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Introduction

Inserts identification system

Table 1
e Hand of eadange Toolholder | Right-hand Toolholder | Left-hand
R Right-hand -
L } Lefthand B | Tghchond Insert | Right-hand Insert | Left-hand

“ H Leadangle | Right-hand Leadangle | Right-hand
‘ PSIRR PSIRR
Edge width Name of chipbreater Lead angle (PSIRR) >> — — <
y (Front cutting
S S-chipbreaker edge angle)
T-chipbreaker

T

(tough edge)
NB | Without chipbreaker
Edge width Hand of tool Chipbreaker symbol
Tolerance symbol 13 | 1.3mm 25 | 2.5mm R | Right-hand PF | Cut-off (Low feed) PM | Cut-off (General purpose)
G [ Groundinsert 15 [15mm | 30 |3mm L | Left-hand PQ | Cut-off (Medium feed) PH | Grooving and cut-off (High feed rate)
ﬂ M [ Mdass 20 | 2mm 40 | 4mm N | Neutral PG | Cut-off (Low cutting force)
I
= U - -
(@)
S
(@] Series No. of edge Insert length Corner-R (RE) Lead angle
Grooving / Cut-off Noindication | 2-edge 16 [ 16mm 003 | 0.03mm | 020 | 0.2mm Noindication | 0°
GD Series s | 1-edge 20 | 20mm 005 | 0.05mm | 025 [ 0.25mm 6D 6°
010 | 0.Tmm | 030 | 0.3mm 15D 15°
015 | 0.15mm
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Introduction

Toolholder identification system

KGD / KGDS (for automatic lathe)

Applicable inserts Others

GDM/GDMS D38
Edge width: 3~4 mm

CUTDIA 38 mm

KGD

KGDS [[J

D38
B

KGD (Integral type)

KGD q]

Toolholder hand Shank size Toolholder length Applicable inserts Others
R | Right-hand 16x16mm 120 mm GDM/GDMS B For sub spindle tooling
L | Left-hand Edge width: 1.3 mm

08 o

KGD (Separate type / Unit description)

<o CIEEES 1T N -

Toolholder hand Shank size Toolholder length Applicable inserts Max. depth of cut
R_| Righthand 16 X 16 mm 100mm GDM/GDMS 06: 6 mm
L | Left-hand 2~3mm

Toolholder hand Shank size Toolholder type Applicable inserts Max. depth of cut
R Fight-hand 20%20mm Unit description Glz) M;GDMS 17:17mm
L Left-hand ~3mm
Toolholder hand Shank size Toolholder length Applicable inserts Others
R Fight-hand 1220 mm 100 mm GIZ)M;GDMS Coolant-through holders
L Left-hand —mm

Cut-Off %
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Product lineup

KTKF KTKF-JCT KTKF-S KTKFS
For small diameter D 1=
cut-off 8
(automatic lathes) t =
CUTDIA = 1
~gl6mm - 3
CUTDIA: ~ 05, 88, 012,016 mm CUTDIA: ~ 05, 08, 012, 616 mm CUTDIA: ~ 06, 09, 012, 014, 616 mm
(W:0.5~2.0mm (W:0.5~2.0mm CW:0.5~2.0mm C(W:1.0~2.0mm
KGD KGD-JCT (for automatic lathes) | KGD-5 KGD-JCT KGDS
KGD J =
(Bolt clamp) — — ‘%‘J
CUTDIA 1 © f g
& L
~g5T mm 2
CUTDIA: ~ 924, 632 mm £
X X . 3.0~ CUTDIA: ~024 mm
CW:1.3~4.0mm W:2.0~3.0mm CW: 2.0~4.0 mm (W:3.0~4.0 mm OW: 1330
KGM KGM-T
KGM
(Bolt clamp) ]
CUTDIA \
~g60 mm = =
(W:1.5~4.0mm, 3~8 mm CW:2.0~6.0mm
KTKH-S KTKB-S(S)
KTKB
KTKH
Toolholder type Blade type ( j
(1-edge) ( @ " 11
CUTDIA g CUTDIA
CUTDIA } -
930 ~ g79 mm 932~9120 o‘ |
~ @120 [e]
(W:2.2~5.1mm CW:1.6~9.6mm
Cut-off tools
Series name Shape Advantage Applications
: . 1) Insert clamp is side screw type from lateral side 1) For cut-off and grooving of small workpieces
or sma
. 2) 2-edge insert 2) For automatic lathe, small machine
diameter )
cut-off 3) Max. cut-off dia.: 916 mm
1) Insert is clamped from top side 1)PM chipbreaker - for cut-off -
2) 1-ed 4 2-edae inserts availabl 2) PH chipbreaker - for cut-off (high feed rate)
edge and 2-edge inserts available ‘ for grooving
3) Integral type and separate type are available 3) PG chipbreaker -~ for cut-off (for automatic lathe),
KeD 4) Max. Cut-off dia.: 250 mm sharp-cutting oriented
4) PF chipbreaker - for cut-off (for automatic lathe),
low feed
5) PQ chipbreaker --- for cut-off (for automatic lathe),
medium feed
1) Insert is clamped from top side 1) For cut-off and grooving of small workpieces
KaM 2) 1-edge and 2-edge inserts available 2) For automatic lathe, small machine
3) Max. cut-off dia.: 660 mm 3) TMR-chipbreaker provides stable chip control up to high feed rate
ranges
1) Self-clamping system 1) For cut-off and deep grooving .
tap the insert lightly with a plastic hammer to set 2) Standard chipbreaker is general -
L cut-off type )
itin the pocket & \
feed rate: over 0.1 mm/rev
KTKB 2) 1-edge insert
KTKH . .
3) Blade type and integral shank type P-chipbreaker is for cut-off '
4) Max. cut-off dia.: 9120 mm at low feed rates .
feed rate: 0.03~0.08 mm/rev
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Introduction

How to select cut-off inserts with / without lead angle (Including sharp corner)

1. Use a neutral angle insert if there is no limit to the finished shape.
2. Use an angled insert to reduce the size of the remaining boss.
3. Use a sharp-cornered lead-angled insert to make the remaining boss much smaller when machining small parts and thin parts.

N R L Right-hand (R) Neutral
(Neutral) (Right-hand) (Left-hand) Lead angle
<@ / \ @
2 k)
< o
E @ PSIRR_— —PSIRL §
k=) “ \ / = Bigger boss
= = SNV
ES &
[=9
@ Angled insert can reduce the burr size when cutting off. S
@ When using a larger lead angle , cutting force becomes smaller, =
but the feed rate should be reduced.
=
=
s
2
<
S
=
=
S
2
= Sharp corner Lead angle
Fig.2
Ig
o Fig.1
Caution =
1. For TKN and TK", set the cutting edge height 0.1~0.2 mm above the center height (Fig. 3) % ‘é
For other toolholders, set the cutting edge to the center height. 2 @]
2. Be sure to perform wet processing. Apply enough coolant to the cutting edge. &
3. Keep a constant rate during processing so that optimum product life will be achieved. ®
4, Cut off as close to the chuck as possible. 2
5. Lower the feed rate to 1/2 to 1/3 at the near center to prevent impact caused by machining. 5 , Workpiece
Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage. i /
Do not rework the insert and toolholder (blade) to prevent damage. [
Clean the insert pocket well with compressed air when replacing insert. E

Fig. 3 (TKN, TK%.)
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Small dia. cut-off ~@51

Small shank

KTKH-S KGM KGD / KGD-JCT KTKF KGDS KTKF-S / KTKFS
(ut-off dia.: ~045 (ut-off dia.: ~g32 (ut-off dia.: ~g51 (ut-off dia.: ~¢16 (ut-off dia.: ~024 (ut-off dia.: ~016
Shank: [_]10~25 Shank: []10~16 Shank: []10~25 Shank: []10~20 Shank: []16 Shank: [ ]10~12
(W:2.2~4.1 (W:1.5~4.0 (W:1.3~4.0 (W:0.5~2.0 (W:1.3~3.0 CW: 0.5~2.0 (KTKF-S)
Self clamp Top clamp Top clamp Lateral side clamp Top clamp 1.0~2.0 (KTKFS)
Lateral side clamp
For KTKF / KTKF-S
KTKFS
2-edge *
»
Low cutting force
Chipbreaker for general Chipbreaker for low
cut-off feed cut-off
L Sharp cutting Low feed Medium feed
PG chipbreaker PF chipbreaker PQ chipbreaker
Cut-off (Self clamp)
= General cut-off Low feed cut-off
-g Chamfer + Honed Sharp edge R honed /
% H (15° Lead angle) (15° Lead angle) (15° Lead angle)

KTKH-S KGD KTKF

(Self clamp) (Top clamp) (Lateral side clamp)

Hé6



Introduction

General cut-off ~120

Integral type

Separate type

Integral type

KGD / KGD-JCT

KGD-S

KGM-T

Cut-off dia.: ~850
Shank: [_]16/20~25

Cut-off dia.: ~050
Shank: []20~32

Cut-off dia.: ~260
Shank: [_116~32

(W:2.0/3.0~4.0 (W:2.0~4.0 (W:2.0~6.0
Top clamp Top clamp Top clamp
Blade ‘
+ |
Toolblock Integral type
2-edge
KTKB KTKH-S Good chip control

Cut-off dia.: ~9120
Shank: []16~32

Cut-off dia.: ~979
Shank: []20~25

2-edge

\1

PM chipbreak i
(W:1.6~9.6 (W:3.1~5.1 o Chipbreaker Chlpbrecauliiirnf:rsharp
Self clam “edge
P Self damp Good chip control
‘ ‘ 2-edge f
PM chipbreaker % :
a Zjedge Chipbreaker for
High feed rate stabilty
Chinbreaker Chivbreaker for o feed PH chipbreaker o
ipbreaker for ipbreaker for low fee T-edge 1-edge ».?ff""‘..
general cut-off cut-off , )
High feed rate
Chipbreaker for
PH chipbreaker stability
Blode Separatet Integral t
eparate type ntegral type
Toolblock pareielp grep
/ 3 =
KTKB KTKH-S KGD / KGD-JCT KGM-T
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Small diameter cut-off TKF type

