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Introduction

Product Lineup

KTKF (@H9, H10, H12) | KTKF-JI(TM (®H15) KTKF-S (@®H18)
For small diameter O O g
cut-off £ B
(automatic lathes) 1 '§_
CUTDIA L = {
~016MM | UDIA:~ 05,08, 012,016 CUTDIA: ~ 05, 08,012,016 2| UTDIA: ~ 05,08, 012,016
W:05~2.0mm W:05~2.0mm W:0.5~2.0mm
KGD (@ H22, H28) | KGD-JCTM (for automatic lathes) | KGD-S (@H29) | KaD-JCT (@H31) KGDS (BH24)
— @®H27) ) =
KGD o =l B _ § .(_?)
(Bolt clamp) | 1 1 %
CUTDIA 1 © f 5_
~g51mm } 2
CUTDIA : ~ 024, 032 2 | CUTDIA: ~ 024
(W:13~4.0 mm (W:2.0 ~40mm (W:2.0 ~4.0mm (W:3.0~4.0 mm (W:13~3.0mm
KGM (@H38, H39) | KGM-T (@H40)
KGM
(Bolt clamp) B
CUTDIA
~@g60 mm —
W:15~40mm,3~8mm W:2.0~6.0mm
KPK KPKH(-JCT) (®H55, H56) KPKB(-JCT) (®H48, H49)
Toolholder Type <7 Blade type B
(1 -edge) yp yp t
CUTDIA CUTDIA
CUTDIA 'K
035 ~ 079 032 ~ 0120 9
u ~ 9120 o
H (W:2.0~50mm (W:1.6 ~6.0mm
t+ KTKB KTKH-S (BHe1) KTKB-S(5) (@He0)
o
! KTKH
5 Toolholder Type ( Blade type B .
(W) (1-edge) CUTDIA @ 1 CUTDIA
CUTDIA 930 ~ 079 032~ 0120 [ 8
~ 0120 W:22~5.1mm W16~ 9.6mm
Cut-off Tools
Series Name Shape Advantage Applications
Bl 1) Insert clamp is side screw type from lateral side 1) For cut-off and grooving of small workpieces
) 2) 2-edge insert 2) For automatic lathe, small machine
diameter )
3) Max. Cut-off Dia. : 016
cut-off
1) Insert is clamped from top side ;; ::’: c:ip:real:(er ~»-ffor cut—offff(h hfeed rat)
) ) chipbreaker - for cut-off (high feed rate
2) 1-edge and 2-edge inserts available for grooving
KGD _ 3) Integral type and separate type are available 3) PG chipbreaker - for cut-off (for automatic lathe),
4) Max. Cut-off Dia. : 050 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
KGM 2) 1-edge and 2-edge inserts available 2) For automatic lathe, small machine
3) Max. Cut-off Dia. : 960 3) TMR Chipbreaker provides stable chip control
up to high feed rate ranges
1) Self-clamping System that Opens and Closes 1) For cut-off and deep grooving
the Contact Surface with a Wrench 2) PM Chipbreaker -+ General Purpose
. 2) 1-edge insert PH Chipbreaker - -+ For Tough Edge / High Feed Rate
KPK s / 3) Molded Chipbreaker
/ & 4) Blade Type
4 , JCT Type for High-pressure
/ Coolant (Internal Coolant) is Available
b 5) Max. Cut-off Dia. : 6100
1) Self-Clamping System 1) For cut-off and deep grooving
Tap the insert lightly with a plastic hammer 2) Standard chipbreaker is general cut-off type
KTKB tosetitin the pocket Feed rate : 0.Tmm/rev or over <’9
KTKH 2) 1-edge insert
3) Blade type and Integral Shank type P Chipbreaker is for cut-off at low feed rates
4) Max. Cut-off Dia. : 9120 Feed rate : 0.03~0.08mm/rev

H2
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Introduction

Tool Selection

For Small Diameter Cutoff KGD KGM KPK KTKB / KTKH
1. Insert's Edge Number ) . . v v
1-edge Insert--For Larger Dia. Workpiece (Max. 2120)
2-edge Insert--For Smaller Dia. Workpiece
Cost per corner is reduced v v v . )
: . . . ) TKF...S GDM
S 2. Use a neutral angle insert if there is no limit to the finished shape. TKF.NB GDMS GMM PKM TKN
. . - GDM-F. GMM-F/. PKM-"/ TK%
3. Insert with lead angle is recommended to prevent remaining boss. TKF...DR (@Fig.2) (@Fig.2) (@Fig. 1) (@Fig. 1)
4. If you want to make the remaining boss smaller when machining TKF.DR ) GMM-*/. B )
small or thin parts, use sharp corner and lead angle insert. (®Fig.2)
5. Use the minimum width insert suitable for the machining. v v N4 v N4
1. Use a suitable toolholder (blade) for the workpiece dia. v v v v v
Toolholder| 2 Use @ more rigid toolholder (blade). v v v v N4
3. Use a back clamp toolholder if there is no space for v ) . ) )
clamping tools from top side (automatic lathe).

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) S— l
(Neutral) (Right-hand) (Left-hand) Lead angle
i
& [ ) z
% @ PSIRR ) PSIRL £ =
S0 | SHIn || °
s “ = Bigger boss
= . u 3 -
- G4 A
=5
Angled insert can reduce the burr size when cutting off. g
When using a larger lead angle , cutting force becomes smaller, =
but the feed rate should be reduced.
g
=
-1
k7
£
S
=
=
o
2
= Sharp corner Lead angle
Fig.2
o Fig.1
Caution
1. For PKM, PKM-%, TKN and TKL, set the cutting edge height 0.1~0.2 mm above the center height (Fig. 3) %
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. § \ 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 (PKM, PKM-, TKN, TK"L)

H3
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Introduction

Small dia. cut-off ~¢51

Small shank

KPKH / KTKH-S KGM KGD / KGD-JCTM KTKF KGDS KTKF-S
CUTDIA: ~g45 CUTDIA: ~932 CUTDIA: ~g51 CUTDIA: ~016 CUTDIA: ~024 CUTDIA: ~016
Shank: [120~25 (KPKH) | |Shank: C110~16 Shank: [110~25 Shank: C110~25 Shank: C116 Shank: [310~12
[310~25 (KTKH-S)| |CW: 1.5~4.0 (W:1.3~4.0 (W:0.5~2.0 (W:1.3~3.0 (W:0.5~2.0
(W:3.0~4.0 (KPKH) Top clamp Top clamp Lateral side clamp Top clamp Lateral side clamp
22~4.1 (KTKH-5) @ H38 @ H22 @ H9, H10,H12,H15 | @H24 @ H18
Self clamp H39 H27
@Hs5 H40
H56
Hé1 For KTKF / KTKF-S
ﬂ Ziedge
I V.
&=
o
g Low cutting force
)
4
For KPKH 7 Yedge
PM chipbreaker PH chipbreaker
for general cut-off Tough edge
N Sharp cutting Low feed Medium feed
P, PG chipbreaker PF chipbreaker PQ chipbreaker
For KTKH-S ‘
Chipbreaker for Chipbreaker for
general cut-off low feed cut-off
TKinsert, Cut-off (Self clamp) \
_qé- General cut-off Low feed cut-off (15° Lead angle) (15° Lead angle) (15° Lead angle)
é, Chamfer + R honed Sharp edge R honed
g ‘
KTKH-S KGD KTKF
(Self clamp) (Top clamp) (Lateral side clamp)
H4
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Introduction

General cut-off ~¢120

Cut-Off %

Integral type Separate type Integral type
KGD / KGD-JCT KGD-S KGM-T
CUTDIA: ~850 CUTDIA: ~850 CUTDIA: ~060
Shank: 116/ 20~25 Shank: [120~32 Shank: C116~32
(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 @ H28, H31 @ H29 ’_[ @ H40
KPKB / KTKB KPKH / KTKH-S N
-edge
CUTDIA: ~0120 CUTDIA: ~079 Good chip control ~

Toolblock: C116~32
(W: 1.6~6.0 (KPKB)

Shank: [J120~25
(W: 2.0~5.0 (KPKH)

1.6~9.6 (KTKB) 3.1~5.1 (KTKH-S) PM chipbreaker Chipbreaker for sharp
Self clamp Self clamp 1-edge ctting
hi |
@ H48, H49, H60 ‘ @ Hs5, Hs6, He1 | o Peonto o
| 2-edge /
For KPKB / KPKH \ PM chipbreaker >4 ’
i 2-edge ’
/) High feed rate Chipbreaker for
: stability
PM chipbreaker PH chipbreaker
for general cut-off Tough edge PH chipbreaker >
1-edge 1-edge
For KTKB / KTKH-S High feedrate PN
Chipbreaker for
PH chipbreaker stability
Chipbreaker for Chipbreaker for low feed
general cut-off cut-off
Blade
aF Separate type Integral type
Toolblock
KPKB KTKB KGD-S KTKH-S KGD / KGD-JCT KGM-T
W 09_Chapter_H_2022_modified_final version_KAP.indd 5 $

H5

2023/01/19 20:19:46(




Small diameter cut-off KTKF type

[stinesssteel | [oe]] |  m |
Dimension (mm) Ar(‘g)le Tolerance (mm)|  Carbide
" Applicable
& 2l P |- toolholder
Insert Description < = o | ow @ H9, H10
S| W S D1 RE [ W1 E PSIRR| . | minin H12,H15
o min. [ max. (8|S H18
SEEE
TKF12R 0505 0.5 5 oo
0705 07 8 oo oo T2
] KTKFR...-12-Y
100-S 1 12 CICH M
i KTKFR-12JCTM
125-S 1.25 12 (00
o o1 KTKFR...-125A
e S 150 s 12 b g ¢ KTKFR..1258
e ; 200-S 2 12 (L H N
= ¢ 2 8.7 5 1003 3 0 |-0.03{+0.03 :
TKF12L 0505 0.5 5 o o
070-S 0.7 8 o o KTKFL...-12
100- 1 12 oeo KTKFL-12JCTM
125-S 1.25 12 o @ KTKFL...-125A
150-S 1.5 12 o0 O KTKFL...-12SB
200-S 2 12 (L H H
KTKFR..-12
. TKF12R  100-T 1 [ H M KTKFR...-12-Y
I 150-T 1.5 o0 KTKFR-12)CTM
= 200-T 2 oo KTKFR...-125A
S'?_, 2 87 | 5 [008] 3 | 12| 0 [-0.03]+003 KTKFR... 1258
S i R
O TKF2L 1007 i coof [T
Tough edge 150-T 15 L)
2007 ) o0 KTKFL...-12SA
KTKFL...-12SB
TKF12R  050-S-16DR 0.5 5 o o0
070-5-16DR 07 8 eoolel T
100-S-16DR 1 12 o000 oM
125-5-16DR 1.25 12 eooe KRR 125A
Y S . 150-5-16DR 15 12 eeeoe .
g 200-S-16DR 2 12 oo ool®
g 2 87 | 5 [003] 3 16 |-0.03 |+0.03
_ TKF12L  050-S-16DR 0.5 5 o eol0
~X U/ 070-S-16DR 0.7 8 ® ®® KIKFL.-12
100-S-16DR 1 12 ® 00 00 KIKF-12(0mM
125-5-16DR 1.25 12 o oo KTKFL...-125A
150-S-16DR 15 12 ®@:® @ ® KIKFL.-1258
200-5-16DR 2 12 o eoeol®
] KTKFR...-12
TKF12R  100-T-16DR 1 oo KTKFR...-12-Y
150-T-16DR 15 o0 KTKFR-12JCTM
200-T-16DR 2 oo KTKFR...-125A
2 87 | 5 [008] 3 | 12| 16 [-0.03]+003 KTKER..1258
DN kEaL 1007160 1 coe mituﬁw
Tough edge 150-T-16DR 15 L3N]
g e ; ool | (THFL.T2A
KTKFL...-12SB
TKF12R  050-NB 0.5 5 [ ] KTKFR...-12
070-NB 0.7 8 o KTKFR...-12-Y
100-NB 1 12 [ B KTKFR-12JCTM
150-NB 1.5 12 o KTKFR...-12SA
200-NB 2 12 o KTKFR...-12SB
2 87| 5 | 0| 3 0 |-0.03|+0.03
TKF12L  050-NB 0.5 5 [ ]
KTKFL...-12
070-NB 0.7 8 o
Without Chipbreaker 100-NB 1 1 ° KTKFL-12JCTM
KTKFL...-12SA
150-NB 15 12 ° it
200-NB 2 12 o:

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. T of H11 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1 mm from the center.
Right-hand shown

@ : Standard item

Hé6

09_Chapter_H_2022_modified_final version_KAP.indd 6 2023/01/19  20:19:5



Small diameter cut-off

KTKF type

TKF12

[Suiessseel ___________________________[o] [ M|

Dimension (mm) Ar(‘g)le Tolerance (mm)| Carbide
- Applicable
S PVD | - toolholder
Insert Description < = o | ow @ H9, H10
S| W S D1 RE [ W1 g PSIRR| . i H12,H15
o min. [ max. |x:q|e
Zi= s H18
TKF12R  050-NB-20DR 0.5 5 ®:® @ KIKFR..-12
070-NB-20DR 0.7 8 ®:® ® KIKFR..-12-Y
100-NB-20DR 1 12 ©®: ®|® KTKFR-12J(TM
150-NB-20DR 1.5 12 ® ®|® KTKFR...-125A
’ 200-NB-20DR 2 12 ®:®|® KTKFR...-125B
2 8.7 5 0 20 |-0.03|+0.03
TKF12L  050-NB-20DR 0.5 5 o000 KTKEL. -1
070-NB-20DR 0.7 8 o0 e
Without Chipbreaker 100-NB-20DR 1 12 'YX KTKFL-12JCTM
150-NB-200R 15 12 o olo| M- 20
200-NB-20DR 2 12 o0 e

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H11 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses 1 mm from the center.

