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| Grooving ﬁ

G2

Product Lineup

/

B External Grooving (G4-G26)

KGBA (® G9)
KGB (Changes to KGBA) (@ G11)

KTG (Changes to KGBA) (& G15)

KGBAS (® G9)
KGBS (Changes to KGBAS) (@ G11)

KTGF
KTGF-F

(@ G12)

S-KTGF (@ G13)

Shallow - J ‘ . ‘
Grooving
(3-Edge) (A A R B 1
Depth: 1.0~5.0mm Depth: 2.0~5.0mm Depth: 1.0~5.0mm Depth: 0.8~2.5mm Depth: 0.8~2.5mm ‘
Width: 0.5~4.8mm Width: 0.75~4.5mm Width: 0.5~4.8mm Width: 0.33~2.5mm Width: 0.33~2.5mm
KGH (® G16) | KGHS (® G16) | KGA (® G17) | KN91 (® G26)
Deep .
Grooving
(1-Edge)
(2-Edge) t
Depth: 13, 177mm Depth: 13mm Depth: 16, 20, 25rr;m Depth: 15, 177mm
Width: 4.0~12.0mm Width: 4.0~8.0mm Width: 3.0, 4.0, 5.0mm Width: 4.0~8.0mm
KGM (@ G22) | KGM (@ G23) | KGM-T (@ G23) | KGMM (® G24) | KGMS (® G24)
Grooving / |
Plunge&Turn — - ‘-
(Grooving / Multi- j:J@' I
Function) = 19
Depth: 5.0~16.0mm Depth: 8.0~25.0mm Depth: 17.0~30.0mm Depth: 4.8mm Depth: 4.8mm
Width: 1.5~4.0mm Width: 3.0~8.0mm Width: 2.0~6.0mm Width: 3.0, 4.0, 5.0mm Width: 3.0, 4.0, 5.0mm
KGMW (® G27) | KGMU (® G25)
= For Aluminum Wheel
M Internal Grooving (G27-G4s)
VNG (® G33) |HPG (® G30)
PSG-S G32
Internal W ® )
Grooving = ||
(Small Dia.) y ps
(Solid) A Depth: 25mm Depth: 3.5~4.5mm
Width: 6.0, 8.0mm Width: 3.0, 4.0, 5.0mm
Min. Bore Dia. Depth: 0.8~2.0mm Depth: 1.5, 2.0mm
24-08 Width: 1.0, 2.0mm Width: 1.0, 2.0mm
SIGE-EH (® G36) | SIGE-WH (® G37) | SIGE-WH-90 (® G38)
Internal (With Coolant Hole) (With Coolant Hole) (For Automatic Lathe / With Coolant Hole)
; %
Grooving AI%
(Small Dia.) *'* —— *'*
e = e
(2-Edge) L U
Min. Bore Dia. Depth: 1.5~6.5mm Depth: 1.5~2.5mm Depth: 1.5~2.5mm
28~240 Width: 1.0~5.0mm Width: 1.0~3.5mm Width: 1.0~3.5mm
GIV (® G40) | GIV-E (® G40) | GIV-W (® G40)
Internal
(Small Dia.) — I —] —
(1-Edge) - Z 7{
(2-Edge) = ==
Min. Bore Dia. Depth: 2.2~6.3mm Depth: 1.7~6.3mm Depth: 2.2~6.3mm
235, 940, 45 Width: 1.0~5.0mm Width: 1.0~5.0mm Width: 1.0~5.0mm
KIGBA (® G43) | KITG (@ G44) KGIA (® G48) | KIGH (® G45)
Internal . Internal Deep
Shallow Grooving I/Z
Grooving T ke (Large Dia.) 7@,7 T —=
(P |
(3-Edge) (2-Edge) %Y 7
Min. Bore Dia. Depth: 1.0~2.8mm Depth: 2.0, 2.5mm Min. Cutting Dia. Depth: 10, 15mm Depth: 12.0mm
935, 940, p45 | Width: 0.5~4.8mm Width: 0.75~4.5mm 232~066 Width: 3.0, 4.0, 5.0mm Width: 4.0~8.0mm
KIGM-V (® G46) | KIGM-8 (® G47) | KIGMU-8 (® G47)
7
CERACUT/ 7 /%
Plunge&Turn !-
(Grooving / Multi- 7 I%@z
. I””V
Function) ////;/,/%
Min. Bore Dia. | Depth: 5.5~11.0mm Depth: 20.0mm Depth: 2.2mm
220~040, 65 | Width: 3.0, 4.0, 5.0mm Width: 8.0mm Width: 8.0mm