TKF12
Stinlesssteel _Jole[o] [ [ m |
. . Angle .
Dimension (mm) B Tolerance Carbide ~
() g
o
PD |- 5
Insert Description o
w | s or | Re | wi [curom]|esmr| Y| W O T P g
min. | max. | S| 3|3 3|2 =
HEEEE &3
TKF 12L050-S 0.5 5 NOROO
12L070-S 0.7 8 0000
12L100-S 1 12 olojojoe
120125- 125 12 oo (@
12L150- 15 12 olojejoe
e s 121200- 2 el s Lo | s 2 o Loosleoosl® @ ®®]®
{ 12R050-S 0.5 . ’ 5 . 10
12R070-S 0.7 8 0000
12R100-S 1 12 ololojoe
12R125-S 125 12 olojole
12R150-5 15 12 olojoje®
12R200-5 2 ) olojojo®
12L100-T 1 00
12L150-T 15 00
121200-T 2 00
i ; 87 | 5 | 008 | 3 2|0 |-003|+003| gI gt g
i . 12R150-T 15 olej®
ough edge
b= 12R200-T 2 olol®
8 TKF 12L050-5-16DR | 05 5 NOROO
3 12L070-S-16DR | 0.7 8 ojojojoe
12L100-5-16DR 1 12 olojejoe
12L125-5-16DR | 1.25 12 oo |®
12L150-5-16DR | 15 12 0000 11, 16
121200-5-16DR 2 12 0000
12805051608 | 05 | &7 | 0 [ 0B 3 | 5 | 16| 008+00\glglele|e
12R070-S-16DR | 0.7 8 0000
12R100-5-16DR 1 12 oloo®
12R125--16DR | 1.25 12 0000
12R150-S-16DR | 15 12 0000
12R200-5-16DR 2 12 0000
) TKF 12L100-T-16DR 1 N0
ERE s R 12L150-T-16DR 15 00
S 121200-T-16DR 2 00
g e ; 87 | 5 | 008 | 3 12| 16 [-003|+003| g1 o
Toughedge 12R150-T-16DR 15 oloje
12R200-T-16DR 2 00
TKF 12L050-NB 0.5 5 o0 °
12L070-NB 0.7 8 0 °
12L100-NB 1 12 0 °
EN i M 12L150-NB 15 12 oo °
ja 121200-NB 2 12 0 °
' 12R050-NB s [ O3 s | 0BGl | e
Without Chipbreaker 12R070-NB 07 8 bd b e
12R100-NB 1 12 oo °
12R150-NB 15 12 oo °
12R200-NB 2 12 ole °

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H12 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center.
Right-hand shown

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Small diameter cut-off TKF type

TKF12
Stinlesssteel _ol@o] [ | M|
Dimension (mm) A"?'e Tolerance Carbide ._
() 3
=
PD |- s
Insert Description = o
W | S | D1 | R |W| E |PSIRR w1 g
S min. | max. |S|3|S| 8|2 =
=HEEEE 3
TKF 12L050-NB-20DR | 0.5 5 o® °
12L070-NB-20DR | 0.7 8 ol® °
12L100-NB-20DR | 1 12 ol® °
12L150-NB-20DR | 1.5 12 N0 °
12L200-NB-20DR | 2 12 ole® °
= Roso-ng200R | o5 | 87| S | 0| 3 | 5 | 2 |-003]+003\gig o H11, H16
L N=D 12R070-NB-200R | 0.7 8 N0 °
Without Cipbreaker 12R100-NB-200R | 1 12 ole| | |o
12R150-NB-200R | 1.5 12 N0 °
12R200-NB-200R | 2 12 o °

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H12 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center.
Right-hand shown

Cutoff a

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Small diameter cut-off TKF type

TKF16
Staesssteel ___[ole[o] [ [ M|
. . Angle .
Dimension (mm) b Tolerance Carbide ~
©) 3
2
D |- S
Insert Description = o
v | s | on | e |wi| & [psmr| W W L El
= min. | max. | Q|38 8|e =
EEEEE
g TKF 16L150-5 15 olojojo|e
R 16L200-S 2 olojoo®
) ¢ 16R150-5 15 9.5 5 1005 4 16 0 |-0.03[+0.03 olelolole
16R200-S 2 o0o0 00
TKF 16L150-T 1.5 oe0
16L200-T 2 LJC L )
16R150T 15 9.5 5 0.08 4 16 0 |[-0.03]+0.03 olole
16R200-T 2 o0
TKF 16L150-S-16DR 1.5 oo0 0O
16L200-S-16DR 2 o000 0O
16R150-5-16DR 15 9.5 5 0.05 4 16 16 |-0.03 {+0.03 olelelele
16R200-S-16DR 2 o000 0
TKF 16L150-T-16DR 1.5 o0 —
[ 16L200-T-16DR 2 ) o000 '
- 16R150-T-160R 15 9.5 5 0.08 4 16 16 0.03 [+0.03 olole
o T 16R200-T-16DR 2 o000
- ough edge
>
|
bty | THF 16L150-NB 15 ole °
g L 2 9.5 5 0 4 16 0 |[-0.03]+0.03 o® ®
16R150-NB 1.5 ’ : Tele [ ]
16R200-NB 2 o0 [ ]
16L150-NB-20DR | 1.5 o0 [}
16L200-NB-20DR 2 o0 [}
16R150-NB-200R | 15 9.5 5 0 4 16 20 |-0.03 {+0.03 ole ®
16R200-NB-20DR 2 o0 [}
Without Chipbreaker

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H12 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1mm from the center.
Right-hand shown

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Small diameter cut-off

TKF type

* Clamp screw can be operated from
D £D: both front and back side
=
w w
D [0 :
I 1 1
1° k 2 1
KTKF,1616)X-.. 2
KTKF?.2020JX-.. C
1
\ /
- & @ < .
KTKF?.2020.. LH o LF
shows above figure
KTKF%.1010JX-..

Toolholder dimensions

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

Spare parts
Availabi- A
X Dimension (mm)
lity Clamp screw Wrench (Torx)
Description Applicable inserts
@
R|L|[ X H B LH HF LF WF é /@
KTKF%.  1010JX-12 [ BN J 10 10 15 10 10
1212)X-12 [ BN ) 12 12 12 12 %
6 120 SB-4590TRWN FT-10 TKF12%L...
1616JX-12 [ 3K J 16 16 16 16
2020)X-12 [ BN ] 20 20 20 20 %
KTKF%.  1010JX-16 [ BN 10 10 20 10 10 %
1212)%-16 0 12 12 12 12 v
8 120 SB-4590TRWN FT-10 TKF167L...
1616JX-16 [ 3K J 16 16 16 16
2020X-16 [ BN ] 20 20 20 20
KTKF%.  1212F-12 [ BN ] 6 12 12 12 85 12 SB-4590TRWN FT-10 TKF12%...
KTKF%.  1212F-16 [ BN J 8 12 12 12 85 12 SB-4590TRWN FT-10 TKF16%....
(DX shows the distance from the toolholder to the cutting edge. H8, H9 and H10 for the actual cut-off diameter.
A A A
=) @y i
“ E X £
———— {:E;X Y F—r w
P — r X 1y
=) - - :
KTKFL1620JX-12
A
t II (@ @ / N
Left-hand shown | Left-hand Insert for Left-hand Toolholder.
Toolholder dimensions
Spare parts
Availa- . .
» Dimension (mm)
bility Clampscrew | Wrench (Torx)
Description Applicable inserts
&
L | ox | H B | W | LF | wr ‘é /@
KTKFL ~ 1216JX-12 [ ] 12 16 12 16
6 120 SB-4590TRWN FT-10 TKF12L...
1620JX-12 [ ] 16 20 16 20

(DX shows the distance from the toolholder to the cutting edge. H8, H9 and H10for the actual cut-off diameter.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Introduction TKF type

How to Use

Main spindle
1) When using main spindle only
Maximum cutting diameter is CUTDIA (Fig.1). =
Even if the cutting edge runs beyond the center line, the insert does not contact - = E -
the workpiece, since the workpiece falls off. =
(The clearance between the insert and the workpiece is 0.2 mm)
Fig.1 Fig.2

(When the edge is at the center) (When the edge is Tmm beyond the center)

2) When using both main and sub spindles

In this case, when the cutting edge runs beyond the center line, the insert will contact
the workpiece, since the workpiece does not fall off.

e.g.) When the cutting edge is programmed to run Tmm beyond the center.
Workpiece maximum, CUTDIA2 (Fig.4) = [CUTDIA -1 mmx2] (mm)

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

Main spindle

Sub spindle

CUTDIA2

Fig.3 Fig.4

(When the edge is at the center) (When the edge is Tmm beyond the center)

How to select edge preparation

b=
(@)
+

=1
|9

Troubleshooting
Countermeasures
Lead angle (PSIRR) Edge width Name of chipbreaker
Neutral (0°) Yes Narrower Wider S T NB
Problems Countermeasures
Insert fracture Insert fracture prevention Effective Effective Effective Effective
Long cutting time Cutting time reduction Effective Effective Effective Effective
Entangled chips ASEIE (AT Effective Effective Effective
entanglement
Large boss remain Small boss remain Effective Effective Effective
Ring femain Pr.eventlon.of Effective Effective Effective
(Hollow workpiece) ring remain
Deformat.mn o hollow Preventing deformation Effective Effective Effective
workpiece (pipe)

H12



Small diameter cut-off

TKF type

Cut-off toolholders for automatic lathe great for high pressure coolant

KTKF-JCT

Finely breaks chips into small pieces. Superior chip control performance when machining difficult-to-cut

material and stainless steel. Superior cooling action improves tool life.

Superior chip control performance

Discharges coolant in two directions toward rake surface of insert. Finely breaks chips into small pieces.

Coolant discharge structure comparison

\Y

KTKF-JCT

Chip control comparison (Internal evaluation)

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

SUS304 TAB6400 (Ti-6AI-4V)
f f 0.01 0.02
ey | 001 0.02 0.03 (mmirev) 0.03
- ol e
T B e
— Ny
w i M) )
PR

Cutting conditions: Vc = 80 m/min, Wet (Oil-based) lubricating pressure: 1.5 MPa (Internal)

Workpiece: 312 mm

(Internal evaluation)

Competitor A

Superior cooling action improves tool life

Coolant is directed from the flank face of the insert as well
An ample supply of coolant to the tool edge area helps to further

suppresse insert wear

Wear resistance comparison (Internal evaluation)

0.14
0.12
0.10
0.08
0.06
0.04

Amount of Wear (mm)

0.02

M KTKF-JCT
I Competitor A

20

30

40

Cutting Time (min)
Cutting conditions: Vc = 100 m/min, f = 0.02 mm/rev, Wet (Oil-based)
Lubricating Pressure: 1.5 MPa(Internal) Workpiece material: TAB6400 (Ti-6Al-4v) ¢12

50

60

70

H13



Small diameter cut-off TKF type
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Coolant pipe parts

Pipe parts will be required separately if internal coolant is used.
Without coupling (Pump pressure: Up to 20 MPa) With coupling (Pump pressure: Up to 7.5 MPa)

[(1) Joint ]
(2) Coupling

-:.- — (5) Joint

A (6) Coupling
s =—11[(7) Joint ]

Combination part description (Example) Combination part description (Example)
Spare parts Description Spare parts Description
(1) Joint J-ST-R1/8-G1/8 [(1) Joint ] -
(4) Hose HS-G1/8-G1/8-500 (2) Coupling CP-ST-R1/8,P-ST-RC1/8
(5) Joint JSTRI/B-G1/8 () Joint Uil
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to the thread (4) Hose HS-G1/8-G1/8-500
standard on the hose side (G1/8) for use. .
Use sealing agents such as seal tapes when installing piping parts. (5) Joint J-ST-R1/8-G1/8
(6) Coupling P-ST-RC1/8,CP-ST-R1/8
[(7) Joint ] =

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

Without coupling (Pump pressure: Up to 20 MPa)

— G1/8 @
I
Rc1/4 - G1/8 | -
Rc1/8 | n Ve
NPT1/8 WI

Machine

Rc1/8 AR

Rc1/8 =TT E'];.u.... R1/8 -G8
Mh —e =
w - |
Rc1/4 Connector Plug é

NPT1/8

Machine

(1) Joint (2) Coupling (3) Joint (4) Hose

H14



Small diameter cut-off TKF type

Piping installation parts description

Joint [(1)(3)(5)(7)] 4 Coupling [(2)(6)] ]
Pressure resistance: ~20.0MPa Pressure resistance: ~7.5MPa
Exterior Description Thread standard Std. Exterior Description Thread standard Std.
) . J-ST-R1/4-G1/8 R1/4 = G1/8 ° -
) / hm (P-ST-R1/8 R1/8 °
: J-ST-NPT1/8-G1/8 NPT1/8 < G1/8 ° ! 1
AT BT
J-ST-R1/8-G1/8 ° e
. -t P-ST-RC1/8 Rc1/8 o

W\I RI/8 = G1/8
Qr? J-AN-R1/8-G1/8 .