Right-hand shown

Inserts identification system

Cut-Off %

Table 1
Insert hand e Toolholder | Right-hand Toolholder | Left-hand
R \ Right-hand o mhgd -
L | Lefthand ght-han Insert | Right-hand Insert | Left-hand
“ ﬁ Leadangle | Right-hand Leadangle | Right-hand
TKF §12 m @
Inserttype Insertsue Edge width ‘ Nameofchlpbreaker Leadar;ﬂle >
S | S-chipbreaker (Front cutting
T-chinbreal edge angle)
T (touéh edge)
NB | Without chipbreaker
Descriptions of Chipbreaker Edge Shape
Chipbreaker ) T Chipbreaker i .
S Chipbreaker (Tough Edge) NB (Without Chipbreaker)
Edge Shape GAN Description GAN Description GAN Description
152 | TKF12...-S
GAN | TKF16...S I TKELT | TKE..NB
2% | 1KF16...-S-16DR 17| TKF...T-160R | 1KF....-NB-200R
25° | TKF12...-S-16DR
@ : Standard item
H7
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Small diameter cut-off KTKF type

TKF16
|Sainlesssteel [ [ofeo] | M |
Dimension (mm) Ar(‘g)le Tolerance (mm)|  Carbide
o g Applicable
Insert Description :? = av | ow = éo:)-lll;)k:-el; 5
. =) ’
S| 0| s | on | RE W B IRSRR] L sl 55 e
Sleixiz|S
KTKFR...-16
TKF16R  150-S 15 ®(e @ @@ KIKR-16)(TM
200-S 2 ®(@ @ @@ KIKR.-1654
; KTKFR...-165B
, 2 95| 5 |oos| 4 [ 16| 0 |-003]+003 e
TKF16L  150-S 15 ele @ o0 KIKiL16)(TM
200-5 2 ol @ @@ KIKFL. -165A
KTKFL...-165B
KTKFR...-16
TKF16R  150-T 15 oo KTKFR-16JCTM
200-T 2 oo o KTKFR...-165A
KTKFR...-165B
y 2 95 | 5 [008| 4 | 16 | 0 |-0.03[+0.03 UL 6
ﬂ TKF16L  150-T 15 oo KTKFL-16JCTM
I 200-T 2 T ) KTKFL...-165A
. KTKFL...-165B
o KTKFR...-16
5 TKF16R  150-S-16DR 15 ®@ @ @@ KIKFR-16)(TM
v 200-5-16DR 2 oo @ ol KIKR. -165A
2 95| 5 [005| 4 | 16 | 16 |-0.03|+0.03 ' KTKFR..-1658
/s ‘ ‘ el e T K6
TKF16L  150-S-16DR 15 eje @ @0 KIKFL-16)(TM
200-S-16DR 2 o0 @ @@ KIKFL.-165A
KTKFL...-165B
KTKFR...-16
TKF16R  150-T-16DR 15 oo KTKFR-16JCTM
200-T-16DR 2 eoo0 KTKFR...-165A
2 95| 5 [008| 4 | 16 | 16 |-0.03|+0.03 KTKFR..-1658
/e ' ' el KTKFL.-16
: TKF16L  150-T-16DR 15 oo KTKFL-16JCTM
Tough edge 200-T-16DR 2 YO KTKFL...-165A
KTKFL...-165B
KTKFR...-16
. TKF16R  150-NB 15 ® ®|®| KIKFR-16)CTM
3 200-NB 2 ®:0|®| KTKFR..-165A
o 2 o5 | 5 | o | 4|16 | 0 [-003]r003 KIKFR.. 1658
) ’ ’ KTKFL...-16
TKF16L  150-NB 15 ® @@ KIKFL-16JCTM
200-NB 2 ® ®|® KIKFL.-165A
KTKFL...-165B
KTKFR...-16
TKF16R  150-NB-20DR 15 ® ®|®| KIKFR-16)CTM
200-NB-20DR 2 ® ®|®| KIKFR..-165A
KTKFR...-165B
, 2 95 | 5 | 0 | 4 | 16 | 20 |-0.03]+0.03 L 16
TKF16L  150-NB-20DR 15 ® @@ KIKFL-16JCTM
Without Chipbreaker 200-NB-20DR 2 ©® @@ KIKFL.-165A
KTKFL...-165B

Lead angle (PSIRR) shows the angle when installed in toolholder.
As Fig. 1 of H11 shows, the cut-off diameter of the insert (CUTDIA) is indicated when the top of the cut-off edge progresses T mm from the center.
Right-hand shown

@ : Standard item

H8
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Small diameter cut-off

KTKF type

KTKF

D cox_ ¥
=
s i 5
-
rh z I8
KTKFY.16160%-.. 2
KTKF%.2020JX-.. S
v .
@ @
KTKF7.2020.. WH - F
KTKF.1010JX-..
Fig. 1
CDX
)
S
r 1 .,
20& 1
&
w
T
LF
Fig. 2

Toolholder dimensions

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

Spare parts
Availabi- A
. Dimension (mm)
lity Screw Wrench roolicable nsert
- = pplicable inserts
Description = @ H6~H8
@)
R|L|[S|H|B|LH[HF|LF|WF \é
KTKF%. ~ 1010JX-12 [ BN J 1010 (1510 (120] 10
1212F-12 o0 85
12|12 12— 12
1212812 oo, L L] s 110 TKF12%....
1616JX-12 [ BN J 1616 - £120£ 4590TRWN
2020JX-12 [ BN J 20120 20 20
2525M-12 [ ] 25125 25 (15030 | 2 TKF12R...
KTKF%. ~ 1010JX-16 [ BN J 1011020 {10 {120{ 10
1212F-16 [ BN J 85
12112 1212
1212016 oo, L] s 110 TKF16%...
1616JX-16 [ BN ) 16(16| - i]ZOl 4590TRWN
2020JX-16 [ BN J 20 (20 20 20
2525M-16 [ ] 25125 25 1150|130 | 2 TKF16R...

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

@ : Standard item
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Small diameter cut-off

KTKF type

KTKF (Goose-neck holder)
Y i ]
[y . °°¢
Y y
- LF o= 3 _}
KTKFL16200X-12
Y : 7 I
I @ s
Y
Left-hand shown | Left-hand Insert for Left-hand Toolholder.
Toolholder dimensions
Spare parts
=
E Dimension (mm)
= Screw Wrench
Descrintion = Applicable inserts
P @ H6, H7
@)
S| H|[B|HF|LF|wWF ‘é
KTKFL ~ 1216JX-12 ([ ] 1211612 16 SB-
—1 6 120 — FT-10 TKF12L...
1620JX-12 ([ ] 16120 (16 20 | 4590TRWN

o)
e
Q
3

@ : Standard item

H10
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Small diameter cut-off

KTKF type

How to Use

1) When using main spindle only
Maximum cutting diameter is CUTDIA (Fig.1).

Even if the cutting edge runs beyond the center line (Fig.2),

the insert does not contact the workpiece, since the workpiece falls off.
(The clearance between the insert and the workpiece is 0.2 mm)

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 Tmm beyond the center.

Workpiece maximum, CUTDIA2 (Fig.4) = [CUTDIA =1 mm X 2] (mm)

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

How to select edge preparation

Main spindle

Fig

CUTDIA

1

(When the edge is at the center)

Main spindle

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

Fig.2

(When the edge is Tmm beyond the center)

Sub spindle

CUTDIA2

Fig.4

(When the edge is Tmm beyond the center)

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 ST Effective Effective Effective
entanglement
Large boss remain Small boss remain Effective Effective Effective
g remain Pr.event|on.of Effective Effective Effective
(Hollow workpiece) ring remain
Deformat'|on o hollow Preventing deformation Effective Effective Effective
workpiece (pipe)

09_Chapter_H_2022_modified_final version_KAP.indd 11
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Small diameter cut-off

KTKF type

KTKF (Y-axis toolholder)

HBKW l

*

.

5=

LF

-
‘h

Toolholder dimensions

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

Spare parts
=
E Dimension (mm)
s Screw Wrench el
- pplicable inserts
Description @ H6, H7
> = .
R|ES|H]|B|LH|HF § LF [ WF ‘é
KTKFR ~ 1216JX-12-Y ® 12 20| 12|15 SB-
—16 116 120| 16 FT-10 TKF12R...
1616JX-12-Y ® 16 25016 | M 4590TRWN

o)
e
Q
3

@ : Standard item

H12
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Small diameter cut-off

——

KTKF type

Precautions for using Y-axis toolholder

Do not use Y-axis toolholders side by side to prevent interference. ( Only two Y-axis holder can be used at the same time )

With interference

Without interference

Standard toolholders may be mounted between two Y-axis toolholders

When changing the tool, set the retracted position with reference to the cutting edge of the Y-axis holder. (When exchanging from tool B to D)

Cut-Off %

Release the tool turret with reference to the overhang amount of the Y-axis toolholder ‘ Tool Turret Direction
Note that using other toolholders together will result in dierent outside diameters (Unit: mm)
Y-axis Toolholder Overhang Amount
it Bl Vel trgDoee 2y 22 2
z z A Without Without Without
é ;E Restriction Restriction Restriction
20 B 13.0 13.0 13.0
C Without Without Without
Restriction Restriction Restriction
- - . - Without
5 5 A 380 58.0 heu
H 2 H 2 Restriction
= £ H £
25 I B 14.9 13.6 13.0
Without
C 450 60.0 o
Restriction

W 09_Chapter_H_2022_modified_final version_KAP.indd 13
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Small diameter cut-off KTKF type

Direct coolant cut-off toolholders for automatic lathe

KTKF-JCTM

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

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

e
Q
=
o

KTKF-JCTM Competitor A
Chip control comparison (Internal evaluation) Coolant Flow Rate Comparison (internal evaluation)
SUS304 TAB6400 (Ti-6Al-4V) 150
f f
(mmirev) 0.01 0.02 0.03 (mmirev) 0.01 0.02 0.03 125
€ 100
- - i % Flow Rate
® . ce o~ "s © o
° E 75
&
3
: 2 so0
A 25
TR e« ke Al Q
0
Cutting conditions: Vc = 80 m/min, Wet (Oil-based) lubricating pressure: 1.5 MPa (Internal) KTKF  Competitor A
Workpiece: 12 mm Lubricating Pressure : 1.5 MPa (Internal)

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
012 | M KTKF-JCTM

0.10 B Competitor A
0.08
0.06

0.04

Amount of Wear (mm)

0.02

0 10 20 30 40 50 60 70
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

H14
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Small diameter cut-off

KTKF type

KTKFR-JCTM (Coolant-through holders / Right-hand(R))

*Rc1/8 Rc1/8
A A

Rc1/8
g

[
b

[ ] [

Toolholder dimensions

Right-hand shown | Right-hand Insert for Right-hand Toolholder. | KTKFR12-JCTM : 2-Rc1/8

Cut-Off %

Spare parts
=
E Dimension (mm) o
= = Plug Plug Screw Wrench . .
Description = ; Applicable inserts
g - @ H6~H8
-
¢
. =lelal | @) | @
RS S| S| E|HF| 2 LN | WF g\\\&\é
KTKFR ~ 1218)X-12(TM [ ] 20 (19|15 - (12 28|12
16250%-124CTM (@75 23 16 16 ves| o | NP SE- F-10 TKFI2R
- —" B 44|65 e e B 4590TRWN |
2025)X-12JCTM ([ ] 27 20 20 -
KTKFR ~ 1625JX-16JCTM [ ] 23 16 40 | 16 SB-
—19.6 2314465 — Yes GP-1 HS5X4LP FT-10 TKF16R...
2025JX-16JCTM [ ] 27 20 4120 4590TRWN
Recommended cutting conditions @ H19
KTKFL-JCTM (Coolant-through holders / Left-hand(L))
- T T . - 2
o el T
Hy FH > B
[ \\\ I \', /‘#
Rc1/8 Rc1/8 \Rc1/8 LH
MHD2 ICDX
] MHD ‘ ]
PN e Py Iz ©)
& (% 3R D | 8 t
S \*£¥’ P S
M5 M5
LF
Left-hand shown | Left-hand Insert for Left-hand Toolholder.
Toolholder dimensions
Spare parts
=
:f_'§ Dimension (mm) ©
= = Plug Plug Screw Wrench o
Description = = Applicable inserts
p f_gﬂ ®) H6~H8
S
@) AN D@
= HIZIE § HF WE u & N
o) E S die
KTKFL ~ 1625JX-12JCTM ° 23 16 16 HS5X4LP .
— 23 ——144|65— — Yes GP-1 B F1-10 TKF12L...
2025JX-12JCTM ° 27 20 20 4590TRWN
KTKFL — 1625IX16CTM ad 23 B 44 | 65 16 16 Yes GP-1 HS5X4LP 5B- FT-10 TKF16L.
2025JX-16JCTM ([ ] 27 20 20 4590TRWN

@ : Standard item

W 09_Chapter_H_2022_modified_final version_KAP.indd 15
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Small diameter cut-off KTKF type

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
(3) Joint

e — (5) Joint
- 1 (6) Coupling
= [(7) Joint ]

Combination part description (Example) Combination part description (Example)
[ Spare parts Description Spare parts Description
tl(s (1) Joint J-ST-R1/8-G1/8 [(1) Joint] -
5 (4 Hose HS-G1/8-61/8-500 (2) Coupling (P-ST-R1/8P-ST-RC1/8
(5) Joint JST-R1/8-G1/8 (3)Joint SSTRIBG1/8
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc) to the thread (4) Hose HoG1/A-61/8-500
e ling g pors 5 o ISR
(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)

um\mmtw

- % G1/8
 e— mﬁ,
Rc1/4 =

Rc1/8

NPT1/8 W &
: i,
With coupling (Pump pressure: Up to 7.5 MPa)

cs Rc1/8 W.%i_
Rc1/8 mms =TT fd L R1/8
B el = —

Rc1/4 -ﬂﬂ!ﬂﬂ;;*;".ﬁ Connector Plug

NPT1/8

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

H16
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Small diameter cut-off

KTKF type

Piping installation parts description

Joint [(1)(3)(5)(7)] 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 RI/4 <> G1/8 ° [
P % ttil (P-ST-R1/8 R1/8 °
J-ST-NPT1/8-G1/8 NPT1/8 <> G1/8 | ® "R
J-ST-R1/8-61/8 ° i
P-ST-RC1/8 Rc1/8 [}
R1/8 <> G1/8
J-AN-R1/8-G1/8 °
J-ST-R1/4-RC1/8 R1/4 <= Rc1/8 °
J-ST-NPT1/8-RC1/8 NPT1/8 <=> Rc1/8 °
Rc1/8 <> R1/8
J-ST-R/8-RC1/8 (Extension Joint) i
Hose (4)
Pressure resistance: ~20.0MPa
Exterior Description Thread standard Totallength Std.
(mm)
HS-G1/8-G1/8-200 200 [ ]
HS-G1/8-G1/8-300 300 [ ]
HS-G1/8-G1/8-400 400 [
G1/8
HS-G1/8-G1/8-500 500 [
; HS-G1/8-G1/8-600 600 [
QV 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.
i
& o
Rc1/8

(4) Hose

@ : Standard item

09_Chapter_H_2022_modified_final version_KAP.indd 17

(5) Joint

Rc1/8

Plug

(6) Coupling

Coupling

(7) Joint (Extension joint)

KTKF-JCTM toolholder

H17
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Small diameter cut-off KTKF type

KTKF-S (Cut-off / for sub spindle tooling)

240(-12A, -16A)

©50(-12B, -16B)
_B_

-

=z

N

WE[1°

@z

Sub Spindle Dia.

flg ¢

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

o
] =y
7 LN =

<N b
LH
Il @~ T N
KTKFY.1010J-125A

KTKFL1010JX-16SA

Sub Spindle Dia.
240(-12A, -16A)
50(-12B,-16B)
—
!

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

Toolholder dimensions

o)
e
Q
3

Spare parts
Availabi- A
. Dimension (mm)
lity Screw Wrench roolicable nsert
- pplicable inserts
Description @ H6~H8
@)
RLéHBLHHFLFLN%WP
KTKF%.  1010JX-12SA [ BN J 1010 (15(10 (120 2
1212F-12SA ® O®|6 2o " 85 26 | 7.2|SB-4570TRN|  FT-10 TKF12%L...
KTKF. ~ 1212JX-125B (B 120| 26
KTKF%. ~ 1070JX-16SA [ AN J 10102010120 n
1212F-165A ®| @ |3 nln 2 85 30| 7.2|SB-4570TRN|  FT-10 TKF167L...
KTKF%.  1212)X-16SB o0 120{ 26
(DX shows the distance from the toolholder to the cutting edge. Recommended cutting conditions @& H19

Cut-off diameter (CUTDIA) depends on the insert edge width.
Only Right-hand is available for LN2 dimension.

@ : Standard item

H18
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Small diameter cut-off

KTKF type

KTKF / KTKF-S Selection Reference

KTKF

KTKF-S

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

overhang distance from the main spindle.

-When machining workpiece with small diameter, use KTKF-S to reduce

KTKFR
(Right-hand toolholder)

(Left-hand toolholder)

KTKFL

KTKFR-sA/B
(Right-hand toolholder)

KTKFL-SA/B
(Left-hand toolholder)

=
=]
=

Q.
2
=

<
=

<1st. Recommendation>
Use insert with

lead angle to
remove boss.

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

Main Spindle

Sub Spindle

<1st. Recommendation>
Use insert without lead
angle.
- Using sub spindle

- Cut-off operation near
sub spindle side

o
°
=
-3
)
£
I}
=

Sub Spindle

- Long workpiece and

- Cut-off operation

- Sub Spindle Dia.

