40 50 6.0 8.0
apxf ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28
ap x f < 0.02CW*
4. When using KIGM toolholder (ap) x (f) should be as follows: 70% or under of KGM
Recommended cutting conditions Load(mm?) Edgewidth(mm)| 39 4.0 5.0
ap (MAX.) (mm) 70% or under of Edge Width ap <0.7CW
apxf ~0.25 ~0.44 ~0.70
f(MAX.) (mm/rev) 8% or under of Edge Width f<0.08CW apxf < 0.04CW?
GMG / GMM / GMGA 8030 - face grooving
Recommended insert grades (Vc: m/min) Face grooving Turning
. . Cermet | CVD coated carbide PVD coated carbide Carbide Edge width (mm) Edge width (mm) 2
Workpiece material =
2 g 2 2 =) = 80 | ‘ 80 | | &
& & 2 =
E g = o a = f(mm/rev) f(mm/rev)
RAY RAS RAS * ) ] - -
Carbon steel 100~220 80160 80-160 | 80~160 0.1~0.2 0.1~0.25
RAY AS RAS * ] ) - -
Alloystel 80~160 70~160 70~160 | 70~160 01~02 01~025
! Yo RS * S . ) - -
Stainless steel 702140 60-130 60~130 | 60-130 0.1~0.2 0.1~0.25 E
Castiron - - - - sooig0 | 70330 | 04703 01~035
Aluminum alloys - - - - - 200~300 | 0:08~025 0.08~0.30
Brass - - - - 100~150 0.08~0.25 0.08~0.30
3 :1st recommendation Y:2nd recommendation
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Recommended cutting conditions
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EZG
EZG¥.060060-...
Insert grades EZG¥.040040-... EZ6#.070070-...
(Vc: m/min) R N B b
EZGR030030-..S EZGH/LOSOOSO EZGR/L080070
Workpiece material EZG"/.040040-...5 EZG%.060060-...S Remarks
MEGACOAT Carbide EZG%.050050-... EZG"4.070070-...S
EZG".080070-...S
PR1225 QW05 f (mm/rev)
Carbon steel / Alloy steel * - ~0.02 ~0.03 ~0.05
30~100
Stainless steel * - ~0.01 ~0.02 ~0.03 Coolant
30~80
Non-ferrous metals - * - ~0.05 ~0.08
~300
* :1st recommendation
VNG
Recommended insert grades (Vc: m/min)
MEGACONT | PVD Coated carbide | Carbide VNGo4 VNGo
Workpiece material VNGO5 VNGO7 Remarks
PR1225 PR930 KW10
f (mm/rev)
Carbon steel / Alloy steel * w ~0.03 ~0.05
30~100 30~100
Stainless steel * % ~0.02 ~0.03 Coolant
30~80 30~80
Non-ferrous metals * ~0.05 ~0.08
~300

3 :1st recommendation ¥:2nd recommendation

SIGC
Recommended insert grades (V¢ : m/min) (1) ffor grooving (mm/rev)
MEGACOAT MEGACOAT .
NANO PLUS NANO (2) ffor turning (mm/rev)
Workpiece material Remarks
(3) ap for turning (mm)
UL IEED GC08¥ GC10%A, GC12%e GC10%, G127
e 100 ~ 200... 250 ~ 300...
(1)0.01~0.03 (1) 0.02~0.04 (1)0.02~0.04
Carbon steel * * (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
50~80 50~80
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Alloy steel * * (2)0.01~0.03 (2) 0.02~0.04 (2) 0.02~0.04 Coolant
50~80 50~80
(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 % * (2)0.01~0.03 (2)0.01~0.03 (2)0.01~0.03
50~80 50~80
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1
3 :1st recommendation 3¢ :2nd recommendation
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Recommended cutting conditions

Ground chipbreaker: GE%.-A(R), GE®/.-B(R)

Recommended insert grades (Vc : m/min) (1) ffor grooving (mm/rev)
Cermet MEGACOAT PVD coated carbide Carbide (2) ffor turning (mm/rev)
Workpiece material N Remarks
(3) ap for turning (mm)
TN6020 PR1225 PR1025 KW10
100~200-010A 100~200-0108
GEL 100~200-100AR GEL 100~200-100BR GEYL  250~300-0208
~ N (1)0.01~0.03 (1) 0.02~0.04 (1)0.02~0.04
*
Carbon steel 50~80 50~80 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) 0.02~0.04 (1)0.02~0.04
Alloy steel ¥ * * (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
Y 50~80 50~80 50~80 el i e
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1
N (1)0.01~0.03 (1)0.01~0.03 (1)0.01~0.03
0 *
Stainless steel 50~80 50~80 (2)0.01~0.03 (2)0.01~0.03 (2)0.01~0.03
(3) Max. 0.05 (3) Max. 0.05 (3) Max. 0.1
Coolant
(1)0.01~0.03 (1) 0.02~0.04 (1)0.02~0.04
Castiron 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) 0.02~0.04 (1)0.02~0.04
Aluminum - - - 50:00 (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 - - - 50: 00 (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