J-ST-R1/4-RC1/8 R1/4 < Rc1/8 o

w J-ST-NPT1/8-RC1/8 NPT1/8 < Rc1/8 °

Rc1/8 < R1/8

I-ST-R/8-RC1/8 (Extension Joint) °
Hose (4) .
Pressure resistance: ~20.0MPa ﬂ
Exterior Description Thread standard Totallength Std. l
(mm) b=
o
HS-G1/8-G1/8-200 200 ° =
(V)
HS-G1/8-G1/8-300 300 o
HS-G1/8-G1/8-400 400 °
G1/8
HS-G1/8-G1/8-500 500 °
o &M HS-G1/8-G1/8-600 600
% HS-G1/8-G1/8-800 800 °
Cautions

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 pressure resistance before use.
6. Regularly changing the coolant filter is recommended.

R1/8

Rc1/8

KTKF-JCT toolholder

Rc1/8
R1/8

o "WT,W

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

H15



Small diameter cut-off

TKF type

h=
o
+

=1
v

KTKF-JCT R-hand
LN
- T
w - - k=T
O e L EacE =
LH
CDX
MHD2 MHD
' et —
w ® S Nah AR . i
£ 8| & €y &
3-Rc1/8
77777777777777777 - LF
KTKFR1220H...
Right-hand shown | Right-hand Insert for Right-hand Toolholder.
Toolholder dimensions
Spare parts
Availa- A
" Dimension (mm)
bility o Clamp screw Plug Wrench (Torx)
o
Description E ) Applicable inserts
s © | @
R [CDX| H | B | LH [ OAH [ MHD [MHD2| HF | HBL [ LF | LN | WF é g %
KTKFR ~ 1220H-12)CT [ 12120 | 20 | 19 | 35 121 20 28| 12
1625H-12)CT ® |75/ 16 23 16 100 16 |Yes| SB-4590TRWN GP-1 F1-10 TKF12R...
— 25 | B 25|21 /7 40 —
2025H-12)CT [ ] 20 27 20 20
KTKFR  1625H-16JCT [ ] 16 23 16 40 | 16
96— 25| 23— 25| 21 — 100 Yes| SB-4590TRWN GP-1 FT-10 TKF16R...
2025H-16JCT [ ] 20 27 20 41 1 20
(DX shows the distance from the toolholder to the cutting edge.
Cut-off diameter (CUTDIA) depends on the insert edge width.
Please see page H14 and H15 for piping parts of coolant-through holders.
KTKF-JCT L-hand
_ [ s et e Bt 1 S g
T e i 2, . ’
MoryT O
LH
MHD MHD2
] —
I
O | - : g
3-Rc1/8
LF
Left-hand shown | Left-hand Insert for Left-hand Toolholder.
Toolholder dimensions
Spare parts
Availa- A
" Dimension (mm)
bility | Clampscrew Plug Wrench (Torx)
Description ‘_é ) Applicable inserts
] @ | @
L | X| H B | LH [ OAH [ MHD |MHD2| HF | LF | LN [ WF g @ %
KTKFL ~ 1625H-12)CT [ ] 16 23 16 16
15 25| 23 25| 2 100 | 40 Yes| SB-4590TRWN GP-1 FT-10 TKF12L...
2025H-12)CT [ ] 20 27 20 20
KTKFL ~ 1625H-16JCT [ ] 16 23 16 4 | 16
9.6 25 | 23 25 | 2N 100 Yes| SB-4590TRWN GP-1 FT-10 TKF16L...
2025H-16JCT (] 20 27 20 a1 | 2

(DX shows the distance from the toolholder to the cutting edge.
Cut-off diameter (CUTDIA) depends on the insert edge width.
Please see page H14 and H15 for piping parts of coolant-through holders.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Small diameter cut-off TKF type

KTKF-S (for sub spindle tooling)

|
I
|
Sub Spindle Dia
240(-12SA, -16SA)
©50(-12SB, -16SB)
~B_

Right-hand Insert for Right-hand Toolholder,|

=|
t Right-hand shown
M I =t B
KTKF?/11010JX-125A
SO KTKF*/L1010JX-165A

5 1 T / shows left figure
| (28] !

1
L]
Sub Spindle Dia.
240(-12SA, -16SA)
©50(-12SB, -16SB)

t Left-hand shown Left-hand Insert for Left-hand Toolholder.

Toolholder dimensions

Spare parts
Clamp screw Wrench

§ Applicable inserts
10 10 10 120 15

5 12 85 26 7.2 6 TKF12%2
12 12 12 -
120 26

KTKF 1010JX-165A 10 10 10 120 20
22
1212F-165A 16 16 85 30 7.2 8 TKF167L
12 12 12 -

KTKF? 1212)X-16B | ® | ® 120 26

AVailability Dimension (mm)

Description

CUT.D A\ CUTDIA H HF B LF LH IN | *IN2 | WF | (DX

min max

(&

Cut-Off %

KTKF 1010JX-125A
1212F-125A
KTKF 1212)X-1258

SB-4570TRN FT-10

(DX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the actual cut-off diameter.
Cut-off diameter (CUTDIA) depends on the insert edge width.
Only Right-hand is available for LN2 dimension.

How to Use
1) When using Main Spindle only

Maximum cuttinng diameter is CUTDIA

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

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

Main Spindle

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

iz |
Fig. 3 Fig. 4

(When the edge is at the center)  (When the edge is 1mm beyond the center)

2) When using both main and Sub Spindles

In this case, when the cutting edge runs beyond the center line, the insert will
contact the workpiece, since the workpiece does not fall off. Therefore the
programmed distance beyond the center must be considered.
e.g) When the cutting edge is programmed to run 1 mm beyond the center
as shown in Fig4,
Maximum cutting diameter CUTDIA2 (Fig. 4) is CUTDIA2=[CUTDIA-1 mm x 2](mm).
(The clearance between the insert and the workpiece is 0.2 mm)

Main Spindle

Sub Spindle

CUTDIA2

1r
|

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Small diameter cut-off

TKFS type

h=
o
+

=1
v

Stinlesstedd __________________[o@o] [ M|
Dimension (mm) Tolerance Carbide
| D 0|7 poplcabletolhod
nsert escription pplicable toolholder
w S D1 RE W1 ChDE (\.N G niniglo
max | min. | max. |SiSS|S
TKFS12L  100-S 1 6 [HEHE] ]
150-S 15 9 [ E ]
200-S 2 12 00O
TKESTR 100 1 8.7 44 | 005 | 22 6 -0.03 | +0.03 ooiolo
. 150-S 15 9 CHECEDNE seebelow table
200-S 2 12 H ] for KTKFS
) TKFST6L  150-S 1.5 14 [mHEHE] .
200-S 2 16 0000
TKESTER 1505 s | 95 | 44 005 | 22 | | -003 | +003 ooolo
200-S 2 16 oinio|o
Left-hand shown
e | N
g égﬁ the (s o
o |7 T
N Is - P m] — ﬁ
| 5|y cox| | %
2 e 30° LN
N Q\S‘“\‘X
: ] <<l
Right-hand shown | Right-hand Insert for Right-hand Toolholder.
] cDX, . &
: 1 Bl
(o} - -
Ml 3| <La 30° LN
AR L -
N Y
P KTKFS%.1010K-12A
* | ' £ ‘ KTKFS".1010K-16A
- \l ~ shows left figure
Left-hand shown | Left-hand Insert for Left-hand Toolholder.
Toolholder dimensions
Availabi- X . Spare parts
) Dimension (mm)
lity Clamp screw Wrench (Torx)
Description Applicable inserts
CUTDIA | CUTDIA %,//
R|L ) X H B LH HF LF LN IN2 [ WF é
min | max
KTKFS®.  1010K-12A | [0 | OJ 6 12 6 10 10 15 10 120 22 5 SB-4050TRN LTW-10S
1212F-12A || O 85 22 26 TKFS12%4
21k (o0 6 12 6 12 12 12 0 % 5 SB-4050TRN LTW-10S
KTKFS®.  1010K-16A | L [ 0| 14 16 8 10 10 20 10 120 22 5 SB-4050TRN LTW-10S
1212F-16A | | OJ 85 22 30 TKFS16"4
121K168 o110 14 16 8 12 12 12 0 % 5 SB-4050TRN LTW-10S

(DX shows the distance from the toolholder to the cutting edge. Ref. to the table below for the actual cut-off diameter.
Cut-off diameter (CUTDIA) depends on the insert edge width.