<How to select>
Hand of Toolholder

more rigidity

near main spindle side

<How to select>
LN dimension

©40—22 (SA type)
©50—26 (SB type)

L
T
=

Q.
\n
=

T
=

Sub Spindle

<How to select>
Hand of Toolholder

- Short workpiece and
less rigidity

- Cut-off operation near
sub spindle side

<How to select>
LN dimension
- Sub Spindle Dia.
240—22 (SA type)
©50—>26 (SB type)

Recommended cutting conditions (TKF12 / 16)

Recommended insert grades TKF12 TKF16
(Ve: m/min) Edge width CW (mm) “
-
Workpiece material MEGACOAT | MEGACOAT DLC coated : £
NANOPLUS|  NANO MEGACOAT . Carbide 0.5 0.7 1.0 1.25 1.5 20 15 2.0 g
PR1725 | PR1535 | PR1225 | PDLO025 KW10 f(mm/rev)
Carbon steel 70~170 | 70~150 | 70~150 - 0.01~0.02 | 0.01~0.03 3)(:)11::854) 0.01~004 ?00012:00% :’0%12:%0; 8)%22:%017) 5000221%017)
(50 ~140) | (50 ~120) | (50~ 120) o R s e et
* - - - - -
Aoy st 0% | 70250 | 705 | o-om |om-ags | $7-008 gy gy 001004 051008 0207 | 002~
(50~140) | (50 ~120) | (50~ 120) o R s e e
* - - - - - =
S ol | 0¥ | @l ot -oms|om-aan | 9700 oy gy | 001002 001002 001014 | 001004 |
(40~120) | (40~100) | (40~ 100) o et et iiheied et iieed e I
Castiron - 50;*100 0.01~0.03 | 0.01~0.04 | 0.01~0.05 | 0.01~0.05 | 0.01~0.05 | 0.01~0.05 | 0.02~0.08 | 0.02~0.08
- . * . - - . - - . -
Aluminum alloys 200500 | 200 ~asp | 401~ 003 | 0.01~0.04 | 0.01~005 | 001~0.05 | 001~005 | 001~005 | 0.02~008 | 0.02~008
Brass - 100‘5'200 0.01~0.03 | 0.01~0.04 | 0.01~0.06 | 0.01~0.06 | 0.01~0.06 | 0.01~0.06 | 0.02~0.1 | 0.02~0.1

*():Tough edge type (TKF..T..)

09_Chapter_H_2022_modified_final version_KAP.indd 19
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Cut-off KGD type

Sailesssted [ Jolo]@] [ m |
Dimension (mm) Ar(lg)le Tolerance (mm)|  Carbide
§ 2l P |- Applicable toolholder
Insert Description - o | ow @ H22, H24, H27
S| W S RE [ INSL [PSIR%| ] iniinin H28, H29, H31
min. | max. |l il
S|EEES
GDM 1316N-003PF 13 0.03 o0 0 KGD%...-1.3(D16)
1316N-015PF ’ 17 0.15 iy LM J KGDS%...-1.3B
GDM 1516N-003PF 15 ' 0.03 [ H H J KGD%....-1.5(D16)
o . 1516N-015PF ’ 0.15 L) KGDS™L...-1.58
5: [ wa [+ | GDM 2020N-003PF 0.03 [ ] KGD"A...-2(...)
A il 2020N-015PF 2|2 0.15 B el A I 1Y KGDS7....-2B
GDM 2520N-003PF 0.03 [ ] KGD®A...-2(...), KGD...-2.4(...)
Lowfeed 2520N-015PF 25143 gas | 2 ° KGDS...-2B
GDM 3020N-003PF 3 0.03 ® @O [KGD...-2.)KDY. -2.4(.)
3020N-015PF 0.15 ® @ ® [KGDY...-3(..),KGDS%....-2B
GDM 1316R-003PF-15D 13 003 o0 e KGD...-1.3(D16)
1316L-003PF-15D ’ : oo 0 KGDS?....-1.3B
X _ 3.7 16
GDM 1516R-003PF-15D 0.03 o0 e K6D:..-1.5(016)
- 15160030150 | | 15 N N eoe (QOSTh158
[ 1516R-015PF-15D 0.15 [ 3 M} -
&= RS T GDM 2020R-003PF-15D 0.03 [ 30 J A
Q A o0t |, 2 | 08| | el ool (0@ | T2
S 0 2020R-015PF-15D 0.15 ' T eee b
GDM  2520R-003PF-15D 003 eoe - -
fovfet 2000150 | | 25 [ 43 003 | 20 @@ of |KDR.A) KDY 24()
2520R-015PF-15D 0.15 eoeo o
GDM 3020R-003PF-15D 0.03 [ 30 J K6DYe...-2(..), K6DPe..-2.4(.)
3020L—003PF'1SD 3 003 ‘‘‘‘‘ oeeo KGDP/L...-3(...), KGDS®...-2B
3020R-015PF-15D 0.15 [ 30 M J by b
KGD....-2(...)
GDM  2020N-010PQ 2 cee KOS 28
KGD®A...-2(...), KGD...-2.4(...)
/ GDM 2520N-010PQ 20125 | 43 | 01 20 - |-0.03|+003| (@®:@® KGDS. 2B
KGD"/...-2(...), KGD...-2.4(...)
GM 3020001000 3 ®®® IKeDU..3(..), KGDSY... 28
KGDL...-2(...)
GDM 2020R-010PQ-15D 2 o0 e KGDS.. 28
KGD®A...-2(...), KGD...-2.4(...)
/ GDM 2520R-010PQ-15D [ 2 | 2.5 | 43 | 0.1 20 15 [-0.03[+0.03| |@®®@® KGDS. 2B
KGD"A...-2(...), KGD...-2.4(...)
GDM 3020R-010PQ-15D 3 o0 0 K6D/L..-3(..), KGDSPL..-28
KGD"..-2(...)
. . GDG 2020N-005PG 2 o eoo0 KGDS.. 28
e KGDL..-2(..), KGDF/c...-24(..)
\/ w0 GDG 2520N-005PG 2 25 | 43 |005] 20 - |-002|+002/@® ®@:®@® KGDS. 2B
) KGD"A...-2(...), KGD...-2.4(...)
Low cutting force X ’
W cutting GDG 3020N-005PG 3 o o000 K6DL..-3(..), KGDSP....-28
KGD"...-2(...)
. ﬂr GDG 2020R-005PG-15D 2 o eoo0 KGDS. 28
kH
5%: P KGD®A...-2(...), KGDL...-2.4(...)
/ vy GDG 2520R-005PG-15D [ 2 | 2.5 | 43 | 0.05 | 20 15 [-0.02(+0.02|® ®®® KGDSL 2B
) KGD"A...-2(...), KGD...-2.4(...)
Low cutting force - b ’
W cutting GDG 3020R-005PG-15D 3 o o000 KGDY....-3(..), KGDS....-2B
Handed insert shows Right-hand
Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). \/L Groove bottom created
by PF / PM chipbreaker

@ : Standard item

H20
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Cut-off KGD type

B ) ) C I
Dimension (mm) Ar(1?)Ie Tolerance (mm)| Carbide
9]
Insert el 3| PYD Applicable toolholder
S i~
S| W | S | RE | INSL [PSIR% Wy o i QAT 8 P PR N
min. | max. |<isig
KGD"A...-2(...)
GDM 2020N-020PM 2 0 [ H M J KGDS™._-28
. R, _ R, _
GOM  2520N-020PM 25 o o of (OO 2) KGD..24(.)
2 43 20 0.03 |+0.03 KGDS...-28
: : e ' KGD%L...-2(...), KGD/L...-2.4(...
GDM 3020N-025PM 3 0.25 000 K6D...-3(..) KGDS....2B
KGD"A...-3(...), KGDWc...-3...
GDM 4020N-030PM 4 0.3 000 KGD-aT..
KGD"A...-2(...)
GDM 2020R-020PM-6D 2 0 (M M J KGDS™,..-28
e ’ KGDPA...-2(...), KGDL..-2.4(...)
/ o GDM 2520R-020PM-6D | 2 | 2.5 | 43 20 6 |[-0.03(+003|@:@®:@® KGDS™L-28
KGD"A...-2(...), KGDP...-2.4(...)
General purpose GDM 3020R-025PM-6D 3 0.25 000 K6D...-3(..) KGDS....-2B
KGD"A...-2(...)
GDMS 2020N-020PM 2 0.2 [ H M J KGDS...-28 ﬂ
KGDL...-2(...), KGDF/:...-2.4(...) [
/ = GDMS 3020N-025PM 11 3 43 1 025| 20 - [-003|+003 @ @@ K6DL..-3(..) KGDS....2B ao:
KGD"A...-3(...), KGDW...-3... 7
GDMS 4020N-030PM 4 0.3 000 KGD-aT.. =1
GDMS 2020R-020PM-6D 2 0.2 [ H M J KEDA...-2(..) ~
’ KGDS....-2B
KGDPA...-2(...), KGDL..-2.4(...)
/ GDMS 3020R-025PM-6D | 1| 3 43 1 025| 20 6 |[-0.03(+003|@:@®:@® K6D...-3(..) KGDS....2B
KGD"A...-3(...), KGDW...-3...
GDMS 4020R-030PM-6D 4 0.3 000 KGD-aT..
KGD"...-2(...)
GDM 2020N-020PH 2 0.2 000 KGDS™._-28
KGDPA...-2(...), KGDYL..-2.4(...)
/ GDM 3020N-030PH 2| 3 43 | 03 | 20 - [-003|+003 /@ @@ K6DY....-3(..), KGDS...-28
KGD"A...-3(...), KGDWL...-3...
GDM 4020N-030PH 4 0.3 000 KGD-aT..
KGD"A...-2(...)
GDMS 2020N-020PH 2 0.2 000 KGDS™._-28
KGDL...-2(...), KGD™/..-2.4(...)
/ GDMS 3020N-030PH 11 3 43 | 03 | 20 - |-003[+0.03|@: @ @® K6DL..-3(..) KGDS....2B
i i [KGDL...-3(...), KGDPL..-3...
T-edge / High feed GDMS 4020N-030PH 4 0.3 ... KGD..-4T...
Handed insert shows Right-hand
Using the PF / PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (Ref. to the right figure). \/L Groove bottom created
by PF / PM chipbreaker
Inserts identification system
Edge width Hand of tool Chipbreaker symbol
Tolerance symbol 13 [13mm | 25 [25mm R [ Right-hand PF | Cut-off (Low feed) PM Cut-off (General purpose)
Groundlnsert 15 | 1.5mm 30 | 3mm L Left-hand PQ Cut-off (Medium feed) Grooving and cut-off (High feed rate)
\ M dlass 2mm 40 | 4mm N | Neutral Cut-off (Low cutting force)
Series No. of edge Insert length Corner-R (RE) Lead angle
Grooving / Cut-off No indication | 2-edge 16 ‘ 16 mm 003 | 0.03mm | 020 | 0.2mm No indication | 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

@ : Standard item

H21
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Cut-off KGD type

KGD (for Automatic Lathe)

KGD%2012k-OD34 , 1
KGD%2020k-OD34 ¥ )
KGD¥.2525k-ODOO > 2 LF
Right-hand shown
Toolholder dimensions
Spare parts
ilabi- <
Ava.l it Dimension (mm) =3
lity <t | Clamp bolt Screw. Screw Wrench Wrench . .
Descrintion Applicable inserts
P @ H20, H21
=< 2| 3T @) u\,
RIL|E|H]|B|LH[HF|HBH|LF|WF|E|E1Z = =
. KGD%.  1010J%-1.3D16 e (o6 9.9
I 10( 101810 120 ——
- 1010/%-1.3 e (@2 95
o 1212F-13D16 oo 85
7 16 2 1191313 5 - [SB-401200R| - - LTW-155 GDM1376...
5 1212)%-1.3D16 oo 120
S 12| 12 {195 12
1212F-13 ole 85
2% ——11.5
12120%-13 oo 120
KGDF.  1010/%-1.5D16 e (o6 9.7
10(10{ 1810 120 ——
1010/%-1.5 IR 94
1212F-1.5D16 ole 85
16 2 —11715|15] 5 - [SB-401200R| - - LTW-155 GDM1576...
1212)%-1.5D16 oo 120
12|12 [19.5) 12
1212F-15 oo 85
2% ——114
1212015 oo 120
KGD%.  1010JX-2 e (@ |20/10]10/[18]10 120(9. 6DG2020...
12122 O 10 uln2| 12 fos| 12| 2 Bz ! SB-40120TR LTW-155 COM2020..
12 °le : 20— 232255220020
1616J%-2 | @ (32161624516 152 2 (3 - oyl
2012K-2034 oo o2 {5l 1.2 6DG3020...
2020K-2034 R 20325 | [125]192 0 | HH5X16 - LW-4 - GDM3020...
2525K-2034 oo 25| 25 25 242 GDMS3020...
KGD%.  1010)%-2.4 e @ [20/10/10]18]10 120] 9
1212F-2.4 oo 2 (85
u 12| 12019512 " —n 1 - $B-40120TR - LTW-155 6DG2520...
1212)X-2.4 [ BN J 10— GDM2520...
1616)X-2.4 ®|® (321616245 16 15]24] 3 - 6DG3020...
2012K-2.4D34 ole NEINN 1] GDM3020...
2020K-2.434 o @ 34|  [20fas| | |12s]19] 0| HHsxi6 | - LW-4 - GDMS3020...
2525K-2.4D34 oo 25|25 25 2%
6DG3020..., GDM3020...
KD 121203 ®|®|24|12|12/195 12| 2 [120]108 3 | 3| 1 SB-40120TR WSS |
KGDFL  1616)%-3 IE 25 SB-40120TR - LTW-155
16| 16 f—1 16 120{14.8
1616/X-3D38 ole| 29—
1913K-3D38 oo 1913 19 125[11.8 6DG3020...
2012)X-3042 ole |0 3 1 - - GDM3020...
201230 oo 12 - 108] 3 | 4 SE-50125TR LTW-20 GDMS3020...
IS el 20 20 120 — ) GDM4020...
2020)X-3D42 oo |n kil 188 GDMS4020...
2020)X-3D51 LILIS 36 .
2525K-3D51 oo 25 | 25 |41.5] 25 125[23.8 0| HH5X16 - LW-4 -
4mm width Insert cannot be installed in KGD%.1212)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 636 mm with KGD".....-3D38, KGD.....-3D42 and KGD%....-3D51 toolholders, please use 1-edge inserts.
Maximum cuttinng diameter for 2-edge inserts is 836 mm.
@ : Standard item

H22

09_Chapter_H_2022_modified_final version_KAP. indd

22

Recommended cutting conditions & H32, H33

2023/01/19

20:20:2:




Cut-off

KGD type

Toolholder identification system

KGD / KGDS (for automatic lathe)

KGDS

Applicable inserts Others
GDM/GDMS
Edge width: 3~4 mm 038 CUTDIA 38 mm
. [}
(]

Toolholder length

Applicable inserts

Others

Toolholder hand Shank size
R | Right-hand
L [ Left-hand 16x16mm

120 mm

09_Chapter_H_2022_modified_final version_KAP.indd 23

GDM/GDMS
Edge width: 1.3 mm

For sub spindle tooling

H23
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Cut-off KGD type

KGDS (Cut-off / for sub spindle tooling)

LN
& gl | . & i
-
HE 8w
E- : /'\Q@
3 — /
LF
Right-hand shown
4] \LLJ
=
. LN v
2 LH
'g. % (%47/”"\\
2 \
A \
G/AMP
= N |'II-
LF Left-hand shown
ﬂ Toolholder dimensions
&=
?_, Spare parts
3 Availabi- 2z
Y ) Dimension (mm) =3
lity << | Scew Wrench . .
Descrintion Applicable inserts
p ® H20, H21
= £ B & ,
R|L E H | B [LH|HF|[LF|LN|WF § ElS| =
. SEEE
KGDS%.  1616JX-1.3B o0 9.5113(13 GDM1316...
5
1616JX-1.58 ® | @®|24]16(16 (19516 |120( 27 [9.4]|1.5[15 SB-40120TR| LTW-15S GDM1516...
GDG2020..., GDM2020..., GDMS2020..., GDG2520...
(B ¢|° 9202|311 GDM2520..., GDG3020..., GDM3020..., GDMS3020...