M Face Grooving (G49-671) For Face Grooving Diameter Table @ See Page G52

VNFG (® G56)| HPFG (® G53) STW (® G55) | S..-STW (® G55)
Face PSFG-S (® G57)
Grooving -
(Small Dia.)
(Solid)
Face Grooving Dia. | Depth: 2.0, 3.0mm Depth: 2.0, 3.0mm (HPFG) Micro Face Depth: 1.0~3.0mm Depth: 1.0~3.0mm
28~ Width: 1.0, 2.0, 3.0mm Width: 1.0, 2.0, 3.0mm . Width: 0.5~2.0mm Width: 0.5~2.0mm
GFVS-AA (® G58)| GFVT-AA (® G58) CIER STWS (® G55)
Face —
Grooving
(Small Dia.)
(2-Edge)
Face Grooving Dia. | Depth: 2.2mm Dep‘th: 2.0mm Face Grooving Dia. | Depth: 1.0~3.0mm
28~ Width: 1.0, 2.0, 3.0mm Width: 1.0, 2.0, 3.0mm 26 - Width: 0.5~2.0mm
Face GFV (® G60)| GFVS (® G62)| GFVT (@ G62)| GIFV (® G70)

7

Grooving

(General /41
purpose) ]

(2-Edge)

For face grooving

dia. see each page. | Depth: 2.2~8.1mm Depth: 4.6~8.1mm Depth: 4.6~8.1mm Depth: 2.2~8.1mm O_E
Width: 2.0~6.0mm Width: 2.5~6.0mm Width: 2.5~6.0mm Width: 2.0~6.0mm
s . KFMS (® G66)| KFMS-8 (® G68) KFTB-S (® G69)
rooving s, 7 g
Plunge&Turn ////_’W ////; 2
. ) a v 3
(Groovmg / Multi- /{ L{/é" ;//% 5
Function) ,é| ) o o
For face grooving -
dia. see each page. | Depth: 13.0~32.0mm Depth: 25.0mm Depth: 25.0~38.0mm

Width: 3.0~6.0mm Width: 8.0mm Width: 4.0, 5.0mm

B PR1115 : PVD Coated Carbide for Steel

1. Micro-grain carbide improves its bending strength better ‘
than conventional carbide!
2. New Fine Surface PVD Coating improves wear and chip-

ping resistance! Q r

3. Supports wide range for continuous / interrupted cutting
with middle~high speed

@ Coating layer of PR1115

Sectional Structure Performance AlEln
Speed
[150m/min]
=»NEW FS(Fine Surface) Coat - High hardness (30GPa) Middle R1T15
(TIAIN) o e
Suitable for high speed ma- . Elrgzi?shﬁe:;v;i:f;gm Speed.
chining, and excellent in wear | _ High oxidation resistance [100m/min]
resistance (800°C)
= Micro-grain carbide substrate Low PRg"o
L
A Spee
— [50m/min]
NEW FS (Fine Surface) coating (TiAIN) Continuous Low Interrupted Interrupted
Newly developed TiAIN PVD coat brings stability and smooth machining.
coating layer hardness / adhesive strength better than conventional FS @O @@ @@

coating

B PR905: PVD Coated Carbide for Cast Iron

1. High efficiency and stability made possible during machining of gray cast iron /
nodular cast iron

2. Long life is made possible with TiAIN coating, bringing smooth insert surface,
wear resistance, and, high temperature stability

3. Special carbide substrate made of hard material with excellent plastic
deformation performance reduces edge wear

G3
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G4

Summary of External Grooving Ve

M External Grooving

il 4

Molded Chipbreaker Ceramic Ground Chipbreaker Molded Chipbreaker
Width: 3.0~5.0 Width: 4.0~8.0 Width: 4.0~12.0 Width: 4.0~8.0
Depth: 16~25 Depth: 15~17 Depth: 13~17 Depth: 13