Only Right-hand is available for LN2 dimension.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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Small diameter cut-off TKFS type
TKF12/16
Recommended insert grades TKF12 TKF16
(Ve: m/min) Edge width CW (mm) “
Workpiece material MEGACOAT | MEGACOAT DLC coated ) E
NANOPLUS|  NANO MEGACOAT . Carbide 0.5 0.7 1.0 1.25 1.5 2.0 1.5 2.0 g
PR1725 PR1535 PR1225 PDL025 KW10 f (mm/rev)
* * * 0.01~0.04 0.01~0.04 | 0.01~0.04 | 0.02~0.07 | 0.02 ~0.07
Carbon steel 70~170 | 70~150 70 ~ 150 0.01~0.02]0.01~0.03 |, 10.01~004| = | ST S E T e
(50~140) | (50~120) | (50~120) (0.01~0.05) (0.02~0.1) [ (0.02~0.1) | (0.02 ~ 0.1) | (0.02 ~0.1)
* * * 0.01~0.04 0.01~0.04 | 0.01~0.04 | 0.02~0.07 | 0.02 ~0.07
Alloy steel 70~170 | 70~150 70~ 150 0.01~002|0.01~003| " L [001~004 | © ST S
(50~140) | (50~120) | (50~120) (0.01~0.05) (0.02~0.1) | (0.02~0.1) | (0.02 ~ 0.1) | (0.02 ~0.1)
w * W
0.005 ~ 0.01~0.02 0.01~0.02 | 0.01~0.02 | 0.01~0.04 | 0.01~0.04 | =
Stainless steel 60~140 | 60~120 60 ~ 120 0.01~0.02 0.01~0.02 s
@0 ~120) | @~100 | (40~100) 0.015 (0.01~0.03) (0.01 ~ 0.05)|(0.01 ~ 0.05){(0.01 ~ 0.05)|(0.01 ~ 0.05) 8
Castiron - 5 : op | 001~003| 001~004  0.07~005 | 0.01~005 | 001~005 | 0.01~0.05 | 0.02~0.08 | 0.02~0.08
Aluminum alloys - * ﬁ 0.01~0.03 | 0.01~0.04 | 0.01~0.05 | 0.01~0.05 | 0.01~0.05 | 0.01~0.05 | 0.02~0.08 | 0.02 ~ 0.08
Y 200~500 | 200~450 || T TE TR BT BT R B T
*
Brass - 100~ 200 | %01~ 003 | 0.01~004| 001~006 | 0.01~0.06 | 0.01~006 | 001~006 | 002~01 | 002~0.1
*():Tough edge type (TKF.T.) % : 1st Recommendation vx: 2nd Recommendation
TKFS (For small diameter cut-off)
A\
Recommended insert grades (Vc: m/min) TKFS12 ‘ TKFS16 .
@)
Ed idth 2 1
Worpiecemateral | e | MEGACORTNANO|  MEGACONT | Caide ge width {mim) = 5
10 15 | 2w | 15 w | & o
PR1725 PR1535 PR1225 kw10 f (mm/rev)
* w W
Carbon steel 70~ 170 70~ 150 70 ~ 150 - 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
* w o
Alloy steel 70~ 170 70 ~ 150 70 ~ 150 - 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
’ w * o
Stainless steel 60 ~ 140 60 ~ 120 60~ 120 - 0.01~0.02 | 0.01~0.02 | 0.01~0.03 | 0.01~0.02 | 0.01~0.03 -
* g
H — - — ~ ~ ~ ~ ~ A
Castiron 50 ~ 100 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
. *
Aluminum alloys - - - 200 ~ 450 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03 | 0.01~0.03
*
Brass - - - 100 ~ 200 0.01~0.04 | 0.01~0.04 | 0.01~0.04 | 0.01~0.04 | 0.01~0.04

% Tst Recommendation ¥x: 2nd Recommendation
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KGD type GDM/GDMS/GDG type

Stinlessseel | |olole[ |  m |
Dimension (mm) Angle (°) Tolerance Carbide
g ENE
Insert Description < Applicable toolholder
S| w s RE | INSL | PSIRTA |CWmin. [CWmax.| o v sl e
SEEEE
GDM  1316N-003PF 0.03 YO
pievoiser | 2] 13 ., s 16 ol Gl IS PSS
GDM  1516N-003PF : 0.03 )
sienoiser | 2| 2 o1s | 16 0041+ 1gig e
zh P
(=== |GDM  2020N-003PF 0.03 ) oo
R P o0noispE | 2] 2 ars | B - | MO0 g g
GDM  2520N-003PF 0.03 )
Low feed -
wonvorser |2 P | M s | 2 004 | +004 ) g g
GDM  3020N-003PF 0.03 eeoe
oovorsee | 2] 3 s | 2 S004 1 0041 g g @
& GDM  13161-003PF-15D oo
: e EEE 003 | 16 004 | +004 | |Sio o
s GDM  15161-003PF-15D 37 | 003 eoe
S 1516R-003PF-15D | 2| 1.5 003 | 16 004 | +004 | |@i@i®
- 1516R-015PF-15D 0.15 YY)
e |GDM 2020L-003PF-15D 0.03 eeoe
% =L 2020R-003PF-15D [ 2 | 2 003 | 20 15 | 004 [+004 | @ @@
= vy 2020R-015PF-15D 0.15 eooe
O Low feed GDM  2520L-003PF-15D 0.03 PSS
2520R-003PF-15D | 2| 25 | 43 | 003 | 20 2004 | +004 | |@i@®
2520R-015PF-15D 0.15 SO
GOM  3020L-003PF-15D 0.03 eee | 2 ':Ig :ég H26,
3020R-003PF-15D | 2| 3 003 | 20 2004 | +004 | |@i@i® '
3020R-015PF-15D 0.15 YY)
GDM  2020N-010PQ  |2]| 2 0.1 20 2003 | +003| e@®
- 0 om sovore (2] 25 | 43 | 01 | o | - | -0 [0 | eee
£ N Ry
E GDM  3020N-010PQ [2| 3 0.1 20 2003 | +003| eie@®
=
= GDM  2020R-010PQ-15D| 2| 2 0.1 20 2003 | +003 | ee@e®
< =i, GM  2520R-010PQ-15D| 2| 25 | 43 | 0. 20 15 | -003 | +003| @e@®
v vy
GM  3020R-010PQ-15D| 2| 3 0.1 20 2003 | +003| e@®
B . |66 2020N-005P6 | 2] 2 005 | 20 2002 | +002 |@| @®|@
2 / vy |66 2520M00P6 2| 25 | 43 | 005 | 20 < | -002 | +002 |@| @i@|®
£ lowattingforce | GDG  3020N-005PG |2 | 3 005 | 20 2002 | +002 |@| @®®
=
5‘: e |GDG  2020R-005PG-15D|2 | 2 005 | 20 2002 | +002 |@| ‘e@|@®
z e
S : GDG  2520R-005PG-15D[2| 25 | 43 | 005 | 20 15 | -002 | +002 |@| @@|®
/ i
lowauttingforce | GDG  3020R-005PG-15D |2 | 3 005 | 20 2002 | +002 |@| o@|®

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

Groove bottom created by PF / PM
H chipbreaker

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GDM/GDMS/GDG type

Sanlesstel ___________________|o]ole] M |
. . Angle .
Dimension (mm) @ Tolerance Carbide
“ PVD
=
Insert Description - w Applicable toolholder
=y S RE | INSL | PSIRR (CW min. b b
max. |=igied
GDM 2020N-020PM 201 2 0.2 20 -0.03 |+003 |@:@:@®
g GDM 2520N-020PM 20 25 0.2 20 -0.03 |+0.03 |@:®:@®
= 43
GDM 3020N-025PM 2| 3 025 | 20 -0.03 |+003 |@:@®:@®
General purpose
GDM 4020N-030PM 20 4 03 20 -0.03 |+003 |@:®:@®
GDM 2020R-020PM-6D 21 2 0.2 20 -0.03 |+003 |@:@®:@®

€ 510 |eM  2520R-020PM-6D 20 25 | 43 | 02| 20| 6 |-003|+003|@ @@

_§ General purpose
g GDM  3020R-025PM-6D 2| 3 025 | 20 2003 | +003|@ @@ [
(&)
% 5
s GDMS  2020N-020PM 1 2 02 | 20 003 | +003|@ @@ =
O
GDMS  3020N-025PM 11 3 | 43 |05 | 20 | - |-003]+003
GDMS  4020N-030PM 1| 4 03 | 20 2003 | +0.03|@ @@ H2 H23, H25, Has
GDMS  2020R-020PM-6D 1 2 02 | 20 -0.03 | +0.03

GDMS  3020R-025PM-6D 1 3 43 | 025 20 6 | -003]+0.03

General UPOSE | GppS 40208-030PM-6D 1 4 03 | 20 -0.03 | +0.03

GDM 2020N-020PH 20 2 0.2 20 -0.03 [ +0.03

g | GDM 3020N-030PH 21 3 43 0.3 20 - | -0.03 | +0.03

Hohfeed | GoM  4020N-030PH 2| 4 03 | 2 -0.03 | +0.03

GDMS  2020N-020PH 1 2 0.2 20 -0.03 | +0.03

Grooving and cut-off / High feed rate

GDMS  3020N-030PH 11 3 43 0.3 20 - -0.03 [ +0.03

1-edge / High feed

GDMS  4020N-030PH 11 4 0.3 20 -0.03|+003 | @:@:®

Groove bottom created
by PF / PM chipbreaker

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

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GDM/GDMS/GDG type

KGD (For automatic lathe)

s

K

KGD%.2012K-OD34
KGD%2020K-OD34
KGD%.2525K-ODOO

LF
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- . .
) Dimension (mm)
lity (lamp bolt (lamp screw Wrench (Torx) Wrench (hex.)
Description %
= s| 2 = v
RIL|E|[H|B|WH|E|[E|H|=|LF|W =
S 2|2
[ KGD¥.  1010)X-1.3D16 e(®| 16 9.9
= 10| 10 | 18 10 120 ——
o 1010JX-1.3 o O 2 9.5
4 1212F-1.3D16 ® (@16 11.9
=] 13113 2 18— 5 - SB-40120TR LTW-15S -
v 1212F13 ®| 0| 2 1.5
12 1 12 | 195 12
1212)X-1.3D16 ® (@16 120 ﬁ
1212)X-1.3 o 0| 24 15
i el [ BN J A
KGD%.  1010JX-1.5D16 16 0l 18 10 120 9.7
1010JX-1.5 e 0| 2 9.4
1212F-1.5D16 ® (@16 1.7
15015 2 18 /15 - SB-40120TR LTW-15S -
1212F-1.5 o 0| 24 1.4
12112 {195 12
1212)X-1.5D16 ®|®| 16 120 ﬂ
1212)X-1.5 o 0| 24 1.4
KGD%.  1010JX-2 ® (@®| 20| 1010 |18 10 120 9.2
1212F-2 o0 2|8
24 | 121 12 {195 12 112 1 - SB-40120TR LTW-15S -
1212)X-2 [ AKJ 120 ——
1616JX-2 ® (@ | 32|16 16 |245| 2 3116 15.2
2012K-2D34 [ BN ) 2 12 2 1.2
2020K-2D34 e 0| 34 20 |32.5 125(19.2] 0 HH5X16 - - LW-4
2525K-2D34 [ BKJ 25| 25 25 24.2
KGD%.  1010J)X-2.4 ® ®| 20|10 (1|18 10 120 9
1212F-2.4 [ BN ) 2|85
24 1 12 112 {195 12 — 111 - SB-40120TR LTW-15S -
1212)X-2.4 [ BN ) 190 ]
1616)X-2.4 ®(®|32|16(|16 (245|241 3 |16 15
2012K-2.4D34 [ BN J 2 12 2 n
2020K-2.4D34 o 0 34 20 |325 125119 0 HH5X16 - - LW-4
2525K-2.4D34 [ BN J 25|25 25 24
KGD%  1212)X-3 ® (@ | 24| 12(12|195] 3 3 112( 2 |120(108] 1 - SB-40120TR LTW-15S -
KGD%  1616JX-3 ®| 0|32 245 SB-40120TR LTW-15S
16 | 16 — 16 120 | 14.8
1616JX-3D38 [ BN ) 3 2 L
1913K-3D38 [ BN ) 19|13 19 125(11.8
2012)X-3D42 L 2K 2K 31 1 - -
Nir—3 | 4 10.8 SE-50125TR LTW-20
2012JX-3D51 o 0|5 36
20 20 120 —
2020JX-3D42 |0 | 4 31
20 — 18.8
2020JX-3D51 o0 5 36 L
2525K-3D51 [ B 25| 25 |45 25 12523.8| 0 HH5X16 - - LW-4