Recommended cutting conditions & H32, H33

@ : Standard item

H24
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Cut-off

KGD type

KGD / KGDS Selection Reference

KGD

KGDS

Standard type

Sub spindle type

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

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

KGDR (Right-hand toolholder)

KGDL (Left-hand toolholder)

KGDSR (Right-hand toolholder)

KGDSL (Left-hand toolholder)

Main Spindle

Main Spindle
Sub Spindle

Main Spindle
Sub Spindle

Main Spindle
Sub Spindle

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

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

<1st. Recommendation>

Use insert without lead angle.

- Using sub spindle

- Cut-off operation near sub spindle side

- Long workpiece and more rigidity
- Cut-off operation near main spindle side

- Short workpiece and less rigidity
- Cut-off operation near sub spindle side

09_Chapter_H_2022_modified_final version_KAP.indd 25
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Cut-off

KGD type

Direct coolant cut-off toolholders for automatic lathe

KGD-JCTM 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-JCTM Competitor A

o)
e
G
5

Effective Cooling of the Cutting Edge

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

Wear resistance comparison (internal evaluation) Cutting edge condition (after machining 20min)

0.20

M KGD-JICTM
Il Competitor A (Internal coolant type)

0.15

KGD-JCTM 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),
KGDR1625JX-2JCTM, GDM2020N-015PF PR1535 (CW: 2.0 mm)
Workpiece material : SUS304 (225) Internal coolant (1.5MPa) Cut-off

H26
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Cut-off KGD type

KGD-JCTM (Coolant-through holders)

*Rc1/8 Rc1/8 Rc1/8
A A [

KGDL. —1H
/ N
[
| GAMPT
I 4 &
/ I
<
$§ HBL
S LF

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

Toolholder dimensions

Spare parts
Ava.i - Dimension (mm) é‘ -
lity <|s Plug Plug Screw Wrench o
Wi = Applicable inserts
2 @ H20, H21
&
RLEHBLH§§§HF§3LFLNWF'E§§ @
[l
KGDR  1218)%-2CIM | ® 8.4 21 6DG2020... t+
2401218 (19554 | - 12 (85— |44(11.2 GDM2020... o
KDL 1218JX-24CTM ° 77 25 GDMS2020... =
120 20301 |Yes GDG2520... ~
GDM2520...
KGDR  1625)%-2CTM | ® 122 DG3020...
32|16 | 25 [245| 44 | 65 — 16 45| 21 40 15.2 GDM3020...
KGDL  1625)X-2JCTM ° 77 GDMS3020...
KGDR  1218)X-24)(TM | ® 8.4 21
241218195/ 54 | - —— 12|85 [44| 1 DG2520..
KGDL ~ 1218)X-2.4)CTM ° 77 215 GDM2520...
120 243 |1 |Yes| GP-1 HSSXALP [SB-40120TR| LTW-155 6DG3020...
KGDR  1625)%-2.4)(TM | ® 122 GDM3020...
32|16 |25 |245] 44 | 65— 16 [45| 21| | 40|15 GDMS3020...
KGDL  1625)X-2.4)CTM ° 77
KGDR  1218JX-3JCTM [ 8.6 21 GDG3020...
2412181195/ 54| - — 12 |85— |44/108 3 GDM3020...
KGDL  1218JX-3JCTM ° 7.7 215 GDMS3020...
120 3t GDG3020...
KGDR  1625JX-3JCTM [ 12.2 GDM3020...
32 (16 | 25 (245 44| 65 1 16 | 45| 21 40 (14.8 4 GDMS3020...
KGDL  1625)X-3JCTM ° 7.7 GDM4020...
GDMS4020

Recommended cutting conditions @& H32, H33

Toolholder identification system

KGD-JCTM (Coolant-through holders)

ko L3 ERIES-EX

JCTM

Toolholder hand Shank size Toolholder length Applicable inserts Others
R \ Right-hand GDM/GDMS
L ‘ Lefthand 12x18mm 120 mm 2~3mm Coolant-through holders

@ : Standard item

H27
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Cut-off KGD type

KGD (Integral type)

CDX
=z ®
_| | 5
\
B J i LH
= |
_® et TmeciTos i Té\ I
WL ﬁ% LF !
Right-hand shown
Toolholder dimensions
Spare parts
RTE Dimension (mm)
lity (lamp bolt Screw Wrench Wrench
. Applicable inserts
Description ® H20, H21
Sy
- = 3 =g /
R|L[E|H|B|LH|HFHBHIKBLI LF|WF| S| E| 5 é
= =
(] L] v
=
KGD%.  1616H-2T06 e |06 27.7 28 |
m 1616H-2T10 ® | ® 101616302 16 | 4 [30.5/100{15.2 6062020
I 1616H-2117 ole 312 31.5 COM2020..
:15 2012K-2117 oo 12 325 12| HH5X16 GDMS2020...
2020K-2T06 e |06 28
= 0| s |23 - W-4 - 6DG2520.
9 2020K-2T10 e|e® 10 20 [30.5 19.2 GDM2520...
2020K-2T17 ooy s |- - GDG3020...
2525M-2106 ool 28| Fiepiacar
2525M-2T10 ® | ® 10252530525 150{24.2 HHSX25
2525M-2117 o 0|17 325
KDY 2012K-2.4T17 oo 12 11 6DG2520..., GDM2520..., 6DG3020...
1720 =—325[20 | - | - |125(——124| 3 | HH5X16 - LW-4 - ' '
2020K-2.4T17 oo 20 19 GDM3020..., GDMS3020...
KGD¥.  1216X-3T06 oo [12] [1512]2|19]120 - SE-50125TR - LTW-20
1616H-3106 0 16127 8] |
1616H-3T10 ®|® 10|16 [302/16] 4 305100
1616H-3720 ole 34.2 34.5 6DG3020...
20123120 oo 12 [345 104 HHSX16 ggngégo
2020K-3T06 olelsl | 2], 15 3|4 m COMAOZ0...
2020K-3T10 e @10 20 305 18.8 DMS4020...
2020K-3120 e e[ 34.5 - -
2525M-3106 o |06 |28 |
2525M-3T10 ® | ® | 10]2525[305|25 150(23.8 HH5X25
2525M-3120 R 35.5
KGD¥.  1216JX-4T06 ® @ |6 [12]16[19512] 2 [19]120]143 - SE-50125TR - LTW-20
2020K-4T10 o e|10 30.5
2020 == 20 125(183 HH5X16
2020K-4T20 e o2 345 als 6DM4020...
2525M-4T10 e (o1 1305] - - - LW-4 - GDMS4020...
2525M-4120 ® | ® |20 252535525 150(233 HH5X25
2525M-4T25 o o 405

(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 external grooving, too. Recommended cutting conditions @ H32, H33

Toolholder identification system
KGD (Integral type

)
k6o L [ [T -[E0] 7 [

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

@ : Standard item

H28
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Cut-off KGD type

KGD-S separate type)

5
]

HBH
|

LF

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

Toolholder dimensions (Blade and toolholder)

Spare parts
Ul £ = Availabi- Dimension () Gampbolt | ¢
2| EIE|E lity Blade Toolholder (orimsert | ey | Wrench
% %’ é_ 2 Unit description dgriGpT; d;sDcriGpi(;\ dlamp)
S|ls|l2|s
= R|L eHBLHHFgLFWFgg /
() [
[120]KGD®L  2020%-2T175 ° KGD".2020-C 20 | 20 20 | 12(122(234
2 |17 [Chs 2525X-2T175 ® | @ | KGD¥.-2117-C | KGD%2525-C | 17 | 25| 25 [ 40 | 25| 7 [147/284] 2 | 3
132 No unit description => KGD%.3232-C 32|32 32| - |167[35.4
[ 20[KGDY.  2020X-3T10S ° KGD%.2020-C 20 | 20 20| 12115 B3
10 (125 2525%-3T105 ° KGD®-3110-C | KGDL2525-C 10 | 25 | 25|33 | 25| 7 |140| 28
; (132 No unit description => KGD.3232-C 32032 32| - |160] 35 3l
[ 0[KGD%.  2020%-3720S 1K) KGD%.2020-C 20 | 20 20 | 12125 3
20 (125 2525X-31205 ® | @ | KGD¥.-3720-C | KGD%.2525-C | 20| 25| 25 |43 | 25| 7 |150] 28
- (32 3232X-31205 ° KGD¥:3232-C 32 (32 32| - |170] 35 BHeXT0TR |sBsot20m | Lrwezs
@IKGDH/L 2020%-4T10S ° KGD%.2020-C 20|20 20| 12 [115[22.5
10 {125 2525X-4T10S ° KGD®-4110-C | KGDA2525-C | 10 | 25 | 25|33 | 25 | 7 |140(27.5
(132 No unit description = KGD%:3232-C 3232 32| - |160[34.5
[ 120|KGD".  2020X-4T20S ° KGD%.2020-C 2020 20| 12 [125[22.5
4 |20 |25 2525X-4T205 ® | ® | KGD¥.-4720-C | KGD%2525-C | 20 | 25| 25 |43 | 25| 7 [150(27.5 4 | 5
(32 3232X-41205 ° KGD".3232-C 32132 32| - [170[345
[ 120|KGD".  2020X-4T255 oo KGD%.2020-C 20 | 20 20 | 12130225
25 125 2525X-4T255 ® | @ | KGD¥.-4725-C | KGD%A2525-C | 25| 25| 25 | 48 | 25 | 7 |155/27.5
132 3232X-4T255 ° KGD%.3232-C 32|32 32| - |175[345
1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. Applicable inserts @ H20, H21
2.The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.) Recommended cutting conditions @ H32, H33

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 ~ 4mm)
6. Above toolholders are applicable to external grooving, too.

Toolholder identification system
KGD (Separate type / Unit description)

KGD“ “—ﬂTms

Toolholder hand Shank size Toolholder type Applicable inserts Max. depth of cut
R [ Right-hand R GDM/GDMS :
L | Lefthand 20x20 mm Unit description 2~3mm 17:17mm

@ : Standard item

H29
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Cut-off

KGD type

o
b=
Q
=1
)

W 09_Chapter_H_2022_modified_final version_KAP.indd 30

Great for High Pressure Coolant External Grooving and Cut-off

KGD-JCT

Coolant is directed from two directions towards the flank face of the insert

Improved Chip Control and Longer Tool Life for External Grooving and Cutting-off

n Excellent Chip Control

Coolant towards the rake face

Coolant hole position and angle improve chip control

Chip Control Comparison (internal evaluation)

KGD-JCT showed better chip control performance even at

lower feed rates
f=0.05 mm/rev (1.5MPa)

KGD-JCT Competitor E
"»‘ o Q = \J
S s\w X0 ® = 3
\(—I

Cutting Conditions : Vc = 150 m/min, d = 8mm, f = 0.05 mm/rev, Wet
Edge Width 4 mm  Workpiece Material : SCM415  Grooving

Cooling the Cutting Edge Leads to Longer Tool Life

Coolant towards the rake surface and the flank face of the insert
Directing coolant towards the cutting edge lengthens tool life

KGD-JCT

Competitor E

Coolant does not flow directly
towards the cutting edge

After Machining 39 min

pies

Fracture

Wear Resistance Comparison (Internal evaluation)

0.20

B KGD-JCT (Internal coolant: 1.5 MPa)
M Competitor E (Internal coolant: 1.5 MPa)

015 /

i

Frank wear VB (mm)
o
)

0.05

0 10 20 30 40
Cutting time (min)

Cutting Conditions : Vc = 180 m/min, d =9 mm, f = 0.15 mm/rev, Wet
Edge Width 4 mm Workpiece Material : SCM415  Grooving

KGD-JCT Minimizes Wear and Provides Longer Tool Life without Insert Fracturing

H30
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Cut-off

KGD type

KGD-JCT (Coolant-through holders)

Cut-Off %

_I £ 3| _cpx @
J— E [s)
] m
] LH
; @ -
4 / 7
o ;T I E—— 7] =
41 |
G1/8 ‘ MHD KGD%/12020K... !
LF
Right-hand shown | Pressure Resistance : ~15MPa
Toolholder dimensions
Spare parts
Availabi- ’ .
) Dimension (mm)
lity (lampbolt | Plug Wrench o
Descrintion Applicable inserts
P @ H20, H21
|2 D
RIL|B|n|s|w|u|r|we|SE|E|E \\\://)
° =zl —
N/
KGDFL  2020K-3T06JCT e|o|6 315 96.2)
2020€-3710JCT ® @ |10]2020(34]20| [188942 HH5X16 6DG3020...
2020K-3720/CT oo 38 9.2 GDM3020...
125 3|4 HSG1/8X8.0|  LW-4 GDMS3020...
2525K-3106)CT oo 31.5] 196.5 DMA020
2525K-3T10)CT ® | @ |10]25|25(34|25| 238945 HH5X25 GDMS4020...
2525K-3120)CT o o2 39 89.5
KGDY.  2020K-4T10JCT e o1 34 94.2
20020 20| [183— HH5X16
2020K-4T20)CT N 38 90.2
GDM4020...
2525K-4T10)CT o o1 34| [125| [945] 4|5 HSG1/8X8.0|  LW-4 CDMS4020
2525K-4T20)CT ® | @ |20|2525(39|25| 233895 HHSX25
2525K-4T25)CT o 0| 4 84.5

Please see page D12 for piping parts of coolant-through holders.

Toolholder identification system

KGD (Integral type)

KcD

Recommended cutting conditions & H32, H33

ﬂT

JCT

@ : Standard item

W 09_Chapter_H_2022_modified_final version_KAP.indd 31
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Toolholder hand Shank size Toolholder length Applicable inserts Max. depth of cut Others
R ‘ Righ:hand 25x25mm 125mm GDM/GDMS 06:6 mm Coolant-through holders
L | Left-hand 3~4mm

H31
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Cut-off KGD type

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

Recommended insert grades oz
(Ve: m/min) PF (RE=0.03 mm) PF (RE=0.15 mm) L
Workpiece material g
MEGACOAT NANO MEGACOAT Edge width CW (mm) &
PR1535 PR1225 PR1215 13/15 20 25/3.0 13/15 2.0 25/3.0
bie * PAY
et 70~150 70~150 70~ 180
0.01~0.04 0.02 ~0.06 0.02~0.08 0.01~0.05 0.03~0.08 0.04~0.10
PAY * PAY
R 70~ 150 70~ 150 70~ 180 £
. * * * } ) } } } o |8
Stainless steel 60~ 120 60~ 120 60~ 150 0.01~0.03 0.01~0.04 0.01~0.05 0.01~0.04 0.03 ~0.07 0.04 ~0.08
Castiron - - 80 :00 0.01~0.05 0.02 ~0.07 0.03 ~0.08 0.01~0.06 0.03 ~0.09 0.04~0.10
Yk Tst Recommendation Y: 2nd Recommendation
Recommended insert grades f(mm/rev)
(VC m/min) PQ PG
Workpiece Material MEGACOAT DLC E
H H
NANO MEGACOAT coated carbide Carbide Edge width CW (mm) &
R PR1535 PR1225 PR1215 PDLO025 GW15 20 25/3.0 2.0 2.5/3.0
- i " 7 7
I Chobes 70~ 150 70~ 150 70~ 180
& 0.03~0.1 0.04~0.12 0.01~0.04 0.01~0.05
4C'>_, Alloy steel % * * - -
S 70 ~150 70 ~150 70 ~ 180
o
' * PAd Y . . - - - -
Stainless steel 60~ 120 60~ 120 60~ 150 0.02 ~0.07 0.02~0.08 0.01~0.03 0.01~0.04 %
S
; i i * i PAY . . . - S
Castiron 80~ 200 50~ 100 0.04~0.1 0.04~0.12 0.01~0.04 0.01~0.05
. i i i * PAY i i - N
Aluminum Alloys 200 ~ 560 200~ 450 0.01~005 | 0.01~0.06
. ) ] : * . ) . .
Brass 100 2200 0.01~0.07 | 0.01~0.08