*Use PVD coated grade or carbide for turning with edge width 1Tmm. (GE%.100-005A / 100-005B) % :1st recommendation +r:2nd recommendation

Ground chipbreaker: GE¥/.-~C(R), GE*/.-~D(R), GE¥.-E

Recommended insert grades (Vc : m/min) (1) ffor grooving (mm/rev) te))
c
(2) ffor turning (mm/rev) =
Cemet | MEGACONT | PYDSORIRd | gopige 3
carbide (3) ap for turning (mm) o
S
GE, GEYL O
i 100~200-010C 250~350-020C ]
Workpiece 5
material 200-100CR 250~300-150CR 5
GEL G (il it
TN6020 PR1225 PR1025 GW15 200~280-020D 300~400-020D
100~145-010D 150~195-010D 200-1000R 300-1500R
R
G G, S eor | % GEV. 6,
100-010E 150~195-010F 250~330-020E 350~430-020F 450~500-020F
230-020E
N ~ (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
*
Carbon steel 120~180 60~140 60~140 - (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
(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
N N (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 100~160 60~120 60~120 - (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
N N (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
0 *
Stainless steel 70130 60~110 60~110 - (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 ,_‘é
(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 8
Castiron 60~*100 (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
(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
(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 '|50t300 (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
(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 100t250 (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

*Use PVD coated grade or carbide for turning with edge width Tmm. (GE®; 100-010C / 100-010D / 100-010E)  *:1st recommendation +r:2nd recommendation

Molded chipbreakers: GER--CM, GER--DM, GER--EM

Recommended insert grades (Vc : m/min) (1) ffor grooving (mm/rev)
Cermet MEGACOAT P\lcl:'(‘;)igteed Carbide (2) ffor turning (mm/rev)
(3) ap for turning (mm)
. . GER GER
Workpiece material 150~200-010CM 250~350-020CM Remarks
TN6020 PR1225 PR1025 GW15 £R GER GER
150~200-010DM 230~250-020DM 300~400-020DM
GER GER GER GER
150~200-010EM 250~300-020EM 350~400-020EM 450~500-020EM
N (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 60~160 60~160 - (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
(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~*140 605\?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 60:10 603\?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 ¥r: 2nd recommendation
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GV Inserts - ground