4mm width Insert cannot be installed in KGDR/L1212)X-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 36mm with KGDR/L...-3D38, KGDR/L...-3D42 or KGDR/L...-3D51 toolholders, please use 1-edge inserts.
Maximum cutting diameter for 2-edge inserts is g36mm.
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KGD type GDM/GDMS/GDG type

KGDS (Right-hand, for sub spindle tooling)

LN
) g, (e i
g
- 2|3 g LH
£18 X
a /"‘\»Gy
a — /
GAM“‘P
| X |\ *
LF
Right-hand shown
Toolholder dimensions
Spare parts
Availa- . .
» Dimension (mm)
bility (lamp screw Wrench (Torx)
Description G'L(\l\;l P
R |[CUTDIA| H B wo| WL LF IN | wF \é’ K
min. | max.
KGDSR  1616JX-1.3B [ 24 16 16 19.5 13 13 16 120 27 9.5 5 SB-40120TR LTW-15S [
KGDSR  1616JX-1.5B [ 24 16 16 19.5 1.5 1.5 16 120 27 9.4 5 SB-40120TR LTW-15S ﬂO:
KGDSR ~ 1616JX-2B [ 24 16 16 19.5 2 3 16 120 27 9.2 1 SB-40120TR LTW-15S %
()
KGDS (Left-hand, for sub spindle tooling)
«@ ﬁ
z|
&)
% LH
§.§ %/"’ \\\
& ' )
VG/AMP
T g £
LF
Left-hand shown
Toolholder dimensions
Spare parts
Availa- . .
» Dimension (mm)
bility (lamp screw Wrench (Torx)
Description G'L(\l\;l P
L |CUTDIA| H B LH (\.N ow HF LF IN WF ‘é /
min. | max.
KGDSL  1616JX-1.3B [ 24 16 16 19.5 13 13 16 120 27 9.5 5 SB-40120TR LTW-15S
KGDSL ~ 1616JX-1.5B [ 24 16 16 19.5 15 1.5 16 120 27 9.4 5 SB-40120TR LTW-15S
KGDSL ~ 1616JX-2B [ 24 16 16 19.5 2 3 16 120 27 9.2 1 SB-40120TR LTW-15S

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

Cut-off toolholders for automatic lathe great for high pressure coolant

KGD-JCT oo

n Optimized coolant hole position >

Discharge coolant towards the
flank face of the insert

Directing coolant towards the cutting edge lengthens
tool life.

Coolant discharging

KGD-JCT

Competitor A

b=
(@)
+

=1
|9

Sufficient cooling Coolant does not flow directly
towards the cutting edge towards the cutting edge

Cutting edge condition (after machining 20min)

Wear resistance comparison (internal evaluation)
0.20 .

M KGD-JCT
[ Competitor A (Internal coolant type)

0.15

KGD-JCT Competitor A

High density and high speeds coolant provides effective cooling of
the cutting edge
Superior cooling action improves tool life

Flank wear (mm)

0.00

0 20 40 60 80

Cutting time (min)

Cutting conditions: Vc = 80 m/min, f = 0.06 mm/rev (~2 mm : f=0.02 mm/rev),
KGDR1625H-2JCT, GDM2020N-015PF PR1535 (CW: 2.0 mm)
Workpiece material : SUS304 (225) Internal coolant (1.5MPa) Cut-off
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KGD type GDM/GDMS/GDG type

KGD-JCT (For automatic lathe)

MHD3

KGDL..-JCT

Rc'/s Rc'/s Rc'/s

—_—
o
>
=
5
Q]L B
NS
|
H

Q\v. I
S HBL ‘g‘ .
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ) .
X Dimension (mm)
lity o | Campscrew Plug Wrench (Torx)
=| 2
Description % E Applicable inserts
S8 .@
. L)
R| LB wle|w|2|2|2|E|E|w|B|2|u|=|w = u
£ g e e | | T |
KGDR 1220H-2CT | ® 2411220 [195| 35 8.4 12 (85 44 112
2|3 21{100 1 |Yes| SB-40120TR GP-1 LTW-155 +
1625H-2CT | ® 32| 16| 25 [245| 25 | 46 |12.2 16 | 4.5 40 [15.2 5
KGDL 1220H-2JCT ® (2412 201(195] 35 1285215 44 112 W
77123 100 1 |Yes| SB-40120TR GP-1 LTW-15$ =1
1625H-2)CT ® (321625 (245] 25 | 46 16 4.5( 21 40 [15.2 ]
KGDR 1220H-2.4)CT | ® 2411220 [195| 35 8.4 12 (85 41
24| 3 21 100 1 |Yes| B-401201R GP-1 LTW-155 GDM type
1625H-2.4/CT | ® 32| 16| 25 [245| 25 | 46 |12.2 16 | 4.5 40 | 15 GDG type
KGDL 1220H-2.4)CT ® (2412 20(195] 35 1285215 4N (GDMS type)
7.7024| 3 100 1 |Yes| SB-40120TR GP-1 LTW-15$ (6DGS ype)
1625H-2.4)CT ® (321625 (245] 25 | 46 16 [4.5( 21 40 |15 ype
KGDR 1220H-3)CT | @ 24|12 20 {195 35 8.6 3112085 44 110.8
3 21 {100 1 |Yes| SB-40120TR GP-1 LTW-155
1625H-3)CT | ® 32| 16 | 25 [245| 25 | 46 [12.2 4|16 |45 40 [14.8
KGDL 1220H-3)CT ® (2412 20(195] 35 3 [12]85(215 44 (10.8
7713 100 1 |Yes| SB-40120TR GP-1 LTW-15$
1625H-3)CT ® (321625 (245] 25 | 46 416452 40 [14.8

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GDM/GDMS/GDG type

KGD (Integral type)

" CDX
3z «©
| ©
|
|
|

KGD¥.1216JX-3T06 ‘ g \
3

KGD%.1216JX-4T06
Right-hand shown

HF

T
o __ 1
HBL ﬁI
g LF

Toolholder dimensions

Spare parts
Availabi- . .
) Dimension (mm)
lity (lamp bolt (lamp screw Wrench (Torx) Wrench (hex.)
Description
@)
R|L|CX|[H|B|L (\.N W HBH | HBL | LF | WF E’
min. [ max.
[ KGDY. 1616H-2T06 oo ¢ 277 28
ﬂO: 1616H-2T10 ®|®| 10| 16 | 16 |30.2 16 | 4 |305] 100|152
% 1616H-2T17 [ JK ) 17 31.2 315
W) 2012K-2T17 [ BN ) 12 | 325 1.2 HH5X16
2020K-2T06 ®|®| 6 28
20 —— 2 | 3|2 125 - - LW-4
2020K-2T10 e e 10 20 | 305 19.2
2020K-2T17 e 0| 17 325
2525M-2T06 ®|®| 6 28
2525M-2T10 ®(®| 10| 25| 25 [305 25 150 | 24.2 HH5X25
2525M-2T17 e o 17 325
KGD®4 2012K-2.4T17 [ BK ) 12 n
17 120 F—325| 24| 3 | 20 125 —— HH5X16 - - LW-4
2020K-2.4T17 [ BN ) 20 19
KGD®. 1216JX-3T06 [ BN ) 6 12 19.5 1212 |19 (120 - SE-50125TR LTW-20 -
1616H-3106 [ BN ) p 21.1 28 148
1616H-3T10 ®|®| 10|16 30.2 16 | 4 [305]100]| °
1616H-3120 [ BN ) 2 342 345
2012K-3120 [ BN ) 12 | 345 10.8 HH5X16
2020K-3T06 ®|®| 6 28 | 3 4
20 — 20 125 - - LW-4
2020K-3T10 e 010 20 | 305 18.8
2020K-3T20 e 0 2 345
2525M-3106 ®|®| 6 28
2525M-3110 ®(®| 10| 25| 25 [305 25 150 | 23.8 HH5X25
2525M-3120 o 0 2 35.5
KGD®L 1216JX-4T06 ®|®| 6 | 1216|195 121 2 |19 [ 120|143 - SE-50125TR LTW-20 -
2020K-4T10 e e 10 30.5
20 | 20 —— 20 125 1183 HH5X16
2020K-4T20 e @ 2 34.5 4|5
2525M-4T10 e 010 30.5 - - LW-4
2525M-4120 ®|®| 20| 25| 25 |355 25 150 | 23.3 HH5X25
2525M-4T25 o ® 25 40.5

(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 (HH5XOO), 8.0N - m (HH6X25), 2.5N - m (SE-50125TR)
Above toolholders are applicable to grooving, too.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GDM/GDMS/GDG type

KGD-JCT (integral type)
. | £ 3|..cox o
-y = LH
| G1/8 "—‘1
N o 1 rL =
aus/ ‘} \ u . MHD oo

Right-hand shown | Pressure Resistance : ~15MPa

Toolholder dimensions

Spare parts
Availabi- . .
X Dimension (mm)
lity o (lamp bolt Plug Wrench (hex.)
2
Description £
o
S
R|L|[ DX H B LH | MHD (\.N w HF LF WF /
min. | max.