=»G17

Shallow
Grooving

=»G9

Width: 0.5~4.8
Depth: 1.0~5.0

=»G26

=G16

=»G9

Width: 0.5~4.8
Depth: 1.0~5.0

=G16

Deep

Grooving

=»G15

=»G11 =»G11
KTG
Width: 0.5~4.8 Width: 0.5~4.8 Width: 0.75~4.5
Depth: 1.0~5.0 Depth: 1.0~5.0 Depth: 2.0~5.0

Ground Chipbreaker Ground Chipbreaker
L Full-R

MY Chipbreaker

J

Ground Chipbreaker Grou

nd Chipbreaker
Full-R

Ground Chipbreaker

General (Square)

Full-R (Round)

Edge Shape

MY Chipbreaker

\

J

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

KGBS Type—— KGBSA Type

KGB Type
KTG Type

~_ - KGBA Type



B External Grooving & Traversing [ External Grooving of Precision Parts

Multi-function CERACUT Plunge & Turn Small Shank
e A
- ~N Width: 1.5~4.0
Depth: 5~16
y m Deep Grooving / Cut Off
Ground Chipbreaker Y
\I\/Iolded Chipbreaker Ground Chlpbreaker)
Molded Chipbreaker Molded Chipbreaker
Full-R
_ J
Width: 3.0~5.0 Width: 3.0~5.0 = - - O -
Depth: 4.8 Depth: 4.8

=G24 =G24

=»G12 =»G12 =»G13
KTGF-F KTGF S-KTGF

o
£
>
[}
]
—
O]

Width: 0.33~2.5
Depth: 0.8~2.5

Ground Chipbreaker

i
->G22 =G23 =G23 =»G25
| KGM KGM-T | KGMU
Width: 1.5~4.0 Width: 3.0~8.0 Width: 2.0~6.0 Width: 3.0~5.0

Depth: 5~16 Depth: 9~25 Depth: 17~30 Depth: 4.8
B >

Molded Molded Chipbreaker Ground Chipbreaker Deep Grooving / Molded Chipbreaker
Chipbreaker Full-R Cut-Off Full-R

G5



Grooving Inserts Va

. Appllcable Inserts P |Carbon Steel/Alloy Steel Ol@ Classification of usage 5
M |Stainless Steel O @ @: Continuous-Light Interruption / %
(mm)| K [Cast Iron [ BN@) 1st Choice =
De ptio A od N |Non-ferrous Metals o Continuous-Light Interruption / §
GBA32_ 9.525 3.18 4.4 S | Titanium Alloy @ | 2nd Choice 5
GBA43 12.70 4.76 55 Hard materials (under 40HRC) O @ @: Continuous / 1st Choice ;
- H . ) . o))
GBA437.480 12.70 5.00 55 Herd malrils (over 40HRC) O: Continuous  2nd Choloe &
(Previ Dimension (mm)| Cermet | PVD Coated Carbide g Aoplicabl §
L revious icable o
IS DEEETAIE Description) |\ | |re| S S gialg|g|8le Tgc?lholder <
Cl2|glg|g|x |2 o
R-hand shown = oaaliao| o
GBA32%. 033-005 - 0.33] 0.8 X))
050-005 * |GBA32%. 050 * (0.50| 1.0 [ IO ) )
050-005 * - 0.50| 1.2 [ 3K )
075-005 |GBA32%. 075 [0.75 005 ( JISI L 2 JK )
095-005 095 0.95 [ JI®N 2 X K
100-005 100 [1.00 O e e e e
110-005 110 1.10 o0
120-005 120 1.20( 2.0 [ X )
125-020 125 1.5 ( JISI L 2 JK )
130-020 130 1.30 o0
145-020 145  |1.45 ® O e @ KGBASW....16
O‘E 145-020 . 145| 2.5 Y0
o 150-020 |GBA32%. 150 1.50| 2.0 ® O e
§ 150-020 - 1.50( 2.5 [ X )
8 160-020 |GBA32%. 160 1.60 0.2 [ X )
15 170-020 170|170 20 o0
175-020 |GBA32%. 175 1.75 [ 1@ )
— 175-020 - 1.75 [ JK )
200-020 |GBA32%. 200 2.00 [ 21 2K JK )
225-020 225 22525 [ 2K )
250-020 250 250 0O e e e
s 300-020 300 [3.00 o0
= m GBA437. 125-010 . 1.25 0.1 o
o g 125020 |GBA437. 125 |15, | |@| |@|0|@ : : 32131
.5 b 140-020 140 1.40 0.2
_— i 145-020 145 145 o o o G43
145-020 . 145 02 Y0
150-010 - 1.50 0.1 [ )
150-020 |GBA43%. 150 1.50 [ } ( JI®N 2K JK JK KGBA"....22-15
170-020 170 1.70 ® e KGBAS"...22-15
175-020 175 1.75 02| @ [ ) o000
185-020 185 [1.85|35 (] 0 e e e e
195-020 195 |1.95 Y0
200-010 - 2.00 0.1 [ )
200-020 |GBA43% 200 (200 (] 0 e 0 e
225-020 225 2.25 0.2 [ 3K )
230-020 230 (230 (] ( JISI K K )
KGBA.L...22-25T
250-010 - 250150041 e KgBAs%...zz-gs'srs
KGBAR/LR...ZZ'25
250030 |GBA43 250 25040 @ |@|O|@ @ KSBASTL. 2225
KGBAS"....22-25T5
R
moow |- oo o] lieariaim,
KGBAR/\_R...22'25
265030 |GBA43Y 265 26540 @ |@|O|@ @ KCBAS™. 2225
KGBAS"....22-25T5
R
265-030 - essjso ® 0 KOs SR