chipbreaker

q S f(mm/rev) = (1) grooving, (2) tumning
Recommended insert grades (Vc: m/min) ap (mm) = (3) turning
PVD GVAL q -
MEGA . GVRL GVRL GVRL =
: : Cermet coated | Carbide | 100~300-...5S =
Workpiece material COAT @i 100~300-..5 145~185-...8 | 200~280-..B | 300~400-..B §
e GVAL
8 ] 2 = 2 2 " GVFl GVFl GVF GVF GV
2| 2| B | 8| | & | g2t 200-1008R | 300-150BR | 280~300-.C | 340~400-.C | 430~500-.C
Gnsts | P ol | DA |ERAR |BOSCSR [ WRSTOY MRS AR | Moy
arbon steel - .03~0. .03~0. .04~0. .05~0. .04~0.! .05~0. .05~0.
120~180{120~180) 80~120 | 80~160 | 80~140 B)Max.03 | B)Max.03 [ B)Max.03 | B)Max.05 | (3)Max.03 | B)Max.05 | (3)Max.0.5
woma|  kr TRRIAY TR el [eer el [ eer e
oy steel - L.05~0. L.05~0. .04~0. .U>~0. .04~0).! LU>~0. .05~0.
’ 100~160|100~160| 80~100 | 80~140 | 80~120 B)Max.03 | B)Max.03 | B)Max.03 | (3)Max.05 | B)Max.03 | (3)Max.05 | (3) Max.0.5
(10.03~0.07 | (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
Stainless steel - - 1 (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 B)Max.03 | 3)Max.03 | 3)Max.03 | (3)Max.05 | 3)Max.03 | (B)Max.05 | B)Max.0.5 | &
(10.03~0.08 | (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 |
Castiron - - - - - (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
60~100| (3)Max.03 | (B)Max.03 | B)Max.03 | B)Max.05 | (3)Max.03 | (3)Max.05 | (3)Max. 0.5
(10.05~0.12 | (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
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.05 | 3)Max.0.5 | (3)Max.05 | (3)Max.0.8 | (3)Max.05 | (3)Max.0.8 | (3) Max.08
(10.05~0.12 | (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)0.08~0.1
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] 3)Max.05 | 3)Max.0.5 | B)Max.05 | 3)Max.0.8 | (3)Max.05 | 3)Max.0.8 | (3) Max.0.8
* Use MEGACOAT, PVD coated carbide or carbide for turning with edge width Tmm (GV*.100SS / 100S / 100A) * :1st recommendation i\(:an recommendation
GVF Inserts - ground chipbreaker
. - f (mm/rev) = (1) grooving, (2) turning
Recommended insert grades (Vc: m/min) ap (mm)= (3 tuining
PVD R R R R R 2
) GVFAL GVFFIL GVFFL GVFAL GVFAL )
Workpiece material Cermet MEGACORT) coated | Carbide | 003404 | 250~350.8 | 400~490.8 | 350-450.C | 500~600.C | £
%) GVFL =
I = = S = = GVFRIL GVFFIL
2 S5 8 = S = 200-100AR
= S S = = S ~300-150AR 300-1508R 400-2008R
(10.03~0.08 | (1)0.04~0.09 | (1)0.05~0.1 (10.05~0.12 | (1)0.05~0.12
Carbon steel ¥ = w * S - 1(2003~008 | (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 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8
(10.03~007 | (1)0.04~008 | (1)0.05~0.09 | (1)0.05~0.1 (10.05~0.1
Alloy steel w oS s * w - 1(2)003~0.1 (2)0.04~008 | (2)0.05~0.00 | (2)0.05~0.1 (2)0.05~0.1
/ 130~200 | 130~200 | 80~130 | 80~180 | 80~160 (3) Max. 03 (3) Max. 03 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8
— LR | - |BEEAT e [lteem e feea
tainless steel - - L.05~0. .04~0).1 LUD~0).! LUO~0. .U>~0. -
70~150 60~100 | 80~150 | 60~130 (3) Max. 03 (3) Max. 03 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8 E
(10.03~008 | (1)0.04~0.09 | (1)0.05~0.1 (10.05~0.12 | (1)0.05~0.12 8
Castiron - - - (2)0.03~0.08 | (2)0.04~0.00 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
60~100 | (3) Max. 0.3 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 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 - - - - (20.05~0.12 | (2)0.05~0.15 (20.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
150~400 | (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8
(10.05~0.12 | (1)0.05~0.15 (10.05~0.15 | (1)0.08~0.15 | (1)0.08~0.15
Brass - - (200.05~0.12 | (2)0.05~0.15 (20.05~0.15 | (20.08~0.15 | (2)0.08~0.15
150~300 | (3) Max. 0.5 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8
Apply a sufficient amount of coolant *:15( recommendation sﬁ(:an recommendation
The ap should be under 0.5 mm if a good surface finish is required
FTK
Recommended insert grades (Vc: m/min) Edge width (mm) “
Workpiece material Cermet CVD coated carbide PVD coated carbide Carbide 4.0 5.0 g
90 (R9025 PR930 kw10 f (mm/rev) =
Carbon steel 1202200 80~180 602130 - 0.05~0.15 0.05~0.15
Alloy steel 1002160 70-150 602130 - 0.05~0.15 0.05~0.15
Stainless steel 802150 60-140 502120 - 0.05~0.15 0.05~0.15 E
Castiron - - - 50~100 0.10~0.30 0.10~0.30
Aluminum alloys - - - 200~450 0.05~0.25 0.05~0.25
Brass - - - 100~200 0.05~0.25 0.05~0.25
3 :1st recommendation Y:2nd recommendation
GMN inserts (CBN / PCD)
Recommended insert grades (Vc: m/min) f(mm/rev) = (1) grooving, (2) turning )
Workpiece material (BN PCD ap (mm) = (3) turning =
KBN510, KBN525 KPD001 (KPDO10) GMN2 GMN3 GMN4, GMN5 GMN6 =
(1)0.05~0.15 (1)0.05~0.15 (1)0.08~0.18 (1)0.10~0.20
Aluminum alloys - (2)0.05~0.1 (2)0.05~0.15 (2)0.08~0.18 (2)0.10~0.20
150~2,000 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8
(1)0.05~0.15 (1)0.05~0.15 (10.08~0.18 (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 =
200~800 (3) Max. 0.5 (3) Max. 0.8 (3) Max. 0.8 (3) Max. 0.8 £
(1)0.04~0.09 (1)0.05~0.1 (1)0.05~0.12 (1)0.05~0.15 8
Castiron - (2)0.04~0.09 (2)0.05~0.1 (2)0.05~0.12 (2)0.05~0.15
150~400 (3) Max. 0.3 (3) Max. 0.5 (3) Max. 0.5 (3) Max. 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 (3) Max. 0.2 (3) Max. 0.3 (3) Max. 0.4
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Recommended cutting conditions