KGD?.  2020K-3T06J(T | @ | @ | 6 315 | 96.2 I
2020K-3T10J(T | @ | @ | 10 20 20 34 94.2 20 18.8 HH5X16 %
2020K-3720)(T |®@ | @ | 20 38 90.2 3 . 125 Yes HSG1/8X8.0 W4 é
2525K-3T06J(T | @ | @ | 6 315 | 96.5 ' W)
2525K-3T10)(T | @ | @ | 10 25 25 34 94.5 25 23.8 HH5X25
2525K-3720)(T | @ | @ | 20 39 89.5

KGD?L  2020K-4T10)(T | @ (@ | 10 34 94.2

20 20 20 183 HH5X16
2020K-4T20)(T |®@ | @ | 20 38 90.2
2525K-4T10J(T | @ | @ | 10 34 94.5 4 5 125 Yes HSG1/8X8.0 LW-4
2525K-4T20)(T |®@ | @ | 20 25 25 39 89.5 25 233 HH5X25
2525K-4T25)(T | @ | @ | 25 44 84.5

Please see page D5 for piping parts of coolant-through holders.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GDM/GDMS/GDG type

KGD-S separate type)

T 3
! T
o :
| 1
T J
Right-hand shown (Right-hand blade and right-hand toolholder)
Toolholder dimensions (Blade and toolholder)
% E fﬁ-‘-g EE it et Availability Ble?de. Tolholder Dimension (mm) (W (mm)
E| 2|22 27 Ro| o | desriton | description e gl B | L [ | wE | cox [ MN. | max
[J20 | KGDF 2020X-2117S [ J - KGD.2020-C 20 | 20 | 12 | 20 | 122 234
2 17 [25 2525%-2T17S [ J (] K6DL-217-C | KGDF2525-C 25 | 25 7 25 | 147 | 40 (284 17 | 20 | 3.0
132 No unit description mp KGD%13232-C 32|32 - | 321607 354
(120 | KGD% 2020X-3T10S [ J - KGD1.2020-C 20 | 20 | 12 | 20 | 15 23.0
10 125 2525%-3110S [ J - KGD®/L-3110-C | KGDR/L2525-C 25 | 25 7 25 | 140 | 33 | 280 10
; 32 No unit description mp KGD1.3232-C 2|32 - | 32160 35.0 30 | 40
9_, (120 | KGD% 2020X-3120S [ J ([ J KGDR/.2020-C 20 | 20 | 12 | 20 | 125 23.0
6 20 125 2525X-31205 [ J (] KaD®/L-3720-C | KGDR/L2525-C 25 | 25 7 25 | 150 | 43 | 280 20
) 32 3232X-3120S [ J - KGDR/3232-C 32| 32 - 32 | 170 35.0
’ [J20 | KGD% 2020X-4T10S [ J - KGD/.2020-C 20 | 20 | 12 | 20 | 15 22.5
10 125 2525X-4T10S [ J - KGDL-4T10-C | KGDF/L2525-C 25 | 25 7 25 | 140 | 33 | 275 10
32 No unit description mp KGD¥3232-C 32 | 32 - 32 | 160 34.5
[J20 | KGD% 2020X-4120S [ J - KGD/.2020-C 20 | 20 | 12 | 20 | 125 22.5
4 20 125 2525X-41205 [ J ([ J KGDL-4T20-C | KGDFL2525-C 25 | 25 7 25 | 150 | 43 | 275| 20 | 40 | 5.0
32 3232X-4120S [ J - KGD"/.3232-C 32 | 32 - 32 | 170 34.5
[J20 | KGD% 2020X-41255 [ J [ J KGD/.2020-C 20 | 20 | 12 | 20 | 130 22.5
25 25 2525X-41255 [ J [ J KGDL-4T25-C | KGD¥L2525-C 25 | 25 7 25 | 155 | 48 | 275 25
[132 3232X-41255 [ ] - KGD.3232-C 32 | 32 - 32 | 175 34.5

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter.
2. The toolholder and blade 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.)
5. Recommended tightening torque of clamp bolt for insert : 6.5N-m (Groove width 2 ~ 4 mm)
6. Above toolholders are applicable to external grooving, too.

Spare parts

Spare parts

Clamp bolt Clamp screw
Unit Description (for insert clamp) (for blade) e
L ] -
KGD%L....S BH6X10TR SB-60120TR LTW-25

@ Standard item
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KGD type GDM/GDMS/GDG type

KGD recommended cutting conditions (PF/PQ/PG chipbreaker)

Recommended insert grades (mm/rev)
(Ve: m/min) PF (RE = 0.03 mm) ‘ PF (RE=0.15 mm) o
Workpiece material 2
MEGACOAT NANO MEGACOAT Edge width CW (mm) &
PR1535 PR1225 PR1215 1315 20 25/3.0 13/15 20 25/3.0
% * %
EnRIGi 70 ~150 70~ 150 70 ~180
001~004 | 002~006 | 002~008 | 001~005 | 003~008 | 0.04~010
Alloy steel " * *
0y stee 70 ~150 70 ~ 150 70~ 180 £
=)
) * % % &
Stainless steel 60120 6010 60150 001~003 | 001~004 | 001~005 | 001~004 | 003~007 | 004~0.08
Castiron - - " fzoo 001~005 | 002~007 | 003~008 | 001~006 | 003~009 | 0.04~010

% Ist Rec datio v: 2nd Rec dati

Recommended insert grades f(mm/rev)

(Vc: m/min) PQ PG .

WOrkpie(e Material MEGACOAT DLC g

NANO MEGACOAT coated carbide Carbide Edge width CW (mm) &

PR1535 PR1225 PR1215 PDL025 GW15 2.0 2.5/3.0 2.0 25/3.0
A4 * ¥
Carbon steel 70~150 70~150 70~180 ; ; I
0.03~0.1 0.04~0.12 0.01~0.04 0.01~0.05 b=
Alloy steel * * * - - o'
y 70~ 150 70 ~150 70~180 5
|9
. * w w
Stainless steel 60~ 120 60~ 120 60 ~ 150 - - 0.02~0.07 0.02 ~0.08 0.01~0.03 0.01~0.04 .
Castil * * 0.04~0.1 0.04~0.12 0.01~0.04 0.01~0.05 §
astiron ] ) 80~ 200 ) 50~ 100 Rl Rl R S
. * w
Aluminum Alloys - - - 200 ~ 500 200~ 450 - - 0.01~005 | 0.01~0.06
Brass - - - - * - - 0.01~0.07 0.01~0.08
100 ~ 200 ’ ’ : :
% 1st Rec datio ¥¥: 2nd Rec dati

Application map

High feed rate

PH

General purpose

PM
PQ

For automatic lathe (Medium feed)
For automatic lathe (Low feed)

For automatic lathe (Low cutting force)

Low <= (ytting force =g High

LOW e fpp(| [3te  e—- High
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KGD type

GDM/GDMS/GDG type

Edge width W (mm)

KGD recommended cutting conditions (PM / PH chipbreaker)

Recommended insert grades f(mm/rev)
(Ve: m/min) PM ‘ PH
Workpiece material MEGACOAT i E
NANO MEGACOAT Edge width CW (mm) =z
PR1535 PR1225 PR1215 2~4 2 3~4
e * bie
Carbon steel 80 ~ 200 80~200 | 100~ 200
0.08 ~0.18 0.10~0.25 0.15~0.28
Alloy steel * * *
70 ~ 180 70 ~ 180 80 ~ 180 £
. * * ¥ &
Stainless steel 60~ 150 60~ 150 60~ 150 0.06 ~0.12 0.05~0.12 0.08 ~0.15
Castiron - - * 0.08 ~0.18 0.10~0.25 0.15~0.28
100 ~ 200 T e e

% 1st Recommendation ¥+: 2nd Recommendation

Example of feed [minthe graph indicates the most recommended value of feed (f)]

* PM chipbreaker [Workpiece material: S50C ]

0.1

0.2

Feed rate f (mm/rev)

* PH chipbreaker [Workpiece material: S50C ]

Edge width W (mm)

0.1

Feed rate f (mm/rev)

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

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

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

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

GMM/GMN/GMR/GML type

Salessseel | |e]o]e] [ [ m |
ko ~
Dimension (mm) Angle (°)| Tolerance Carbide £ %
e = = £
Insert Description 2 an | @ = PVD = || = =
S| aw | s | RE | INSL | PSIRRL| = " 8
mn mx| S2:ig[2|2]|s =
S|Eig|g|E|E 2
0 O O
GMM  1520-MT 2| 15| 43 gl 0 -0.05 |+0.05 -
T . 0 O O
== oMM 2000MT 2| 2 |43 e D -005 [+005 |
== o lam  2s0M 2 |25 | 43 0%5 2 -0.05 |+ 0.05 . - -
Sharp cutting oriented 0 O O
GMM  3020-MT 2|3 |43 g » -005 |+005 | |
. lemm 15208 2 (1543 0| 20 ~0.05 |+ 0.05 o O
i L_J< GMM  2020-NB 2 2143 0| 20 ~0.05 |+ 0.05 o O
GMM  2520-NB 2 12543 0| 20 -0.05 |+ 0.05 o
Sharp cutting oriented
/Without Chipbreaker | GMM 3020-NB 2 3 43 0 20 -0.05 |+ 0.05 0
‘;; e |GMM  2020TK 2 | 204302 20 -0.05 |+ 0.05 Oing O
o' INSL RE
e | GM 2520K 2 | 254302 20 ~0.05 |+ 0.05 OiQg O
Zedge/SEIY | oM 3020-TK 2 130 43025 20 2005 |+005| O | 0§ O 0 H32, H33, H34
GMM  2020-TMR 2 1204302 20 ~0.05 |+0.05 o
GMM  2520TMR 2 | 254302 20 ~0.05 |+0.05 o o
AT o
GMM  3020TMR 2 |30 43025 20 ~0.05 |+0.05 o 3
GMN 2K 1] 2 43]02] 2 ~0.05 |+ 0.05 o O
/ GMN 3K 1] 3 | 43]025] 20 ~0.05 |+0.05 o O
T-edge/ Stability | GMN 4K 1 4 | 43 03| 2 -0.05 |+0.05| O O O
oriented
GMN 22 1 2243 017 20 -0.05 |+0.05| O o olo
L5 | 6MN 13 [43]02] 20 -0.05 |+0.05| O o olo
/ :L} GMN 4 1| 4 | 43]025] 20 -0.05 |+0.05| O o oo
— o fam s 1| 5 | 43]08] 20 -0.05 |+0.05| O o O
-edge
GMN 6 1| 6 | 43]08] 2 -0.05 |+0.05| O o O
R{L|JRJL[R|LJ|R RI{L[R]|L
o omm s2otmrasp | 2 | 15 | 43 gl 20 | 15 |-005 [+ 0055 —
Lo (oM 200%M5D | 2 | 2 | 43 =0 20 | 15 |-005|+005 T
A I - 2 005 : e (0] I [
{0 (MM 250LMTISD | 2 | 25 | 43 (o] 20 | 15 |-0.05 |+ 005~
Sharp cutting oriented R 0 [l O
pautting GMM  300%-MT1SD | 2 | 3 | 43 51 20 | 15 |-005|+005/=1—
_ s |GMM 2020RTK-8D 2| 2 43|02 20| 8 |-005[005 ol o o
y g GMM  2520R-TK-8D 2 |25 |43 02| 20| 8 [-005]+005
GMM  3020RTK-8D 2| 3 |43 |os| 20| 8 |-005]r00s|0] |O
GMM  2020RTMR6D | 2 | 20 | 43|02 | 20 | 6 |-005|+005
GMM  252RTMR-6D | 2 | 25 | 43 |02 | 20 | 6 |-005|+0.05 2
2-edge / High feed rate| GMM 3020R-TMR-6D 2 30 | 43 1025 20 6 -0.05 |+ 0.05
P MR 2TK8D 10 2 |43]02] 2| 8 [-005[+005 O O
,/ GMR  3-TK-8D 1] 3 [43]o025] 20| 8 |-005/+005 ol o o
T-edge/Stabilty | GMR  4-TK-8D 1| 4 4303|220/ 8 |-005+005 ol o o
oriented
g GMRL  2.2-8D 122043 07| 20| 8 |-005|+0050 oo ol o
== 2
/ S [GML 2215 11220143 ] 0| 20| 15 |-005|+005|0 O ol o
/ - GMRL 34D 1] 3 | 43]02] 2| 4 [-005|+005|0|0 oo ol o
1-edge / Sharp cutting 7
oented | GMFL 4-4D 1| 4 | 43]025] 20| 4 [-005|+005|0|0 O