- Dimension B: shows available grooving depth. | For recommended cutting conditions, see page & G72
* The edge width tolerance of GBA32%.050 (with * mark) is different (0.50° )
« For KIGBA Internal Grooving Toolholder, See page G43

_____________________

1 Inserts are sold )
G6 in 10 piece boxes. ]

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)



. Appllcable Inserts P |Carbon Steel /Alloy Steel Ol@ Classification of usage 5
M |Stainless Steel O @ @: Continuous-Light Interruption / %
(mm)| K |Cast Iron @ | O 1stChoice <
De ptio A ad N |Non-ferrous Metals o Continuous-Light Interruption / §
GBA32_ 9.525 3.18 44 S [Titanium Alloy @ | 2ndChoice 5
GBA43_ 12.70 476 55 Herd materias (under 40HRC) Ole® @: Continuous / 1st Choice é
GBA437.480 12.70 5.00 5.5 H s r 0 ©O: Continuous / 2nd Choice &
Dinension ()| Ceermet | PVD Coated Catide | & 8
o (Previous Applicable o
Insert Description Description) 2|8|g 28 e gle Toolholder ko
W|B |re Slg|zgle g 2|2 x
R-hand shown FlF|ajajajax
KGBA“/LR./..22-25
. o KGBAS#...22-25
GBA43 /L 280-030 GBA43 /L 280 280 4.0 03 . . O . . KGBAH/L22-25T5
KGBASW....22-25T5
280-030 . 280 5.0 [ JK ) KGBAWL...22-25T5
300-010 . 300]5.0] 0.1 o KGBAS"....22-25T5
KGBA'.....22-25
300030 |GBA43% 300 [w|40| (@ (@ O|@ @ KSBASTL. 2225
oo KGBASW....22-25T5
A reTrre KGBAY....22-25T5
P m 300-030 . i A e ® ® (CBAsii..22.2515 |G9
\ HE 325030 |GBA43%. 325 |32 ' R|R| |KGBAY....22-25 G11
o — 40 KGBAS*...22-25 G43
330-030 330 [330| ) ® O e @ | KGBAV....22-25T5
KGBASW....22-25T5
330030 : 330 50 ® @ |KSBAL.2225T5 g
350-010 - 350 (5.0 | 0.1 ) g
350-030 | GBA43%. 350 350 03| @ 000 e e o
400-010 - 400 0.1 o . —_—
400040 |GBA43Y. 400 +w| | (@] (@ O/@[@ @ @ KSBAL 2232,
430-040 430  |430] 04 [ J (L 25O JK 2K JK )
450-040 450 | 450 @ (L 25N K 2K JK )
480-040 480  [480 [ ) 0000 e
GBA43%. 175-020MY | GBA43%. 175MY| 175 o L)
eVl KGBA....22-15
185-020MY | 18SMY 12| oo |1 @ - KGBAS'....22-15
200-020MY 200MY | 2.00 o ( 2K J
230-020MY 230MY | 230 o ( 2K J
KGBA“/LR./..22-25
R KGBAS...22-25
KGBASW....22-25T5
KGBA"....22-25T5
= 250-030MY - 250| 50 o KGBAS....22-25T5
ﬁl KGBA'.....22-25
ST . 265-030MY | GBA437. 265MY |265 40 ° ° KOBASTL. 2225
Wi Molded KGBAS....22-25T5 221
Chipbreaker KGBA"L...22-25T5
265-030MY : 26550 ® KGBAS'....22-25T5 G43
MY Chipbreaker 0.3 KG BAR/LR./. .22-25
. KGBASW...22-25
ﬂ (‘-,' KGBAS"....22-25T5
KGBA"....22-25T5
e 300-030MY : 30|50 ® KGBASY....22-25T5
KGBAR...22-25
o KGBASL...22-25
330-030MY | GBA43%. 330MY |330| 40 R R KGBAR...22.25T5
KGBASL...22-25T5
330-030MY : 3% 50 ° KOBA 222515
350-030MY | GBA437. 350MY|3%0 o L) KGBAY....22-35
400-040MY 400MY |400] *" [ 0.4 D 0 KGBAS....22-35
[+ Dimension B:_shows available grooving depth. | For recommended cutting conditions, see page & G72