KGDI - recommended cutting conditions (Vc)

Recommended insert grades (Vc: m/min)
Workpiece material | Chipbreaker Cermet MENG:'ESAT MEGACOAT Carbide E
TN620 TN9O PR1535 PR1225 PR1215 GW15
Carbon steel ¥ S RAS * ¥
100~220 100~220 80~150 80~200 100~200
Alloy steel Y ¥ ¥ * ¥
80~200 80~200 70~150 70~180 80~180
Stainless steel GMI ¥ ¥ * ¥ ¥
a 70~180 70~180 60~150 60~150 60~150 £
Castiron @GS - * ~
100~200
Aluminum alloys - - *
200~500
Brass - -
100~200

* : 1st recommendation i\(: 2nd recommendation

KGDI - recommended cutting conditions (f and ap)
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Grooving Turning Grooving Turning
cw cw
f cw cw
2 ] } 2 w
S S
= - S %I = L
= =
S : S
<= Y
f a f a

[ In the graph below indicates the most Minthe graph below indicates the most

recommended value of feed (f) recommended value of feed (f)
— Edge width (mm) ap (mm)
§ 30 =

5 g -
g 4 :-: ~ 20 Amm [— g ?E, il — R E
= 3mm g g - 5
2| - 0 I [ B
é 2 5 = 0.1 0.2 03 0.1 0.2 03 0.4 0.5
= X 02 0 o1 03 f(mmyrev) f(mmirev)
= f(mm/rev) f(mm/rev)
Grooving Additional processing of toolholder tip when
cw CM chipbreaker is installed
5 —
5t
= —
=
=
L
f

[l In the graph below indicates the most

recommended value of feed (f)
= E * By slightly chamfering the holder tip of about 0.5 mm,
£ | 8% e the cutting diameter can be minimized.
2| I
£ |3 0.1 0.2 0.3
; = f (mm/rev)
=
7]

*When turning, keep ap less than or equal

to the corner-R(RE).
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Guide for external / face grooving

Guide for External Grooving

Point (1) (Turning after Grooving)
1) Grooving Depth 0.5mm or over : For roughing (Refer to Fig. 1)

Before turning, pull the tool back about 0.1Tmm 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 0.5mm or under : 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 (I1)
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 0.5mm or over is recommended.)

Before turning, pull the tool back about 0.Tmm after grooving.

(Grooving Depth 0.5mm or over at roughing)
Fig. 1

Note) If the workpiece is not supported at the center, reduce the feed rate when grooving o
towards center.
@ Turning subsequent to grooving
o (Grooving Depth 0.5mm or under at finishing)
§ Fig. 2
8 J 0.1mm
(U]
Fig.3
Guide for Face Grooving
<Toolholder Selection>
(1) Choose the best tool depending on the groove width. I —
External dia. of the groove listed in the catalog indicates the available range [<
(between DAXN and DAXX ) for the initial grooving on the unprocessed workpiece (Ref. to Fig. 1). 5
£ 3
(2) Confirm Grooving Depth (CD)
' ()
Fig. 1
(3) Itis recommended to install the toolholder Toolholder Right-hand Toolholder Left-hand
in the reverse position. (Fig. 2) Insert (Neutral) Insert (Neutral)
(This will provide smooth chip flow and chip clearance.)
<Guide for turning> - o :@

Turning direction should be from the outer diameter to the inner
diameter as shown in Fig. 3 _v
This improves chip evacuation.

-
0]

L

Fig.3
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Guide for face grooving

Guide for Face Grooving (Continued)

Point (I) (Turning after Grooving)
1) Grooving Depth 0.5mm or over : For roughing (Refer to Fig. 4)

Before turning, pull the tool back about 0.1Tmm 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 0.5mm or under : 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 (1I)
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 0.5mm or over is recommended.)

Trouble shooting

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

(Grooving Depth 0.5mm or over at roughing)
Fig. 4

Turning subsequent to grooving
(Grooving Depth 0.5mm or under at finishing)
Fig.5

0.Tmm

Fig.6

Trouble Countermeasures

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

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

Whitish trace remains at the groove
bottom. (2) Check the insert edge's parallelness.

(Adjustment: Apply the insert edge to the
workpiece face and adjust the toolholder
within the angle of +5'. (Fig. 7)

Fig. 7

(1) Install the toolholder in the reverse position.
Adjust the coolant flow to the cutting edge.

Chips are entangled. o .
(2) When widening the groove, do not machine one deep groove.
Instead, repeat shallow grooving and turning.
Insert cracks when turning. Reverse the facing direction.

Check the edge's parallelness.
Groove is not straight.
Decrease the feed rate.
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