Handed insert shows Right-hand
@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GMM/GMN/GMR/GML type

KGM (For automatic lathe)

4 4 4
o
s I N
,/'/;\‘ o
N b= Ed wiasd -}
@ ‘ =
KGM%.1616 § I
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- . .
X Dimension (mm)
lity (lamp screw Wrench (Torx)
Description
D
R|L|CUTDIA| H B o Y Y e ke | | ow E’ /
min. | max.
[ KGM%.  1010JX-1.5 oop 18 10 10 18 10 120 9.4
= 1212F-1.5-85 | [ 1.5 2 2 85 SE-40120TR LTW-155
OI 23 12 12 19 12 1.4
] 1212)X-1.5 0g 120
v KGM®L  1010JX-2 ooyl 18 10 10 18 10 120 | 9.15
1212F-2-85 | I | [J 2 85 SE-40120TR LTW-155
23 12 12 19 2 3 12 11.15
1212)X-2 0o -
1616JX-2 [ S 1] 16 16 245 16 15.15 SE-50125TR LTW-20
KGM%  1212F-2.5-85 | [] 85
23 12 12 19 12 2 n SE-40120TR LTW-155
1212)X-2.5 0og 24 3.0 10
1616JX-2.5 o 30 16 16 245 16 - 15 SE-50125TR LTW-20
KGM®L  1616JX-3 [ R i} 16 16 245 3.0 4.0 16 - 120 14.8 SE-50125TR LTW-20

(DX shows the distance from the toolholder to the cutting edge. Ref. to the Table (G40) for the relationship between the available grooving depth and the cutting dia.
When using GMG / GMM (2-edge) insert, set the groove depth under 15mm.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GMM/GMN/GMR/GML type

o1 = opx A
=Y @
- ARSI v
A
— % LH
— ;
‘ N ‘:IE&-: I
. ! T
\ T LB T
! y
P ) LF
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- R
N Dimension (mm)
lity Clamp bolt Clamp screw (Torx) Wrench (Torx) Wrench (hex.)
Description
w | w \\-.//
R| L[ (DX H B LH ) HF | HBH LF WF ‘é
min. | max.
KGM"  1212H-3 | OJ 12 12 3 12 4 100 10.8 - SB-5TR LTW-20 -
1616H-3 | [J 16 16 16 14.8 @)
9 27 3 HH5X16 T
20206-3 | 0| O 20 20 4 20 125 18.8 - - LW-4 =
2525M-3 | | D 25 25 25 150 | 23.8 HH5X25 v
KGM"L  2020K-4 | [J 20 20 20 125 183 HH5X16
10 27 4 5 - - LW-4
2525M-4 | 0| OJ 25 25 25 150 | 233 HH5X25
KGM"L  2020K-5 | CJ 20 20 20 125 17.8 HH5X16
10 27 5 6 - - Lw-4
2525M-5 | [ 25 25 25 150 | 22.8 HH5X25
KGM®L  2525M-8 | [J|[J| 25 25 25 40 8 8 25 75 150 22 HH6X25 - - LW-5

(DX shows available grooving depth.
4mm width Insert can be installed in KGMR/L1212H-3, but is not recommended due to the toolholder’s rigidity.

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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KGD type GMM/GMN/GMR/GML type
A A
CDX
£ 3 @ o
Yy Y \
A
LH
— 50/'];
_\ — (’ : A
f \ E /1/1 ‘ é T
@ i Y y
c T
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ) .
) Dimension (mm)
lity Clamp bolt Clamp screw (Torx) Wrench (Torx) Wrench (hex.)
Description
W | W v
RIL|CX]| H B LH ) HF | HBH | LF | WF ‘é
min. | max.
1 KGM™L  2012K-2T17 O 12 11.15 - SB-5TR LTW-20 -
h= 20 20 125
(@) 2020K-2T17 ooy o7 20 33 2 3 19.15 HH5X16 Wot
5 2525M-2T17 | 0| OJ 25 25 25 150 | 24.15 HH5X25
i KGMRL  1616H-3T20 | [ 16 | 16 16 4 1100 | 148 HH5X16 - - LW-4
2012K-3120 O 12 10.8 - SB-5TR LTW-20 -
20 | 20 36 3 4 20 125
2020K-3120 oo 20 18.8 HH5X16 Wo4
2525M-3120 | | O] 25 25 25 150 | 23.8 HH5X25
KGMRL  2020K-4120 | [ 2 20 | 20 3 20 125 | 183 HH5X16
B2N4T0 - 5| 25 YO s 150 | 233 HH5X25 i i 4
2525M-4T25 | 0| 0| 25 4 ’
KGMRL  2525M-5T25 | 0| OJ 2% 25 25 0 5 6 25 150 | 22.8 HHSK25 IWo4
3232pP-5T25 | OO 32 | 32 32 170 | 29.8
KGM®L  2525M-6T30 | [ 30 25 25 45 6 6 25 150 | 22.4 HH5X25 - - LW-4

(DX shows the distance from the toolholder to the cutting edge. Ref. to the Table (G40) for the relationship between the available grooving depth and the cutting dia.

When using GMG / GMM (2-edge) insert, set the groove depth under 15mm.

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

H34



KGD type GMM/GMN/GMR/GML type
Applicable inserts
- Grooving / Grooving / 3 1 ) 1 ) Cut Off /Deep | CutOff/Deep Cut Off/ Deep Cut Off/Deep | CutOff/Deep
Applications Turning Turning Grooving | Full-R/Copying | Full-R/ Copying Grooving Grooving Grooving Grooving Grooving
Insert | MW Ms MG MT NB TK
Toolholder
description TMR
GMM1520..MT
KM 15 ) . GMM2020..MT GMM1520..NB GMM2020..T. GMN2..TK
el GMM1520%.MT | GMM2020.NB | GMM2020R.T. GMR2.TK
GMM20208 %...MT
GMM2020..MT GMM2020..T.
GMM2520..MT GMM2020.NB GMM2520..T. GMN2..TK GMN2.2
KGMPL...2(T) GMM2420.MW | GMG3020..MS GMG2520..MG GMG3020.R . GMM3020..MT GMMZSZOHNB GMM3020..T. GMN3..TK GMN3
o GMM3020.MW | GMM3020..MS GMG3020..MG GMM3020..R GMM2020%...MT GMM3020NNB GMM2020R..T. GMR2..TK GM%.2.2
GMM2520%...MT N GMM2520R..T. GMR3..TK M3
GMM30208 %...MT GMM3020R.T.
GMM2520..MT GMM2520..T.
KGMFL...25 GMM2420.MW | GMG3020..MS GMG2520..MG GMG3020..R R GMM3020..MT GMM2520..NB GMM3020..T. GMN3..TK GMN3
Leoese GMM3020.MW | GMM3020..MS GMG3020..MG GMM3020..R GMM2520%/..MT | GMM3020..NB GMM2520R..T. GMR3..TK GM3
GMM3020%..MT GMM3020R..T.
GMG3020..MS 6MG3020.M6 GMG3020..R GMN3..TK GMN3
KGMP/L...3(T) GMM3020.MW | GMM3020..MS GM63520“MG GMM3020..R . GMM3020..MT GMM3020.NB GMM3020..T. GMN4..TK GMN4
Leee GMM4020.MW | GMG4020..MS GMG4020"MG GMG4020..R GMM3020%..MT " GMM3020R..T. GMR3..TK GM%.3
GMM4020..MS - GMM4020..R GMR4..TK GM¥L4
GMG4020..MS GMG4020..R GMNg
KGMPL.. .A(T) GMM4020.MW | GMM4020..MS GMG4020..MG GMM4020..R . : GMN4..TK GMNS
Lo GMM5020.MW | GMG5020..MS GMG5020..MG GMG5020.R GMR4..TK M4 .%
GMMS5020..MS GMM5020..R - [l
GMG5020..MS GMG5020..R =
R GMM5020.MW | GMM5020..MS GMG5020..MG GMMS5020..R R B GMNS5 (@]
KGMTL...5T | Cugoao. W | GMGG20.MS | GMGGO20.MG | GMGea2o.R | CMEAG020-R GMNG &
GMM020. M5 GMM020.R 3
R (GMG6020..MS GMG6020..R
KGMP/L...6T GMM6020. MW GMM6020.MS (MG6020.MG GMM6020..R GMGA6020..R - - GMN6
KGML...8 GMM8030. MW GMG8030.M6 - GMGAB030.R - -
In case of using GMM-MT, GMM-TK, GMM-NB type inserts
Recommended insert grades (Vc: m/min) Edge width W (mm) >
Workpiece material Cermet cvg,‘g’lﬁfd PVD coated carbide Carbide 15 ‘ 2.0/2.5 3.0 E
- (R9025 PR915 PR930 KW10 f (mm/rev) =
* * %
Carbon steel - 80~ 180 60~ 150 60~ 130 - 0.01~0.04 0.02 ~0.15 0.03~0.20 0.08 ~0.30
w * w
Alloy steel - 70~ 150 60~ 150 60~ 130 - 0.01~0.04 0.02 ~0.15 0.03~0.20 0.08 ~0.30
. # * 0
Stainless steel - 60~ 140 50~ 140 50~ 120 - 0.01~0.03 0.02~0.10 0.03~0.15 0.08 ~ 0.25 E
Casti * 0.01~0.05 0.05~0.12 0.10~0.25 0.10~0.30 §
astiron - - 50~ 100 .01 ~0. .05 ~0. .10 ~ 0. .10 ~ 0.
Aluminum alloys - - * 0.01~0.05 0.05~0.10 0.05~0.20 0.05~0.25
y 200~450 | 0T A =0 =0
Brass - - * 0.01~0.05 0.05~0.10 0.05~0.15 0.05~0.20
100~200 | T oo oo oo
-When machining Steel and Stainless Steel by Insert of PR930, decrease the feed rate by 20%. % 1st Recommendation ¥<: 2nd Recommendation
In case of using GMM-TMR type inserts
Workpiece material Ve (m/min) f(mm/rev) Remarks
Carbon steel 60 ~ 200
Alloy steel 60 ~ 150 0.08 ~0.18 Coolant
Stainless steel 50 ~ 140
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1-edge cut-off inserts