3k 1st Recommendation Y 2nd Recommendation

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 === High

LoW < fop(| rate  —- High

H32
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Cut-off KGD type
KGD recommended cutting conditions (PM / PH chipbreaker)
Recommended insert grades f(mm/rev)
(Ve: m/min) PM ‘ PH
Workpiece material =
R MEGACOAT Edge width CW (mm) g
NANO &
PR1535 PR1225 PR1215 2~4 2 3~4
PAY * PAY
Carbonsteel 80 ~ 200 80~200 | 100~200
0.08 ~0.18 0.10 ~ 0.25 0.15~0.28
PAY * PAY
lloy steel 70~ 180 70~ 180 80 ~ 180 £
; * PAY PAY . B N &
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 : ’ : : ’ :
% : 1st Recommendation Yy: 2nd Recommendation
Exam ple of feed [ mnthe graph indicates the most recommended value of feed (f)]
€ * PM chipbreaker [Workpiece material: S50C]
£ £
= @)
O | I e s P 7
= 204 (W g
B )
H N N I I
) 0.1 0.2 0.3
Feed rate f (mm/rev)
€ * PH chipbreaker [Workpiece material: S50C ]
£
= 3~4 .
<
B
£ g [ LI
&
©
- I N I N
0.1 0.2 0.3
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.
H33
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Cut-off KGM type

GM/GMM/GMN/GM"/.
|[Stinesssteel [ @] [ || M |
o
Dimension (mm) Tolerance (mm)|  Carbide g
|
1] =)
nset Description S| sl AD |-]- Applicable toolholder
2 e~
S| W | S RE [ INSL C\.N o o o ® H38~H40
min. | max. |§|2:Ki=|2|]
g2 2=
0 O 1O
GMM 1520-MT 20 15 | 43 0.05 2 [-0.05[+0.05 | KGMPA...-1.5(-85)
" " 0 ] oi |0 KGMPL...-1.5(-85)
/ g;Es< GMM  2020-MT 20 2 | 43| s | 20 [-005|+005| | K20,
e o 0 o |o KGM?..-2(.)
GMM 2520-MT 20 25 | 43 0.05 20 |-0.05 [+0.05 o KGMPL..-2.5(-85)
Sharp cutting oriented 0 o o KGMe..-2(.), KGM..-2.5(85)
Lo..m2(...), L...m2.0(-
GMM 3020-MT 20 3 43 0.05 20 |-0.05+0.05 olo KGMY....-3(T20)
GMM 1520-NB 20 15 | 43 0 20 |-0.05 [+0.05 O |0 KGMPA...~1.5(-85)
e * KGMPA...-1.5(-85)
ﬂ / ;:c(:mzc(tn GMM  2020-NB 20 2 |43 0 | 20 [-0.05]+005 o |o K20,
g5 - R
I GMM 2520-NB 20 25 | 43 0 20 |-0.05 [+0.05 (@) ﬁng;L g(;)%
:jO: Sr‘lAa"rtphcuttt?hg ogien}(ed/ L. 25(085)
thout Chipbreaker KGML...-2(...), KGML...-2.5(-85)
1 N _ L), ol
5 GMM 3020-NB 20 3 43 0 20 0.05 |+0.05 O KGM"V....-3(T20)
KGM®A...-1.5(-85)
~ GMM 2020-TK 20 2 | 43 02| 20 [-005]+005 |O:iO: |O KGMP..-2(..)
X i N KGM"L...-2(...)
\/ GMM 2520-TK 2025 | 43 ] 02 20 0.05 |+0.05| |O:O: |O KGMY....-2.5(-85)
KGM...-2(...), KGMPL...-2.5(-85)
GMM 3020-TK 20 3 | 43 [025] 20 [-0.05|+0.050|0:0: |O KGMPL..-3(T20)
B KGM®A...-1.5(-85)
" - O
GMM 2020-TMR 20 2 43 |1 0.2 20 0.05 |+0.05 KGM....-2(..)
KGM*L...-2(...)
/ GMM 2520-TMR 2025 | 43 02| 20 [-0.05]|+0.05 O KGM#..-2.5(-85)
B KGMPL...-2(...), KGML...-2.5(-85)
" - O
GMM 3020-TMR 20 3 43 1025 20 0.05 |+0.05 KGMY....-3(T20)
KGMPL...~1.5(-85)
n - )
GMN 2-TK 1 2 43 | 0.2 20 0.05 |+0.05| |O:O: |O KGM#:..-2(..)
) . KGMPA...-2(...), KGML...-2.5(-85)
V GMN 3-TK 1 3 43 1025 20 [-0.05[+0.05[O(0:0: |O KGMY....-3(T20)
T-edge/Sabiliy | guN - 47K 1| 4 |43 ] 03| 20 [-005|+005[0|0i0F O | KGM..-3(T20), KGMPL..-4(T.)
GMN 2.2 1122 | 43 [ 017 | 20 [-0.05|+0.05|O| :O: [OO KGMPL...-2(...)
KGML...-2(...), KGMP4...-2.5(-85)
MN2.2 - O
S U TI3 |43 102 20 |-0051+00510) O OO e ™ 3hg)
E
/ sL i R GMN 4 1 4 43 [ 025 | 20 [-0.05[+0.050 O |O[O]| KGMPL...-3(T20), KGMPL...-4(T..)
9 -
1-edge GMN 5 11 5 [ 43 ] 08 | 20 [-0.05(+0.05[Of :O: |O| | KGML...-4(T..), KGM%....-5(T25)
GMN 6 11 6 43 | 08 20 |-0.05(+0.05[0 O: |O KGMPA...-5(T25), KGMR...-6T30

(O Check availability

H34
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Cut-off KGM type

GM/GMM/GMN/GM"/.
saessed [ ol [ || wm |
=
Dimension (mm) A'(]?)Ie Tolerance (mm) Carbide §
|
1] o
Insert i 3| g M- Applicable toolholder
S .
S| W | S | RE | INSL |PSIR%: W oW - - ® H38~H40
min. | max. [S|8i0iKR=|2|
R e
oi |o
GMM  1520R-MT-15D | 2| 1.5 | 43 0%5 20 | 15 [-0.05[+0.05 . KGM#....-1.5(-85)
GMM  2020R-MT-15D 0 oi |o .
) pop 2020R-MT-15D |2 2 | 43 [ 005 | 20 | 15 [-005]|+005\0| O ﬁgmﬁjL...:;.(S(;ss)
/ QA_FE; 2020L-MT-15D 0 o) b
Cia INSL RE
[=h— O Y.
tﬁ GMM  2520R-MT-15D |2 25 | 43 0%5 20 | 15 [-0.05|+0.05 . ; ﬁgm g(é")ss
Sharp cutting oriented : .2.5(-85)
GMM  3020R-MT-15D 0 O: [0 B R
3000RM-1D  [2] 3 | 43 |05 | 20 | 15 [-005[+00s]0| © Egmﬂf'"jﬁﬁ)b;(GM o 25085)
3020L-MT-15D 0 o) b

KGMP...-1.5(-85)
KGM...-2(...)

KGM...-2(...)
KGMF....-2.5(-85)

KGMP/c...-2(...), KGMP/....-2.5(-85)
KGMF.....-3(T20)

KGMF....-1.5(-85)
KGM...-2(...)

KGM...-2(...)
KGMP...-2.5(-85)

KGMF/....-2(...), KGMP/....-2.5(-85)
KGMF.....-3(T20)

KGMP....-1.5(-85)
0 TK- - Oi O
g GMR 2-TK-8D 1 2 43 1 02 | 20 8 0.05 |+0.05 C KGM...-2(.)

KGMF/c...-2(...), KGMP/....-2.5(-85)
KGMF.....-3(T20)

GMM 2020R-TK-8D 2| 2 43 1 02 | 20 8 [-0.05(+0.05 O:0i (O

Cut-Off %

GMM 2520R-TK-8D 2025|4302 20 8 |-0.05+0.05 O

\

GMM 3020R-TK-8D 2| 3 43 1025 | 20 8 [-0.05(+0.05(0f :O:O

GMM 2020R-TMR-6D |2 2 | 43 | 02 | 20 6 |-0.05+0.05 @)

GMM 2520R-TMR-6D 20 25| 43| 02| 2 6 [-0.05(+0.05 O

\

GMM 3020R-TMR-6D | 2| 3 | 43 [ 025 | 20 6 |-0.05+0.05 @)

INSL CRe

GMR 3-TK-8D 11 3 |43 ]025] 20 8 |-0.05+0.05

|
‘ iie
\
S
O
©)
]

T-edge/Stabiity | GMR  4-TK-8D 1 4 | 4303 2 | 8 [-005|+005 O:0F O] | KGMP..-3(T20), KGMP...-4(T.)
a O O

gmf g;gg 1122 |43 o7 | 20| 8 [-005|+005|" - o1 KGMY....-2(...

/ E;‘% GMR  22-15D 1022 (43| 0 | 20| 15 [-005[+005/0 oi |olo KGMY....2(...)
/ ”ﬁ GMR 3-4D B P I I I s |-005l+005 @) OF |O]O[ KGMAL...-2(...), KGM%L...-2.5(-85)

1-edge/ Sha\tr% cutting GML 3-4D O O KGMPL...-3(T20)
oriente —

gm ::g 1) 4 |43 |025] 20 | 4 [-005[+005 g - KGM?..-3(T20), KGM"Y....-4(T.)

Handed insert shows Right-hand

(O Check availability

H35
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Cut-off KGM type

Edge preparation

Series MT-chipbreaker TK-chipbreaker TMR-chipbreaker Without chipbreaker (NB)
Chamfer + R honed Chamfer + R honed Chamfer + R honed Sharp Edge Chamfer + R honed R honed Sharp Edge
Corner-R (RE) =0.05 Sharp corner Corner-R (RE) =0.2-0.3 | Corner-R (RE) = 0.2-0.3 Corner-R (RE) =0.2 Corner-R (RE) =0.05 Sharp Corner

]

Edge prep. | =

9

CR9025/PRI15 PR930/KW10 CR9025/PRI15 PR930/KW10 PR1115 (R9025 PR930/KW10

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

Series Advantage
MM-MT Specific chipbreaker for cut-off operations requiring sharp cutting performance.
Minimizes the boss.
CMM-NB Cutting edge is flat with non-chipbreaker.
It works well for brass, etc.
MK Stable design with chipbreaker for cut-off. Large corner-R.
2-edge for economical performance.
Same chipbreaker geometry as GMM-TK.
GMN-TK ) -
1-edge. Wide application range.
GMN (Std.) Mainly for deep grooving, but available for groove widening and turning due to projection near side cutting edge.
(No indication) 1-edge and wide application range. Available for cut-off applications.

H36
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Cut-off

——

KGM type

TMR-chipbreaker

Advantages

Special curve wall

Improved chip evacuation by
squeezing chips

GMM chipbreaker MAP

Depression in center of

cutting edge.

TMR application range

Applicable range

Chip width < Grooving width

200
£
£ 100
s

50

TMR
chipbreaker

|

0.10 0.15

f (mm/rev)

0.20

Low <mm Feedrate mmp High

Sharp cutting <=ssssm)p Stability oriented

Cut-Off %

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

(Workpiece Material: SCM415, 930, constant spindle revolution)

W 09_Chapter_H_2022_modified_final

version_KAP. indd 37

Sesarisi n=1,060min"'(Vc=100m/min) n=2,123min"'(Vc=200m/min)
escription
P f=0.12mm/rev f=0.18mm/rev f=0.12mm/rev f=0.18mm/rev
O 0o @O0ee BDOE
3020-TMR 0©@0 @ O) 9
(Neutral) @ Q) @ @_ 20 m\ (O Q) -]
o 1 ©eee © @eee OO
3020R-TMR-6D @ @ @ @
(Lead angle) @ Q) ©6 6o % ©999
Recommended Cutting Conditions Workpiece Surface Roughness
Workpiece Material Ve (m/min) f (mm/rev) TMR Chipbreaker provides good surface roughness on the workpiece end face at high feed rate ranges.
+ GMM2020R-TMR-6D - GMM2020-TMR
Carbon Steel 60 ~ 200 (Vc=200m/min) (Ve=200m/min)
~# Competitor's chipbreaker A ~#= Competitor's chipbreaker A
Alloy Steel 60 ~ 150 0.08~0.18 E .—/ €
N 6 N 6|
o o
4 b4
Stainless Steel 50 ~ 140 £, £,
2 2
& &

N)
T

!

0.08

0}1 2
f (mm/rev)

Ofl 2
f (mm/rev)

0.18

H37

o

2023/01/19

20:20:47



Cut-off

KGM type

KGM (for Automatic Lathe)

— i
S
//5’:\ '\.\Q\"\y
/ I~
i f B wasi i
= o \ =5 T
t = I wand
‘KGMR/HG‘IG ' ' é LF
Right-hand shown
Toolholder dimensions
Spare parts
Ava.l - Dimension (mm)
lity Screw Wrench o
Descrintion Applicable inserts
4 @ H34, H35
= - £| 8 ,
RLEHBLHHFnInLFWFEE
S| =|=
o
KGM%.  10100%-15 ololsf0]w0f8]10] [120] 94 GMM1520...
1212F-1.5-85 o w2l 1210 |1 | 2 (85 44 15| 2 [SE40120TR | 1Twe1sS GMM2020...
12120%-15 olo 120) GM_2-TK(-8D)
KM% 10100%-2 oflolsf0]w0f8]10]| [120]9.15 GMM2020...
1212F-2-85 ol 2|85 SE-40120TR | LTW-155 GM_2-TK(-8D)
Bl12|12f19]12] " FHNMIs 2 |3 —
121202 olo - GM_2.2(-.D)
1616)X-2 olol30]16]16 [24516] - 15.15 SE-50125TR | LTW-20 GM_3(..)
KGM%.  1212F-2.5-85 o 85
: 3|2l n SE-40120TR | LTW-155 GMM2520...
12120525 olo 243 GMM3020...
—— 120——
1616JX-2.5 O1O1(30]16|16 [245] 16| - 15 SE-50125TR|  LTW-20 GM_3(..)
KGM7.  1616)%-3 Ol |30]16] 1624516 - [120]148| 3 | 4 |SE-50125TR| LTW-20 [GMG3020..., GM_3(...), GM_4(...
KGM will be switched to KGD=> H22 Recommended cutting conditions @ H43
(O Check availability
09_Chapter_H_2022 modified_final version KAP. indd 38 2023/01/19
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Cut-off

KGM type

Cut-Off %

y [}
w| 2| CDX
= E:‘{ )
T RS @ Y
j J Syw LH
\ ‘
1| © | i !
\ £ - T
‘ Y
D K LF N
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ’ .
. Dimension (mm)
lity (lamp bolt Screw Wrench Wrench
Descrintion Applicable inserts
p @ H34, H35
. = ol E| 2 D
RIL|[S|H|B|LHIHF|E]|LFIWF 2
KM 1212H-3 0 L2 P I P SR PPN 1 I I - $B-5TR - LTW-20 GMG3020..., GM_3(..)
1616H-3 o 16 | 16 16 14.8
—1 9 27 3 HH5X16
2020K-3 oo 20| 20 120 125188 4 - LW-4 - GMG3020..., GM_3(...), GM_4(...)
2525M-3 oo 25|25 25 150(23.8 HH5X25
KGM®.  2020K-4 (@] 20| 20 20 125]18.3 HH5X16
' —110 7 - 45 - LW-4 - GM_4(..)
2525M-4 oflo 25|25 25 150(23.3 HH5X25 GMN5
KGMR ~ 2020K-5 0 20| 20 20 125(17.8 HH5X16
G 10 27— - 516 - LW-4 - GMNS
2525M-5 O 25|25 25 150(22.8 HH5X25 GMN6
@ G48~G50
A H O|c - - -
KGM®.  2525M-8 25(25|25(40(25(75(150(22| 8 | 8 | HH6X25 LW-5 GM_8030..., GMGAS030..R

(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.