« For KIGBA type Internal Grooving Toolholder, See page G43

_____________________

@ :Std. Item O : Check Availability R : Std. Item (R-hand Only) L : Std. Iltem (L-hand Only) I Inserts are sold :
. in 10 piece boxes.  G7



Grooving Inserts

/

| Applicable Inserts P | Carbon Steel/Alloy Steel Ol e Classification of usage | %
M |Stainless Steel O @ @: Continuous-Light Interruption / %
(mm)| K [Cast Iron [N 1st Choice £
De ptio A ad N |Non-ferrous Metals (" R@A Continuous-Light Interruption / §
GBA32_ 9.525 3.18 4.4 S | Titanium Alloy [ 2nd Choice 5
GBA43_ 12.70 4.76 5.5 Hard materials (under 40HRC) Ole® @: Continuous / 1st Choice %
GBA43H/L480 12.70 5.00 55 H Hard materials (over 40HRC) (O: Continuous / 2nd Choice E
Dimension (nm) | Cermet | PVD Coated Carbide | 5 _ S
Insert Description | Fliiale IS Q9w | v - Applicable 5
o Description) g828|g|8|E|8|2 Toolholder <
W|B re g g Z x|l @ E 4 ; o
R-hand shown FlF|le|a|a|a|X
GBA32%. 200-100R 200/, . [1.00 R KGBAR...16
b 300-150R 300 7 |1.50 R KGBASL...16
GBA437. 100-050R |GBA43%. 050R |1.00] 2.0 050 IO .
¢ , 150-075R 075R [150[, 075 o Clee®® (OB 2212 so
— 200-100R 100R |20/ °° [1.00 o eeee o1
Full-R
- 250-125R 125R [250| |15 ® O ® ® ® @ KGBAY....22-25 G43
Ful-R (Round) 40 KGBAS....22-25
’ KGBA"....22-25T5
300-150R 150R 3.00 150 ® O ® ® ® ® KGBAS"...22-25T5
—— ) KGBAFL...22-35
400-200R 200R {4.00( 5.0 |2.00 ® 00000 ..
O_E PGy e Classification of usage 5]
M |Stainless Steel @: Continuous-Light Interruption / %
o (mm)| K |Cast Iron 1st Choice <
g De ptio od N |Non-ferrous Metals [ ) : Continuous-Light Interruption / §
g GBA32_ 9.525 3.18 4.4 S |Titanium Alloy [ ) 2nd Choice 5
O] GBA43_ 12.70 4.76 5.5 H Hard materials (under 40HRC) @: Continuous / 1st Choice o
GBA437.480 12.70 5.00 55 Hard materil (over 40HRC) Ole @: Continuous / 2nd Choice S
Dimension (nm) | CBN | PCD 8
o Previous Applicable o
Insert Description ( " 21218352 ko]
Description) |y | g el S 28815 Toolholder S
m 0| oMo | o
R-hand shown ¥ | X | X |¥|X
GBA32%. 125-010 |GBA32%. 125 1.25 20104 R |KGBAR...16
150-010 150 1500 | R |R | KGBASL...16
GBA43%. 125-010 |GBA43%. 125 1251 20 0.1 [ )
125-020 125 ' T2 00 e
150-010 150 150 0.1 ® @ KGBAW....22-15 G9
150-020 150 | .. |2 eee KGBAS"....22-15 G11
200-010 200 |, “loa L JK ) G43
200-020 200 ' 200 e
250-010 250 |, [ [0 @ ® ,cuav 2205
250-020 250 YL 00 KGBAS"....22-25
300-010 300 100 “ o1 YD) KGBAR/LR./..22-25T5
'300-020 | 300 : ” o e e KGBAS"....22-25T5
[ Dimension B: shows available grooving depth. | For recommended cutting conditions, see page & G72
« For KIGBA Internal Grooving Toolholder, See page G43
GBA applicable for KGBA / KGBAS toolholders are also usable for KGB / KGBS toolholders.
The following is a table for application compatibility.
KGBA (KGB) KGBAS (KGBS)
KGBAL ...22-15 KGB". ...22-15 KGBAS%. ...22-15 KGBS%. ...22-15
KGBAL ...22-25 KGB". ...22-25 KGBAS%. ...22-25 KGBS%. ...22-25
KGBAL ...22-35 KGB®L ...22-35 KGBAS®. ...22-35 KGBS%. ...22-35
KGB". ...22-25 KGBS%. ...22-25
KGBA". ...22-25T5 (Available grooving depth has a KGBAS?. ...22-25T5 (Available grooving depth has a
limit) limit)