TKN/TK type

Stinlessseel _[o@]o] | [ [ M|
Dimension (mm) A"?'e Tolerance Carbide ger
() met
(=)
- S|P |- Applicable
Insert Description w toolholder
CW | RE [PSIRR/L|CW min. s
max. (§|RK|2|]ig
2|Eig|Z|2iE
TKN 16 16 | 015 -0.05 | +0.05 |@|@0|® @
TKN 2 22 | 02 -0.05 | +0.05 |@0|00|00®
TKN 24 24 | 02 -0.05 | +0.05 0|0 0|00:®
TKN 3 31 | 025 -0.05 | +0.05 |@|@ ®|®|0 ®
L 4 41 | 03 -0.05 | +0.05 00000 ®
g -
TKN 48 48 | 03 -0.05 | +0.05 |@|®
TKN 5 510 | 03 005 | +005 |@|@ @@
TKN 6 64 | 035 -0.05 | +0.05 @@ |@
TKN 8 8 | 04 -0.05 | +0.05 |@|®
TKN 9 96 | 045 -0.05 | +0.05 |@|®
TKN 1.6-P 16 | 02 -0.05 | +005 |@|@® |@
Y. H38, H40
EZ:@% TKN 2-P 22 | 02 - | -005|+005|0|0:0|00@®
lowfeed ey 3p 31 | 025 005 | +005 |@|@ie|0|®
K% 16 16 | 015 -0.05 | +005|R|®R|®
K% 2 22 | 02 -0.05 | +0.05 |@|®:®R|R:R
PSIRR
T LT 24 24 | 02 -0.05 | +0.05 |@|@R|®
my; 8
© 7 TKRL 3 31 | 025 -0.05 | +005 |@|®:®|/®R:R
Low feed
K% 4 41 | 03 -0.05 | +0.05 |@|® |®|RiR
K 5 510 | 03 -0.05 | +0.05|R|®
K% 16P 16 | 02 | 8 |-005|+005[ |R
PjR
é == W A 22 | 02 | 8 |-005|+005|R|@R|R
,%\ o
Low feed K% 3P 31 | 025 | 8 |-005|+005(R|[® R|R|R:R

Handed insert shows Right-hand

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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1-edge cut-off inserts TKN/TK type

Set up (TKN /TK%:) N

1. Tap the insert lightly with a plastic hammer to push it into the extent that it cannot ﬂ
be removed by hand. (Fig. 1) v ;
(Pull it to the point where it does not fall out when picked up lightly with fingers) / 4
2. Remove the insert with the supplied wrench. (Fig. 2) Insert's back end doss
Plastic Hammer not contact the toolholder.
Fig. 1 How to attach inserts Fig.2 How to detach inserts
o R .
In case of using TKN, TK". type inserts
Recommended insert grades (Vc: m/min) Edge width W (mm)
Workpiece material Cermet cv(z:;zzed MENGAt\ﬁgAT PVD coated carbide | Carbide 16 ‘ 2204 ‘ 31 ‘ 41 ‘ 48~96 g
o
TN620 TN9O CR9025 PR1535 PRI30 KW10 f(mm/rev)
w AS * Ae w
Carbon steel 60~ 200 120~ 200 80~ 180 60~ 150 60~ 130 - 0.02 ~0.08 | 0.04~0.18 | 0.05~0.25 | 0.08 ~0.30 | 0.15 ~ 0.40
w Ad * AS w
Alloy steel 60~ 160 100~ 160 70~150 60~ 150 60~ 130 - 0.02~0.08 | 0.04~0.18 | 0.05~0.25 | 0.08 ~0.30 | 0.15 ~ 0.40 a
. w w w * w l%
Stainless steel 60~ 150 80~ 150 60~ 140 50120 60~ 140 - 0.02~0.06 | 0.04~0.12 | 0.05~0.18 | 0.08 ~0.25 | 0.10 ~ 0.30 B 0
38 &=
Castiron - - - - - 5% fwo 0.02~0.08 | 0.05~0.12 | 0.10~0.25 | 0.10~030 | 0.15~035 | (o)
o
* =]
Aluminum alloys - - - - - 0.02~0.10 | 0.05~0.10 | 0.05~0.20 | 0.05~0.25 | 0.10~0.25 ]
100 ~ 450
Brass - - - - - * 0.02~0.10 | 0.05~0.10 | 0.05~0.15 | 0.05~0.20 | 0.10~0.25
100~ 200 | 002010 005~010 | 005~015 | 0.05~0.20 | 0.10~0.

% 1st Recommendation ¥«: 2nd Recommendation

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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1-edge cut-off inserts TKN/TK type

Fb/% //»\\\ KTKB KTKBR
‘ AN “y \1s
\ \ / T T
< w B o a7
% 1 t Fig. 1
©‘ . w
o
T —
U ’*
B
.
150°
Toolholder dimensions
Availa- Dimension (mm) .
Description L = Applicable inserts Applicable blocks
bility | cutDIA| A B [ (w | H HF | LF
g KIKB  19.155 o | 19 | 157 | 8 TKN1.6 TGP | TK%16 | TKY16P Kk Joe
A\
I 26-155 ° % | 214 | 10 TKN1.6 N6 | TKW16 | TKRL1GP KITE 16 26
tlo: 1.2 24 1.6 3 KTKTB  20-32
& 35 2532
3 32-1SS [ ] 32 25 150 TKN1.6 TKN1.6-P TK*1.6 TK*/L1.6-P 32-32
KTKTBF 25-32
32-32
22 TKN2 TK%i2 R KTKTB 16-19
KTKB  19-2S [ ] 40 1.8 24 19 15.7 86 1 TKN2.4 TKN2-P K24 TKRL2-P 20-19
22 TKN2 TK?L2 R
KTKB  26-2S ° 50 18 34 TKN2.4 TKN2-P Tk 2.4 TK"L2-P
26-3S ° 75 26 31 TKN3 TKN3-P TK%i3 TK%.3-P KTKTB 16-26
26 214 | 110 |1 =
26-45 [ 3.4 4.1 TKN4 - K% 4 - 20-26
80 48 TKN4.8 R
26-5S ([ ] 42 51 TKNS - TKFAS -
22 TKN2 K2 R
KTKB  32-2S ] 50 18 26 34 2 TKN2.4 TKN2-P Tk 2.4 TK"L2-P
32-3S (] 100 26 3.1 TKN3 TKN3-P K13 TK¥.3-P
32-4S ([ ] 34 4.1 32 25 150 TKN4 - KR4 - KTKTB ggg
48 1 TKN4.8 R 32-32
BD ®lwl ¥ 5.1 TKNS - TKhS : KTKTBF 25-32
3265 ° 54 64 TKNG - - - 323
KTKB". 32-8S [ ] 120 6.8 8 32 25 150 | 1 TKN8 - - -
KTKB". 32-9S R 120 8 9.6 32 25 150 | 1 TKN9 - - -
Suffix“-SS” means silver coating.
Releasing wrench is “LTK-5".
How to attach inserts, See Page H37.
Dimension H shows virtual apex distance.
How to install the toolblock and blade
Correct blade installation Incorrect setting of clamp set

1 Incorrect setting of clamp set

O

Datum surface

: If the clamp set is mounted in the reverse direction, a large
‘ gap is created between the toolblock main body and the
| clamp. If you continue to use the product, the blade may

break off. Reinstall in the correct orientation.
Datum surface

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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1-edge cut-off inserts TKN/TK type

KTKTB

@ [] Location of edge .

T [ \ \ \ i[]
g
E: N WE OAL
Toolholder dimensions
Spare parts
Availabi-
) Dimension (mm Applicable blade
ity (mm) Camp ol .(Iampset Clamp set Wrench (hex) pp
(integral type) | (separate type)
Description
N H WF OAL B HBH ﬁ §?/ / Cut-off Face grooving
KTKTB  16-19 [ 16 29.5 15.5 KTKB19-OS
7 4 HH5X2. BCS-1 - LW-4 -
20-19 [ 20 34 6 19 oK25 KTKB19-1SS fl
KTKTB  16-26 [ 16 315 15.5 13 KTKB26-OS £
86 HH6X30 - BCS-2 LW-5 - @)
20-26 [J 20 36 19 9 KTKB26-1S %
KTKTB  20-32 [ 20 38 100 19 13 BCS-3 ¥ v
KIKB3ZOS  prevo00004s
25-32 [ 25 42 10 23 8 HH6X30 - BCS-4 LW-5 KTKB32-1SS KETBH.OOOO0-5S
g L -
32-32 ° 32 48 29 5 KTKB7.32-OS
©
8 © @
& B
OAL
Location of edge :
!
i I
Toolholder dimensions
Spare parts
bl Dimension (mm) ( t Applicable blade
bility Clampbolt | . AMPSEL 1 Wrench (hex.)
(integral type)
Description
N H LS = B B2 ES ﬁ / Cut-off Face grooving
KTKTBF  25-32 [ ] 25 84.5 102 25 9.5 KTKB32-OS KETB1.OO000-4S
48 HH6X30 BCS-5 LW-5 KTKB32-1SS KETBY OO00-55
32-32 [ ] 32 99.5 17 32 25 KTKB*.32-OS :

@ : Standard item R:Right hand only L:Left hand only []:Check availability
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1-edge cut-off inserts

TKN/TK type

[
£
Q
5
O

KTKH-S

LH

— <
| Fig. 1 Fig. 2
Right-hand shown
Toolholder dimensions
Availability| Dimension (mm)
Spare parts
Description R L| curom H B LH w HF HBH F|= felesRiiech
KTKHY.  1010F-25 ofe 23 10 10 186 10 5 80
1212H-25 N 12 0 12 4
1612H-25 oo 31 19.8 22 100
16 16 1 LTK-5
1616H-25 ole 16 24
2012K-25 ole 12
36 20 238 20 125
2020K-25 N 20
KTKHRL  1612H-35 N 12
35 16 07 16 4 100
1616H-35 oo 16 1
2012K-35 oo 40 12 253 3.1 LTK-5
20 20 15—
2020K-3 N 51 20 31 ,
2525M-35 N 5 25 25 315 25 150
KTKHY.  2012K-4S ole e 12 263 1
2 20 15—
2020K-4S oo 59 20 35 41
2525M-4S oo 66 25 25 38 25 150 5 LTK-5
2525M-55 oo 77 25 25 835 ‘5”13 25 150
KTKHY.  2020K3T17S | @ | @ 3 20 20 2138 . 20 125
255M31225 | @ | @ 83 25 25 268 ’ 25 150 1 s
2020k-47225 | @ | ® 4 2 20 268 20 125
41
255M-47225 | @ | ® 4 25 25 268 25 150
Applicable inserts
Insert
Toolholder description Low feed Lead angle Low feed / Lead angle
n : TKN2 ! K2 .
KTKHL 2. 4 TKN2-P od TK&YL2-P
KTKHPL 3. TKN3 TKN3-P TKRA3 TKRA3-P
KTKHL .4 TKN4 - TKRAL4 -
" ) TKN4.8 ] " )
KTKHRL 5. TS TKRALS

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