KGM will be switched to KGD=> H28

(O : Check availability

09_Chapter_H_2022_modified_final version_KAP. indd
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Recommended cutting conditions @ H43
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Cut-off

KGM type

KGM-T (Deep grooving)
P wl = CDX
klnile :
LH
s;,r >
A { FARN
T o T T
I I LF
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- : .
. Dimension (mm)
lity (lamp bolt Screw Wrench Wrench
Descrintion Applicable inserts
p @ H34, H35
_ - 2| % @)
RLeHBLHHFgLFWFgE =
ﬂ KGM®L  2012K-2T17 @) 2 112 | 2 15 11.15 - SB-5TR - LTW-20 MN2020... G 2-TKC8D)
8 olo eeer VST
= 2020K-2T17 olc 17 2033 | 19.15) 2 | 3 | HH5X16 ] ™ ) GM_2.2.0), 6M. 3(.)
o) 2525M-2117 ol|lo 25|25 25 150(24.15 HH5X25
1
5 KGM".  1616H-3T20 ¢ 16 | 16 16 | 4 {100 14.8 HH5X16 - LW-4 -
v 201263120 o 12 108 - SB-5TR - TW-20 GMG3020...
202063120 BRSNS GM_3(..)
e - : - LW-4 - GM_4(...)
2525M-3T20 OO 25125 150 23.8 HH5X25
KGM".  2020K-4T20 @) 20|20 125(18.3 HH5X16
— 20 36 GM_4(...)
2525M-4T20 O 415 - LW-4 -
- 25125125 150| 23.3 HH5X25 GMN5
2525M-4T25 olo|s 4
KGM"L  2525M-5T25 O« 25|25 25 150| 22.8 GMN5
25 4 5| 6| HH5X25 - LW-4 -
3232P-5125 @) 3232 32 170 29.8 GMN6
KGMR ~ 2525M-6T30 @) 30 25(25(45]25 150224 | 6 | 6 | HH5X25 - LW-4 - GMN6

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

KGM will be switched to KaD=> H28

(O : Check availability

H40
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Recommended cutting conditions @ H43

(DX shows the distance from the toolholder to the cutting edge. Ref. to the Table (H42) for the relationship between the available grooving depth and the cutting dia.
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Cut-off KGM type
Applicable Inserts
Applications | Grooving/Turning | Grooving /Turning Grooving Full-R / Copying | Full-R / Copying | CutOff/ Deep Grooving | Cut Off / Deep Grooving | Cut Off / Deep Grooving | Cut Off/ Deep Grooving | Cut Off/ Deep Grooving
See Page G48 G48 G49 G49 G50 H34, H35 H34 H34, H35 H34, H35 H34, H35
Mw Ms MG MT NB o | TK A2 TK
Insert ’
Toolholder ) |
Description TMR
GMM1520..MT
KGMAL. .. 15 R ~ R ~ R GMM2020..MT GMM1520..NB GMM2020..T. GMN2..TK B
Eoools GMM1520%..MT | GMM2020..NB GMM2020R..T. GMR2..TK
GMM2020%:..MT
GMM2020..MT GMM2020..T.
GMM2520..MT GMM2020.NB GMM2520..T. GMN2..TK GMN2.2
KGMP/. M GMM2420.. MW GMG3020..MS GMG2520.MG GMG3020..R ~ GMM3020..MT GMMZSZOHNB GMM3020..T. GMN3..TK GMN3
Eooo GMM3020.MW | GMM3020..MS GMG3020..MG GMM3020.R GMM2020%...MT GMM3020“NB GMM2020R..T. GMR2..TK GM%12.2
GMM2520%...MT - GMM2520R..T. GMR3..TK GM%.3
GMM3020%...MT GMM3020R..T.
GMM2520..MT GMM2520..T.
KGMPL...2.5 GMM2420..MW GM@3020..MS GM@2520..MG GMG3020..R ~ GMM3020..MT GMM2520..NB GMM3020..T. GMN3..TK GMN3
Eooott GMM3020.MW | GMM3020..MS GM@3020..MG GMM3020..R GMM2520%..MT | GMM3020..NB GMM2520R..T. GMR3..TK GML3
GMM3020%..MT GMM3020R..T.
GM@3020..MS 6MG3020.MG GMG3020..R GMN3..TK GMN3
KGMP/, 3M GMM3020.MW | GMM3020..MS GMGSSZONMG GMM3020..R R GMM3020..MT GMM3020.NB GMM3020..T. GMN4..TK GMN4
Eooo GMM4020..MW GMG4020..MS GMG 4020"MG GMG4020..R GMM3020%...MT - GMM3020R..T. GMR3..TK GML3
GMM4020..MS - GMM4020.R GMR4..TK GM%4
GMG4020..MS GMG4020..R GMN4
KGMP/, A1) GMM4020.MW | GMM4020..MS GM@4020..MG GMM4020..R R a R R GMN4..TK GMN5
Eooo GMMS5020..MW GM@5020..MS GM@5020..MG GMG5020..R GMR4..TK M4
GMM5020..MS GMM5020..R -
GMG5020..MS GMG5020..R
R GMM5020.MW | GMM5020..MS GM@5020..MG GMM5020..R GMN5
KGMTA....5T GMMGO20.MW | GMGSO20.MS | GMG6020.MG | GMaeo2o.R | CMOAGO20-R - - - - GMNG
GMM6020..MS GMM6020..R m
R GM@6020..MS GMG6020..R
KGMP/L...6T GMM6020..MW GMM6020.MS GMG6020..MG GMM6020.R GMGA6020..R - - - - GMN6 [
&=
KGML...8 GMMB3030..MW - GMG8030.MG - GMGAB030.R - - - - - o
=
=]
O

09_Chapter_H_2022_modified_final version_KAP.indd 41

Recommended Cutting Conditions ® H43

H41

2023/01/19

20:20: 4




Cut-off

——

KGM type

Possible cutting diameter of KGM / KGM-T type

20 (CDX, 240)

25

If the workpiece diameter is large, the available grooving depth

becomes smaller due to interference with the toolholder.

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

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

Toolholder Description DCX (Cutting Dia.)
KGM L 1010[_1-15... - - - - - - 18 | 21| 26 | 38 | 76
= 1212 15... - - - - B | 27| 3| N e | o | e | e
Q 1010 J-2... AN s | . | 38| 76
é 12120 J-2.. - - - - B || 3| n _
1616[_]-2... 30 | 37 | 47 | 68 | 89 | 11| o | o
1212 1-25... - - - - B | 27| 337 | n o0
lel6L1-25.. 30 | 37 | 47 | 68 | 89 | B1 | o« |
1616[_]-3...
Available GroovingDepth X (mm) | 15 | 14 | 13 | 2 [ns | 1 [0 [ 9 | 8 | 7 [ 6 [ 5 | 43 2]

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

Toolholder Description

DCX (Cutting Dia.)

2020K-2T17

KGMA. 2012K-2117

2525M-2117

66

80 130 | 260

1616H-3T20

40

54

70

100

180

2012K-3T20
2020K-3120

2020K-4T20

2525M-3T20

2525M-4120

40

90

130

240

2525M-4125

2525M-5T25
3232P-5T25

50

140

240

280

600

2525M-6T130

100

300

Available Grooving Depth CDX (mm)

30

27

25

23

22

20

18

16 15 14 13 or under

H42
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Cut-off

KGM type

Recommended cutting conditions (GMM-MT, GMM-TK, GMM-NB)

Recommended insert grades (Vc: m/min) Edge width CW (mm) o
Workpiece material CVD coated carbide PVD coated carbide Carbide 1.5 ‘ 20/25 3.0 4.0 E
(R9025 PR915 PR930 KwW10 f(mm/rev) <
Carbon steel 80 73(180 60 :550 60 E‘(BO - 0.01~0.04 0.02 ~0.15 0.03 ~0.20 0.08 ~0.30
Alloy steel 7 ?‘7150 60~ 150 60 ?‘7130 - 0.01~0.04 0.02~0.15 0.03~0.20 0.08 ~0.30
Stainless steel 60 ?‘:40 50 ~*140 5 ?‘7120 - 0.01~0.03 0.02~0.10 0.03~0.15 0.08 ~0.25 E
Castiron - - - 50~ 100 0.01~0.05 0.05~0.12 0.10 ~0.25 0.10~0.30 §
Aluminum alloys - - - 200‘5450 0.01~0.05 0.05~0.10 0.05~0.20 0.05~0.25
Brass - - - 1005200 0.01~0.05 0.05~0.10 0.05~0.15 0.05~0.20

-When machining Steel and Stainless Steel by Insert of PR930, decrease the feed rate by 20%.

Recommended cutting conditions (GMM-TMR)

Workpiece material V¢ (m/min) f (mm/rev) Remarks
Carbon steel 60 ~ 200
Alloy steel 60 ~ 150 0.08 ~0.18 Coolant
Stainless steel 50 ~ 140

09_Chapter_H_2022_modified_final version_KAP. indd
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Cut-off KPK type

High-Performance Cut-Off Solutions

KPK Series

Easy Insert Replacement Reduces Downtime

High Performance, Long Tool Life and Stable Machining with Strong Clamping Mechanism

n Easy Insert Replacement

Reduce down time with fast insert replacement
Turn wrench slightly to release insert

No hammer or screw required
Self-clamping

Firm Insert Clamp Ensures Added Safety and Security

The firmly secured insert uses three contact surfaces to eliminate sliding or chattering

o
&=
Q
5
()

1.Top Clamp

Insert Deviation Comparison (Internal evaluation)
Holds the insert in place

2001 m KPK
B Competitor A

160
€
=

Separate Contact Surfaces g 120
a
Front Contact : Improves stability %

Back Contact : Prevents insert slipping ERY
£

40

0

0 20 40 60 80 100

2. Back Stop

Prevents insert retraction and
makes mounting inserts easier

3.V-Shaped Insert Seat Load (N)

Optimized insert seating

N Measured tool : KPKB32-3 PKM30N-025PM
prevents insert movement

Cutting Performance Comparison (Internal evaluation)

Competitor A

Competitor B

U
Chip Clogging

{ Chip Clogging

Chip entanglement

Cutting Noise and Surface Finish: Good
Stable Machining

Chip entanglement
Scratches on the Finished Surface Chattering Chattering when entering the workpiece

Cutting Conditions : n = 320 min’ (constant), Vc = ~100 m/min, f = 0.12 mm/rev, Wet (External coolant) Workpiece Material : SCM435 (2100) Edge Width : 3mm

H44
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Cut-off

KPK type

3 Unique Chipbreaker for Long Tool Life and Stable Machining

Advanced chipbreaker technology inherited from KGD lineup provides excellent chip control

Insert grade
For Steel :PR1625
For Stainless steel : PR1535
For Cast ronand Aluminum -~ : GW 15
Wear Resistance Comparison (internal evaluation)
015 | m KPK (PR1625)
m Competitor B
_on m Competitor C
£
£
S o000
[*]
£
©
§
g o006
[
(o2}
B
003
0.00
0 20 40 60 80 100 120 140

Cutting Time (min)

Cutting Conditions : n =955 m\'n" (constant), Vc = ~150 m/min
f=0.12mm/rev (~10: f=0.05 mm/rev) Wet (External coolant)
Workpiece Material : SCM415 (250) Edge Width : 3 mm (PM Chipbreaker)

KPKTB-JCT

Original three-way clamp for
securing blades

SN

Internal coolant available

Maximum coolant pressure : 7MPa

High-rigidity bottom jaw

Check KTKTB type is compatible with internal coolant with an optional internal connector. (~ 1 MPa)

09_Chapter_H_2022_modified_final version_KAP.indd 45

For Tough edge and High-feed machining

PH Chipbreaker

Insert grade
For Steel : PR1625
For Stainless steel : PR1535
Chip Control Comparison (Internal evaluation)
KPK Competitor B Competitor C
Chip cloggin:
© 2 o . o/ ‘Pro'gessigglngiselérg
018 S ) . o ‘
(<)
- = ® Chip entanglement . » L >
2 € ® &« .
\E] 012 & o e . @
% 2 e 9 * ]
oo e e
008 e @ LA
® . @ o
L » Chip entangleme&t ? o

Cutting Conditions : n = 780 min ‘ (constant), Vc = ~120 m/min, Wet (External coolant)

Workpiece Material : SCM415 (250) Edge Width : 3 mm (PM Chipbreaker)

Rigid Toolblock Prevents Chattering and Provides Internal Coolant

Chattering Resistance Comparison (Internal evaluation)

Comparison of areas where stable machining is
possible by changing the overhang amount of -
blade by 1 mm

Blade overhang amount | R

KPK

Chattering
occurred

Competitor C x

0 43 46
Blade overhang amount (mm)
Cutting Conditions : n = 650 min ' (constant), Vc = ~100m/min, f=0.12 mm/rev
Wet (Internal Coolant : Normal pressure) Workpiece Material : SCM435(@50),
Edge Width : 3 mm (PM Chipbreaker)

*Refer to page H56 for the supply method (Type C).

H45
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Cut-off KPK type

Stainlessstell ___[@]o] [ M|
Al Angle Tolerance (mm)| Carbide
(mm) ©)
Insert i S PVD Applicable toolholder
5
Sl aw | re [psio w | T @ H48, H49, H55, H56
min. | max. | x| 2
Ex3
KPKB19-1, KPKB26-1()CT)
PKM  16N-015PM 16 | 015 oéo | P,
KPKB19-2, KPKB26-2()CT)
L 2102 © ©1® | pKB32-201CT), KPKHY. 2020K-20CT)
KPKB19-2, KPKB26-2()CT)
PKM — 24N-020PM 24| 02 ©® ®1® | (pKB32-2(1CT), KPKH?Y. 2020K-201T)
KPKB26-3(JCT), KPKB32-3(JCT)
K 3|05 ® ©1® P -3(CT), KPKHL..-3D45
1 o B KPKB26-4(ICT), KPKB32-4()CT)
S AL 4] 03 ©:® @ (PKHY...-4(CT), KPKH..-4D45
eneralpurpse i KPKB26-5(JCT), KPKB32-5(JCT)
ﬂ PKM  48N-030PM 48 | 03 LI Rrivmievenyih
I KPKB26-5(JCT), KPKB32-5(JCT)
« PKM  50N-030PM 5 103 oéo oK 252N
Q ;
= PKM  60N-035PM 6 | 035 ® ®|®| KPKB32-6(ICT)
O
KPKB19-2, KPKB26-2(JCT)
PKM — 20N-020PH 20 ® ® | KpKB32-200CT), KPKHY. 2020K-201T)
KPKB26-3(JCT), KPKB32-3(JCT)
PKM b 303 . KPKHP....-3(JCT), KPKH....-3D45
P KPKB26-4(JCT), KPKB32-4(JCT)
/) PKM  40N-030PH 1 4 | 03] - |-003]|+0.03 oéo KPKHYL.4(CT), KPKHYL.-4D45
' KPKB26-5(JCT), KPKB32-5(JCT)
High fe - :
igh feed PKM  50N-030PH 5 103 ® O | TSNS
PKM  60N-040PH 6 | 04 ® o | KPKB32-6(CT)
PKM 16R-015PM-6D oo0®
T 16 | 015 o oo B19-1,KPKB26-1UCTIKPKB32-1(CT)
PKM  20R-020PM-6D ;Lo ® @|®| KPKB19-2, KPKB26-2(JCT)
201-020PM-6D - ®:@|® | KPKB32-2(JCT), KPKH.2020K-2(JCT)
PKM  24R-020PM-6D 24 | 02 ©®:®|®| KPKB19-2, KPKB26-2(JCT)
241-020PM-6D ’ : ® ®|®| KPKB32-2(JCT), KPKHL2020K-2(JCT)
1 6 |-0.03|+0.03
PKM  30R-025PM-6D 3 | o ® | ®| KPKB26-3()CT), KPKB32-3()CT)
General pupase 30L-025PM-6D ®:@|® | KPKH....-3()CT), KPKH....-3D45
withleadangle | pgy 40R-030PM-6D s | 03 ©:®|®| KPKB26-4(JCT), KPKB32-4(J(T)
401-030PM-6D : ©® ®|®| KPKHL...-4()CT), KPKHY....-4D45
PKM  50R-030PM-6D s | o3 ® @®|®| KPKB26-5()CT), KPKB32-5()CT)
50L-030PM-6D ’ ®:®|®| KPKH.2525M-5

Handed insert shows Right-hand

@ : Standard item

H46
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Cut-off KPK type

Lead Angle Direction and Usage

. If there is no restriction on the finished shape, use an insert without lead angle.