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

B External Grooving Toolholders KGBA Short Shank types are available

For NC lathe and HSK tooling, KGBAR2020K22-OO (Overall length 125mm)
short shank type KGBAR2020H22-OO (Overall length 100mm) is available.
No longer required for the users to cut the shank portion.

____________________

1 Inserts are sold
in 10 piece boxes.

o

in 1 piece boxes. 1

N _ - T T I ____ )

@ : Std. ltem O : Check Availability

R : Std. Item (R-hand Only) L : Std. Iltem (L-hand Only)



External Shallow Grooving Toolholders

Lever Lock

B KGBA
+Lr
1 — o
I w
20{ =7 fL2o
< L2 L1 ®
, I
a .
9
< T
T
*Right-hand shown R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.
B KGBAS
2
o
d—— :
i L2 ) L1 g
S Nn
At =
R i D | 2
*Right-hand shown ’ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.
@ Toolholder Dimensions
Spare Parts
Std. Dimension (mm) Clamp Set | Wrench
. Applicable Inserts
Description S G6~G8
R|L[HI=h|H3 | B |L1|L2 |F1| A | T
KGBAFL 1616H-16 ® @® 16 4016 (10024 [ 20| - |25
2020K-16 ® 0 20 4.0 20 125 24 25| 25 LGBA-16"L.S GBA32%. type
2525M-16 ® @0 25 ) 25 [150 30 )
2020K22-15 ® 0 20 20 (125 25
2525M22-15 @ @ 25 40| 25]|150|255 30 | 10|40
2020K22-25 ® @0 20 20 125 25
2525M22-25 ®|®| 25 |40 25 150259 30 | 20|45 75
2020K22-25T5 ® 0 20 4.0 20 |125 255 25 20
2525M22-25T5 ® 0 25 125 1150 ~1.30 i 55 LGBA-22%1.S GBA43/. type
2020K22-35 ® e 20 4.0 20 |125 255 25 30 ’
2525M22-35 ® 0 25 125 1150 ~1.30 :
2020H22-15* [) 1.0 1 4.0
2020H22-25* [ 20 |4.0| 20 [100(25.5| 25 [2.0 4.5
2020H22-35* [) 3.0/55
KGBAS®. 2020K-16 ® ® 20 (4.0 20 |125 25
2525M-16 ® ® 25 45| 25 |150 25 30| - 2.5 LGBA-16'%S GBA32'% type
2020K22-15 @ ® 20 (45|20 |125 25 27 10|40
2525M22-15 ® @® 25 50| 25 [150 32 ) )
2020K22-25 ® @® 20 45|20 (125 27
2525M22-25 ® @ 25|50 25150 2° |32 |20 |45 caagys| TP GBATE oo
2020K22-25T5 ®/® 20 45|20 (125 . |27 [, i R yp
2525M22-25T5 @ ® 25|50 25150 32 ) 55
2020K22-35 @ ® 20 (45|20 |125 25 27 3.0 ’
2525M22-35 @ ® 2550 25 150 32 )

\ « Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth.