2. Insert with lead angle is recommended to prevent remaining boss.
3.1f you want to make the remaining boss smaller when machining small or thin parts, use insert with lead angle.
N (Neutral) R (Right hand) L (Left hand) Right hand (R) Lead angle Neutral Right hand (R) Lead angle Neutral
= o
=) =
< g &
) 8 9
a
3 £ | V- 2
5 PSIRL 2 5
°
c o =
£ ° 2
- Inserts with lead angle (PSIR i) reduce burrs at cut-off machining. 2] o
-The larger the lead angle (PSIR L), the smaller the cutting force. °
The feed also needs to be smaller. 5
Caution

Center Height (Cutting Edge Height)

1. Set cutting edge height 0.1mm above core height.

2. Machining with ample supply of coolant is recommended. Workpiece
3. Keep a constant rate during processing so that optimum product life will be achieved.
4, Cut off as close to the chuck as possible.

5.To prevent impacts, reduce feed rate by 1/2 ~ 1/3 when nearing the center of the workpiece.

Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage.

Cut-Off

H47
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Cut-off

KPK type

e
Q
=
o

KPKB-JCT (Coolant-through blades)

@, —
olq - \
// Go \
. [ ] o0 oo K
. . |
LF -
LF
Fig. 1 Fig.2
with coolant supply | Applicable Pressure : ~7MPa
Toolholder dimensions
Spare parts
Dimension (mm i
= i) = Coolant cap Releasing Screw Wrench . . .
Descrintion 5 ; = wrench Applicable inserts | Applicable tool block
p Z;“ § = ® H46 ® H50, H51
()
=
Sl a8 |H[H[LF|ow / ‘é
L
KPKB 26-1JCT ® (35|14 i PKM16...
26 2 1 PKM20...
26-2)CT ® (5018 24 PKM24...
26-3)CT ® (75|26 26 (21.4{110{ 3 | Yes () LPW-5 | SB-4065TR FT-15 PKM30... ﬁ:gg_ggja
26-4)CT ° 34 4 PKM40... ;
% 1 - H 2 Coolant cap screw P
Y - Tightening torque 3.0 N-m
26-5)CT ([ ] 4.2 s PKMS0...
KPKB 32-1CT ® (35|14 1.6 PKM16...
26 2 1 PKM20...
32-2CT ® (5018 24 PKM24...
1 [ KPKTB..-32JCT
32-3)CT ® 26 3 PKM30...
100 — 32|25 (150 — Yes cp-4 LPW-5 | SB-4065TR FT-15 KTKTB..-32
32-4)CT o| |34 4| PKMAD... KTKTBF.-32
_ 48 2 Coolant cap screw PKM48...
3251 L 120 42 5 Tightening torque 3.0 N-m PKM50...
32-6)CT [ 5.4 6 PKM60...

See page H52 for insert mounting and removal instructions
When using internal coolant with KTKTB, KTKTBF type toolblocks, coolant supply piping (CCN -5) sold separately.
H: Length between virtual vertices

Recommended cutting conditions @ H57

Minimum /maximum overhang length while using internal coolant

[e]e]

[ acT |

[ [T

Overhang Length

Description Overhang length
Blade Toolblocks min. max.
KPKB26-1JCT 15 345
KPKB26-2/3/4)CT KPKTB20-26JCT 20 40
KPKB26-5JCT 23 43
KPKTB20-32JCT 18
KPKB32-1JCT KPKTB25-32JCT 49
KPKTB32-32JCT B
KPKTB20-32JCT 275
KPKB32-2/3/4)CT KPKTB25-32JCT 5 59
KPKTB32-32JCT
KPKTB20-32JCT 315
KPKB32-5/6JCT KPKTB25-32JCT 63
KPKTB32-32JCT %3

@ : Standard item

H48
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Cut-off KPK type

KPKB

Q,)Z) ”

<

| OHN LF OHN LF
Fig. 1
Toolholder dimensions
Spare parts
- Dimension (mm) o Releasing
= S
Descrintion 5 ; = wrench Applicable inserts Applicable tool block
P = 5= @ H46 @ H50, H51
= S
=
E[A|B|H]|HF|LF|W
=
KPKB 191 ® |32]14]26 16 [ 1] PKM1S...
19 115.7{ 86 | 2 | No LPW-5 PKM20... KTKTB..-19 m
19-2 ® | 40|18 - 24 2 PKMD4.. ll
KPKB 261 ® [35]14]26 16 | 1] PKM16... 5
2 PKM20... -
262 ®|5018 24 PKM24.. 5
— KPKTB..-26JCT
2%-3 ®|75]26] |26 21411013 [No| | LPW-S PKM30... CTKTB. 26
26-4 o |34 4| PKMA40...
80 48 PKM48...
265 ° 42 5 PKMS0...
KPKB 321 ® 3514 16 PKM1S...
2.6 2 1 PKM20...
322 ® 5018 24 PKM24...
323 o Ju 3 PKMS30... KPKTB..-32)CT
100 — 32| 25 |150— No LPW-5 KTKTB..-32
32-4 o| (34 |4 PKM40... KTKTBF..-32
- 48 2 PKM48...
35 ® [ 120[*2 5 PKMS50...
32-6 [ J 5.4 6 PKM&60...
See page H52 for insert mounting and removal instructions Recommended cutting conditions @ H57

H: Length between virtual vertices

@ : Standard item

H49
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Cut-off

KPK type

KPKTB-JCT (Coolant-through type)

. O T
. = B Location of edge =
£ . |
4%('( JC'“}
é B M MHD ‘ MHD
OAL
WE 2618
o &
Toolholder dimensions
Spare parts
Dimension (mm) . Clamp set _ Applicable blade
g S | Clampbolt | (separate 0-ring Plug Screw Wrench ® G140
Description = £ type) H48
2 8 H49
- ol o @@»’;‘) H60
HB|E|E|M|Z|Z|wF < @ /
KPKTB  20-26JCT ([ ] 12.4{ 33 | 4 |23.5/86 | 39 | Yes BCS-2 GR-020 KPKB26-_JCT, KTKB26-_
20119
20-32)CT ® 16 25 (1001 40 | Yes B(S-3 GR-026 KPKB32-_J(T
HH6X16 HSG1/8X8.0 LW-5 KTKB32-
25-32CT ® (25|23 |1|[41]5 44 | Yes HS4X4 KFTRY, —45
30 (110 BCS-4 | GR-029 ol
32321 o395 50 | Yes KFTB%...-55
Includes only one HSG1/8X8.0 plug.
KPKTB-JCT type block is also compatible with conventional KTKB type blades.
See page H54 for coolant piping parts.
When using internal coolant, the coolant may appear to leak slightly, but this should not affect machining performance.
(If the 0-ring is damaged, order separately.)
@ : Standard item
09_Chapter_H_2022_modified_final version_KAP.indd 50 2023/01/19
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Cut-off

KPK type

KTKTB

[ Location of edge

T | | | | i(]
I
B
§ WE OAL
Toolholder dimensions
Spare parts Applicable blade
@ G140
Dimension (mm) C!ampset Clamp set H48
E Clampbolt | (integral (separate Wrench H49
Description = type) type) H60
Z
H|B é = (wr ﬁ .9@:3@‘? g Cut-off Face grooving
&
KTKTB  16-19 ® |16 155 29.5 KPKB19-_
20-19 ol0|wo| |5 M5 | BET i L4 KTKB19-15S, KTKB19-25
KTKTB  16-26 ® |16 [15.5) 13 31.5] KPKB26-_(JCT)
20-26 o 2019 0| % 3] "R ’ B2 WS Krkgae-15s, KTKB26-S
KTKTB  20-32 @ |20(19|13]100] 38 BCS-3 KPKB32-_(JCT) "
25-32 ®(25|23|8 110 42 | HH6X30 - BCS-4 LW-5 KTKB32-1SS, KTKB32-_ KFTB"/L“._SS
 — - Luo™.
32-32 ®[32(29]5 48 KTKB.32-_5
©
g @ @
© B
OAL
Location of edge n :
i I
Toolholder dimensions
Spare parts Applicable blade
@ G140
Dimension (mm) C'f‘"‘P set H48
::; Clampbolt | (integral Wrench Ha9
Description = type) H60
2
H|B|B2|E|LS|S ﬁ / Cut-off Face grooving
KTKTBF ~ 25-32 ® (25|25 |95(845/102 KPKB32-_()CT) KFTB%...-4S
48 HH6X30 BCS-5 LW-5 KTKB32-1SS, KTKB32-_ N
32-32 ® (3232 2.5199.5/117 KTKBR/L32-_S KFTB™L...-55

@ : Standard item

W 09_Chapter_H_2022_modified_final version_KAP.indd 51

o

H51

Cut-Off %

2023/01/19 20:20:56(




Cut-off KPK type

How to mount and remove the insert

1. Use compressed air or other measures to remove chips from the insert mounting part and wrench insertion space and put in the wrench.
2. Turn the wrench.

3. Putin the insert into insert mounting part. (When removing the insert, follow the same procedure and remove it at step 3.)

4. Please clamp it while gently pressing it makes contact with the back end of blade’s surface.

5. Make sure that the insert is set straight.

Wrench insertion area

) A Y N
- ﬁ{f, ﬁ r ( . 7
l /T v
Insert pocket

Step 1 Step 2 Step 3

. S VE RS
' : Insert ‘

Step 4 Step 5

e
Q
=
o

Installation Guide

3. Fasten the clamp set with screws When mounting the toolblock, use a wrench or spanner as shown below for a small lathe. (

E

7,

1. Attach the tool holder block body to the machine tool rest
2. Install the blade into the tool block body

Please note that the space for fastening may be small.

How to install the tool holder block and blade

Correct blade installation Incorrect blade installation

- =T -

Datum surface

Incorrect Clamp Set Orientation

created between the tool holder
block main body and the clamp
set as shown in the left figure. If
you continue to use the product,
the blade may break off. Reinstall
in the correct orientation.

Wrong cutting edge height

Incorrect Clamp Set Orientation ~ If the clamp set is mounted in the
S S reverse direction, a large gap is

Blade height

H52
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Cut-off KPK type

Internal coolant supply method Supplies according to machine specifications and requirements

A : Coolant Hose Assembly

Maximum coolant pressure: 7 MPa

See page H54
Complete
Blade Installation
KPKB-JCT
Toolblock
KPKTB-JCT
. s o=
Piping Parts o -

(Internal coolant type) Maximum coolant pressure: 7 MPa

B : VDI Holder Assembly

Complete
Toolblock Installation
KPKTB-JCT }

N

Blade

KPKB-JCT VDI - Tool Holder

(Internal coolant type)

Cut-Off %

Maximum coolant pressure: 1 MPa

C: Coolant Pipe Assembly

See page H54 Coolant Plug to be removed

Installation
Blade _
KPKB-JCT }
Coolant supply pipe \ Toolblock

Complete

CCN-5 KPKTB-JCT / KTKTB

=R

Coolant supply pipe mounting method
Attach to the blade with the supplied screw
Form pipe to the required shape and connect it to the piping of the machine.

Cautions

When mounting KPKB-JCT blade When using a toolblock

When using internal coolant, keep the arrow (¥) on the blade within When using the discharge port B1 (B2), use a sealant for the filler cap

the range marked on the toolblock. (HSG 1/8 X 8.0) of the accessory part of the coolant supply port A1 (A2).
oo o o a» | |

'i. 3 v Coolant HolelB2, Coolant Hfolel31

/ Coolant Hole A2 € ) Coolant Hole A1
[ —— e —

Internal Coolant Range

When the cap and coolant supply pipe are mounted

Internal Coolant Range

Coolant cannot be supplied correctly if it is mounted in the wrong position.

Cap CCP-4 Coolant supply pipe CCN-5 Fill(g:)/r;)/-\z FiII(g:)/r;)M
SB-4065TR (3.0N-m) SB-4085TR (1.5N-m)
Toolblock Toolblock
KPKTB-JCT KPKTB-JCT / KTKTB
H53
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Cut-off KPK type

Easy Connection with High Pressure Hose and Joint

Even without a high pressure pump, internal coolant can be used at a normal pressure.

Banjo bolt available for angled hose connection

<Piping Installation Guide>

1 2
UNF3/8
ads O
UNF3/8

“G1/8

2 1
\O e UNF3/8
G1/8 UNF3/8

M10 G1/8

12
r ,_F O i
) s G1/8
\
' JCT Toolholder

Depending on machine specifications and piping methods, 1.Joint / Banjo bolt x 2 2.Washer x 2-4 3.Hose x 1

1. Joint / Banjo bolt (Sold separately) Pressure Resistance : ~30MPa  2.Washer (Sold separately) Pressure Resistance : ~30MPa

oh . Sk Thread Standard
ape escription od inti
b P Thread connection to the machine SR pedipton R
UNF3/8
J-G1/8-UNF3/8 [ ) 61/8 g
A== | ) :l:‘:l:]q Ws-10 [
‘ |__ot0 | ‘
= J-M10X1.5-UNF3/8 [ ] M10X1.5 015
le) 25 (29)
- Banjo bolt G1/8 (M10) *Use 2 washers for a banjo bolt
C (for angled hose) q BB-G1/8 ° Gl
O —
BB-M10X1.5 [ M10X1.5
243
3.Hose (Sold separately) Pressure Resistance : ~30MPa
Dimension (mm)
Shape Description Stock Thread Standard ]
Straight/Straight HS-ST-ST-200 o 200
o - UNF3/8 UNF3/8
HS-ST-5T-250 ([ 250
Straight/Angled HS-ST-AN-200 [ ] - 200
@ UNF3/8 )
HS-ST-AN-250 [ ] (Banjo bolt) 250
Angled/Angled HS-AN-AN-200 o - - 200
o HS-AN-AN-250 [ ] (Banjo bolt) (Banjo bolt) 250
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.
C: Coolant Pipe Assembly Piping Parts
Coolant supply pipe (Sold separately) Pressure Resistance : ~1MPa
Dimension Parts (Screw)
Shape Description | Stock B 0 ¢ 5 ,
L A il
m‘ EO i l
@E o N-5 ® 0|16 |5 |6 SB-4085TR
1 i
[ = =
o T of

Use wrench (FT -15) supplied with the blade when connecting.

@ : Standard item

H54
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Cut-off KPK type

KPKH-JCT (Coolant-through holders)

am

el ]

L LH
Gi/8 G1/8 /if‘éa\ o ’?E\’\ -
I[ i e ) Il — /LILI W
wo B veL | cuTDIA MHD. 1/8 CUTDIA
LF LF
KPKH */t 2020K-2JCT
Fig.1 Fig. 2 Fig.3
Right-hand shown
Toolholder dimensions
Spare parts
Availabi- ) . )
) Dimension (mm) @ Releasing
lity s Plug o
Descipton =] = wrench Applicable inserts
g @) H46
‘5‘ (=] | =
RIL[S|[H|[B|LH|Z|HF|[=|R]|LF| WF|W
()
KPKH"L ~ 2020K-2)CT ® | @® 3820203518920 5 [35.1/125[19.15 224 Yes| 2 |HSG1/8X8.0| LPW-5 Eﬁm;g %
KPKH?  2020K-3JCT ®|® 522 88120 5|37 18.75 1 B
: 36 12511 3 | Yes|—{ HSG1/8X8.0| LPW-5 PKM30... Q
2525K-3)CT ® @ |5|25(25 89 25| - | - 23.75 3 5
KPKH™.  2020K-4)CT ®|® 62|22 83120 5 |42 18.35 1 v
42.5 125—— 4 |Yes —HSG1/8X8.0| LPW-5 PKMA40...
2525K-4)CT ®|®|68|25(25 82125| - | - 23.35 3
See page H52 for insert mounting and removal instructions Recommended cutting conditions & H57

See page H54 for coolant piping parts.

@ : Standard item

H55
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Cut-off KPK type

1] [ s T el "
LH c LH LH
BN W A e W
N C
= NI | ] /“:“I
. CUTDIA T HBL ' T \curoia
T
KPKH %.2020K-2
Fig. 1 Fig.2 Fig.3
Right-hand shown
Toolholder dimensions
Spare parts
Ava.l A Dimension (mm) © .
lity S| [Releasingwrench Moolicable inset
- =| o pplicable inserts
Description ==
P £ @ H46
=
1: pon g a1
R|L|[E|H|B|LH|HF|[&|2|LF|WF|W /
o
- 2 PKM20...
A g
m KPKH.  2020K-2 ® | ®|38)|20]20(33.1/20 | 5 [33.1)125{19.15 24 No| 2 PKM24..
£ KPKH. ~ 2020K-3 ®|®|5]20]2 20 125(18.75
Q : 34 F— 213 | No PKM30...
5 2525M-3 ®|®|5|25|25 25 150(23.75 LPW-S
v KPKH.  2020K-4 ®|® 622020 20 125{18.35
40.5— - | - 4 |Noj|3 PKMA40...
2525M-4 ® | ® 682525 25 150(23.35
438 PKM48...
y g
KPKH. ~ 2525M-5 ® | ® 79252545925 150{22.95 5 No PKMS0...
KPKH. ~ 2020K-3D35 ®|® 352020 20 125(18.75
325 3 | No PKM30...
2525M-3D45 ® | ®|45]|25(25 25 150{23.75 : LPWS
KPKH™. ~ 2020K-4D45 ®|®|45]/20]20 20 125(18.35
35 4 | No PKM40...
2525M-4D45 ®|®|45|25|25 25 150(23.35
See page H52 for insert mounting and removal instructions Recommended cutting conditions @ H57

@ : Standard item

H56
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Cut-off KPK type
Recommended cutting conditions
PM Chipberaker
Recommended insert grades (Vc: m/min) f (mm/rev)
Workpiece material MEGACOAT NANO Carbide Edge width CW (mm) RETAES
PR1625 PR1535 GW15 1.6 2~4 48~6
Carbon steel 30‘_‘;20 80?*7220 -
* % 0.03-0.12 0.08-0.18 0.10-022
Alloy steel 70 - 200 70 - 200 )
Stainless steel 60%150 sot 5 - 0.03-0.08 0.06-0.12 0.08-0.15
Coolant
Castiron - - 50500 0.03-0.08 0.08-0.18 0.10-022
Aluminum Alloys
200;45 0 0.03-0.08 0.08-0.18 0.10-022
Brass - - 100~ 200
Reduce feed to 1/2 ~ 1/3 at the center of the workpiece.
PH Chipberaker
Recommended insert grades (Vc: m/min) f (mm/rev)
Workpiece material MEGACOAT NANO Carbide Edge width CW (mm) Remarks
PR1625 PR1535 GW15 2 3~4 5~6
Carbon steel 80*;20 80{*7220 -
:k ;‘3 0.10-0.22 0.15-0.28 015035 l
Alloy steel 70 - 200 70 - 200 )
Stainless steel W * - 0.05-0.12 0.08-0.15 0.08-0.18 =
60 - 150 60 - 150
Coolant Q
(astiron - - - 5
)
Aluminum Alloys - - -
Brass - - -

Reduce feed to 1/2 ~ 1/3 at the center of the workpiece.
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Cut-off

KTK type

Silesssteel ___________[ole[o] [ [ [ M |
Aol A"?'e Tolerance (mm)|  Carbide e
(mm) () met
4} =
Insert Dl S S PVD|- Applicable toolholder
k)
S| (W | RE |PSIR%L (\.N ow | ® H60, Ho1
min. | max. |8|xRKS(Vig
gz EEEE
TKN 1.6 16 | 0.15 o000 o KTKB..-15S
1] 22 0.2 o000 00
KTKB19-25, KTKB26-2S, KTKB32-2S, KTKH...-2S
1| 24 0.2 o000 00
1] 31 [025 ®|® ® @ ® @ KIKB26-3S, KTKB32-35 KTKH™...-3S, KTKH...-3T..S
1] 41 |03 ©|® ® @ ® @ KTKB26-4S, KTKB32-4S KTKHY...-4S, KTKHY...-4T22S
- |-0.05(+0.05
11 48 | 03 o e
KTKB26-5S, KTKB32-5, KTKH?.2525M-55
1] 51|03 o0
1] 64 | 035 oo |o KTKB32-65
11 8 | 04 o0 KTKB1.32-8S
11 96 | 045 o0 KTKB.32-9S
gﬁ@ TN 16P 1] 16 | 02 ole |o KTKB.155
&
. EZ:@; TN 2P 1022 [ 02| - [-005|+005|@|@ ®|@|@ @ KiKs19-25,KTKB26-25, KTKB32-25, KTKH?...-25
@) & 7
1
5 Low feed TKN 3-P 1] 31 1025 ® ® @ ® | KTKB26-3S, KTKB32-3S KTKH...-3S, KTKH...-3T.S
TKR 1.6 o 00
T 16 11 16 [015] 8 |-0.05]+0.05 o |o KTKB..-15S
1&[{ ; 1122 | 02 8 |-0.05(+0.05 : : ¢ : o
KTKB19-2S, KTKB26-2S, KTKB32-2S, KTKH"....-2S
SIRR TKR o 11 24 | 02 8 |-0.05 +005....
AL 24 ) ) ’ ele: |@
g TR 3 i eeo00 e ] ] v o
=3 | K 3 1131 [025] 8 |-0.05]+0.05 Nl o 1 o KTKB26-3S, KTKB32-3S,KTKH%L....-3S, KTKHL..-3T..S
TKR 4 oo 000 . .
T 4 1] 41103 | 8 |-0.05(+0.05 ole |o KTKB26-4S, KTKB32-4S,KTKHL....-4S, KTKHYL...-4T22S
%E 2 11 51 0.3 8 |-0.05(+0.05 ® : ® KTKB26-5S, KTKB32-5S, KTKH¥.2525M-55
pIRR TKR 1.6-P 11 16 [ 02| 8 |-005(|+0.05 |@ KTKB..-15S
— 8 | TKR 2-P ) CIC O] i ! i .
’ == j% H o )22 | 02| 8 |-005/+0057| KTKB19-25, KTKB26-25, KTKB32-25, KTKH...-25
Low feed 1&5 ZE 1311025 8 |-0.05(+0.05 ® : i i KTKB26-3S, KTKB32-3S,KTKHL...-3S, KTKH%L..-3T..
Handed insert shows Right-hand
TKN - cut-off tools
Cutting range Chipbreaker Advantage

General cut-off

Standard
(No indication)

General cut-off type for feed rates over 0.1mm/rev
Superior chip evacuation

Low feed cut-off P

Sl
L

Chipbreaker specially designed for low feed machining on automatic lathes, etc.
Chips are controlled at feed rate 0.03~0.08mm/rev

Inserts edge preparation

Chamfer + R honed Sharp edge
Edge preparation L' -
Standard chipbreaker TN90/ PR1535 / CR9025 / PR660 PR930/KW10
. TN620/TN90 / CR9025 / PR1535 /
P PR6G0/ PRI30 / KW10

Sharp edge specification can reduce cutting force by 40% less than that of chamfer edge.

@ : Standard item

H58
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Cut-off

KTK type

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.

1

N R L Right-hand (R) Neutral
(Neutral) (Right-hand) (Left-hand) Lead angle
Dy [
g { £
= @ PSIRR__— PSIRL 2
5 7 5
= =
3 “ \ =
B = 2| V-
B K
[=9
Angled insert can reduce the burr size when cutting off. E
When using a larger lead angle , cutting force becomes smaller, =
but the feed rate should be reduced.
2
=
5
R
=
=3
=
=
=]
=
=
kS
[=9
£
©
fis}
o Fig.1
Caution

1. For TKN and TK%L, set the cutting edge height 0.1~0.2 mm above the center height (Fig. 3)
For other toolholders, set the cutting edge to the center height.

2. Be sure to perform wet processing. Apply enough coolant to the cutting edge.

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

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

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

Overuse of insert and toolholder (blade) may cause insert breakage and toolholder (blade) damage.
Do not rework the insert and toolholder (blade) to prevent damage.
Clean the insert pocket well with compressed air when replacing insert.

Set up (TKN / TK".)

. Tap the insert lightly with a plastic hammer to push it into
the extent that it cannot be removed by hand. (Fig.1)
(Pull it to the point where it does not fall out when picked up
lightly with fingers)

2. Remove the insert with the supplied wrench. (Fig.2)

-

Plastic hammer

Fig.1: How to attach inserts

Application example of cut-off
1. Cut-off after chamfering 2. Wide grooving
(1) Grooving (2)(3) Chamfering (4) Cut-off (1)~(5) Groove widening
(6) Finishing

(Value of “ap” shall be under the value of Corner-R)

T @

Insert’s back end does not
contact the toolholder.

(In order to prevent both corners’ unequal wear)

09_Chapter_H_2022_modified_final version_KAP.indd 59

Fig. 3 (TKN, TKL)

Releasing wrench

Bigger boss

Sharp corner Lead angle
Fig.2
=
>
[
<
[
o
©
[
(o2
£
é Workpiece

Fig.2: How to detach inserts
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Cut-off

KTK type

— (//2% - -—. KTKB KTKBR
X 70 N W ow
A s
e I — Tﬂ
Al Jse
% 2 t Fig. 1 Fig. 2
(@)
© CW
T A
E B
150°
Fig.3
ﬂ Toolholder dimensions
=
o Spare parts
L
5
v Dimension (mm) .
£ Relasing wrench Applicable nsert Applicable tool block
Descriotion 35 o pplicable inserts pplicable tool bloc
P E @ H58 @ H50, H51
=
S| A| 8| H[H|LF|cw i
KIKB  19-155 YE 19 [15.7] 86 KTKTB16-19, KTKTB20-19
26-155 o] ol 26 [21.4]110 ol TRN1.6,TKN1.6-P KTKTB16-26, KTKTB20-26, KPKTB20-26)CT
3 : . TH1.6, TKR.6.P KTKTB20-32, KTKTB25-32, KTKTB32-32
32155 ° 32| 25 |150 KTKTBF25-32, KTKTBF32-32, KPKTB20-324CT]
KPKTB25-321CT, KPKTB32-32)CT
KTKB  19-25 ®|40[18| - |19]157] 86 ;i 1 TKN2, TKN2-P KTKTB16-19, KTKTB20-19
. TK¥.2, TK¥.2-P
KTKB  26-25 ® (5018 ;i TKN2.4,TK%.2.4
2635 o 7526 31 TKN3, TKN3-P, TK.3, TK3-P KTKTB16-26
ol gl [BRA0E T s ——— KTKTB20-26
26-45 (® | [34] 411 , TK KPKTB20-26)CT
80
2655 o |42 ‘5‘? TNS, T 5
22 TKN2, TKN2-P, T2, TK.2-P
KIKB 3225 ®|50[18|26 Vel 2 K24, T 24 .
3235 o| [ 31 TKN3, TKN3-P, TK¥.3, TK3-P §
@ lool2E 3.1 KTKTB25-32
3245 o | [34] |[32|25]150[41] TKNG, TK 4 KTKTB32-32
- 4|1 . KTKTBF25-32
3255 ® |l o TKNS, TKF.5 KT8 22
3265 o| |54 6.4 TKNG ﬁﬂgmﬂjg
25-32
3285 R
KTKER 120(6.8| - |32]25[150] 8 | 1 TKNS KPKTB32-32)CT
KTKBL  32-85 L TS
KTKBR ~ 32-95 R [120] 8 [ - [32] 25 [150[96] 1 TKN9

Suffix“-SS” means silver coating.
Releasing wrench is “LTK-5".

How to attach inserts, See Page H59.
Dimension H shows virtual apex distance.

@ : Standard item R:Right-hand only L:Left-hand only

H60
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Cut-off

KTK type

KTKH

w oL

I

; B | n ‘ o @,2%7
\ Fig. 1 Fig. 2
Right-hand shown
Toolholder dimensions
Spare parts
Ava.l - Dimension (mm) .
lity Releasing wrench roolicable nsert
- o pplicable inserts
Description i @ H58
E pom
(=Y
R|L 5 H|B|[LH|HF|2|LF|CW ﬁ
KTKH®. ~ 1010F-2S ® | ®|28(10(10(18.6/ 10| 5 |80 D
1212H-25 ole| [u| [ [u]s TKN2-P
1612H-25 olelsn| | “hogl | [w|az] TK%2
1616H-2S [ BN ) 16 - 24 TK?.2-P
2012625 ©1® 5|0 00| |us o
2020K-25 oo 20|~ TKh24
KTKH%.  1612H-3S [ BN J 12
35 (16 ——21.7| 16| 4 [100 TG
1616H-3S [ BN ) 16 1
LTK-5 TKN3-P
2012K-3S ®|® |40 1211253 3.1 s
20 20 125 — TK%.3
2020K-3 olefsi| ™ [wfsn|7)- |7 [, TK3p
2525M-3S ® | ®|52|25(25/(31.5/25 150
KTKHY. ~ 2012K-4S e 0|43 12 263 1
2020K-45 OB EEE N i
X ) TKL4
2525M-4S ®|® |66|25[25(38(25 150
48 TKN5
R L _
KTKH%. ~ 2525M-5S ® | ® |77 |25/(25]43.525 150 51 2 TKS
KTKH".  2020K-3T17S ® | ® 332020218/ 20 i E 31 TKN3, TKN3-P
2525M-31225 ® | ® | 43252526825 150 1 Tkes TK%.3, TK%.3-P
KTKH™.  2020K-4T22S [ BN J “ 20120 %38 A E 41 TKN4
2525M-4T225 oo 25025| |25 150 TKL4

How to attach inserts, See Page H59.

@ : Standard item
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Cut-off KTK type
Recommended cutting conditions (TKN, TK%)
Recommended insert grades (Vc: m/min) Edge width CW (mm)
Workpiece material Cermet cv(zrmt:d ME&‘,&SM Pvcszd Carbide 16 ‘ 22/24 ‘ 31 ‘ 41 ‘ 48~95 |
TN620 TN9O (R9025 PR1535 PR930 KW10 f (mm/rev) =
* PAd * ¥ PAq
Carbon steel 0900 | om0 | s | eomiso | 60z - |0.02~0.08|0.04~0.18 | 0.05~0.25 | 0.08 ~030 | 0.15 ~ 0.40
* pie * pAq pie
Alloysteel T T L o S S A 0.02~0.08 | 0.04 ~0.18 | 0.05 ~ 0.25 | 0.08 ~ 030 0.15 ~ 0.40
. PAe PAe PAq * bie .
Stainless steel o0 | sooas0 | soaa | soi0 | e0g0 002006 004~ 012 005~ 018 | 008~025 | 010~030 | o
Castiron - - - - - 50;*100 0.02 ~0.08 | 0.05~0.12|0.10 ~0.25 | 0.10 ~0.30 | 0.15 ~ 0.35 S
) i i . i i * - . . . .
Aluminum alloys 100 ~ 450 0.02~0.10 | 0.05~10.10 | 0.05~0.20 | 0.05 ~0.25| 0.10 ~ 0.25
) ) } ) ) *
Brass 100 ~ 200 0.02~0.10 | 0.05~0.10 | 0.05 ~0.15 | 0.05 ~0.20 | 0.10 ~ 0.25
Y : 1st Recommendation Y 2nd Recommendation
=
Q
-
>
()
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