« Clamp Set: KGBA"L ... LGBA-ORS for Right-hand Toolholder, and LGBA-OLS for Left-hand Toolholder.
KGBAS". ... LGBA-OLS for Right-hand Toolholder, and LGBA-ORS for Left-hand Toolholder.

@ Rake Angle (a) after Installment of GBA

% mark indicates short shank type.

@ Rake Angle (a) after
Installment of GBA-MY

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

GBA32%.O00O-O00 GBA43%.O00O-O00 | GBA437..OOO-O00 R (Full-R) Deseriot
a escription
a Insert Grades a Insert Grades a Insert Grades Full-R Description

TN9O 0° KBN510, KBN525 10° TN9O 050R~150R GBA43%.175MY

10°| PR630 PR30 PR1115 PRI05 TC40 TN9O PR630 PR930 PR1115 PR905 15° S
KPDOO', KPDO10 10°| PRG30 PR30 PRI115 PRI0S 30 PRoan pattisprans | 200R GBA437.350MY
20° KW10 KPDOOT, KPDO1D 14° 14° | GBA43%.400MY
° Kw10 050R~200R indicates the rak le at th t

20 KW10 of the edge width,aftor insaling incert

| Grooving ﬁ

G9



Grooving Inserts e IGG:A-?;:r; csr)m?nges to

. Applicable Inserts P |Carbon Steel / Alloy Steel
M |Stainless Steel Classification of usage
(mm) K |[CastIron @ : Continuous-Light Interruption / 1st Choice
Description A T N |Non-ferrous Metals (: Continuous-Light Interruption / 2nd Choice
GB32_ 9.525 3.18 S | Titanium Alloy @ : Continuous / 1st Choice
GB43_ 12.70 4.76 H Hard materials (under 40HRC) O : Continuous / 2nd Choice
GB43%.480 12.70 5.00 Hard materials (over 40HRC)
Dimension (mm) | cemet | PVD | 2] D .
Insert Description C Q|9 : S| FplEEl Pagz i‘or
oo Sl=
W/ B | o 3883|558 Toolholder | toohoider
Right-hand Shown re |FlFlaa|¥ &
GB32%. 050 * 0.50 | 1.0 C0.05 OIR
075 0.75 O|R
A 095 0.95 OIR
100 1.00 2.0 Q0 KGB®L +++16
L 125 cot0 QR KGBSY.  ---16
145 1.45 ' OIR
General (Square) 1 50 1.50 O R
(Corner is C shape) 200 2.00 25 O R
E (Corner is C shape) 250 2.50 . O R
GB43%. 125 0.1 O
. 125 1251201 02 |0l0lO
145 145 | 2.0 02 |OOIR
GB32
e 150 150 0.1 O
O_E 150 ) 02 |O0O|O KGB"L +++22-15
175 1.75 02 |OOIR KGBS®. ---22-15
o 185 185 | 3.5 02 |OOIR
= 200 0.1 O
>
g A 200 2.00 02 |0/0l0
15} 230 2.30 02 |O/OR
250 250 0.1 O
— 250 ] 03 |O0O
265 2.65 03 |OOIR
General (Square) R ce -
(Comeris R shape) 280 280 | 40 | 03 |OOR KGBT. 2225
KGBS%. ---22-25
300 300 0.1 O
300 ) 03 (OO0
330 3.30 0.3 |O/OR
GB43 type 350 0.1 O
350 3:50 03 |0|0|O G11
400 0.1 O B e
GBtype insert changes to GBA 400 4.00 5.0 0.4 O O O &ggsﬂﬁﬁ .. -;g:gg
:Xliee;nr[e’;tging with GBA 430 4.30 04 |OOIR
ety paciostn 450 4.50 04 OO0
i ' 480 4.80 04 |O|0|O
GB43%. 125 125 | 2.0 O
KGB%. +++22-15
150 1.50 35 O KGBS%. ---22-15
200 2.00 0.1 O
250 2.50 40 O|KGB?.  ---22-25
1-Edge 300 300 | O/ KGBS% ---22-25
GB43%. 050R 1.00 | 2.0 0.50 OO
KGB*L +++22-15
075R 1.50 a5 0.75 OO KGBSY. ---22-15
100R 2.00 1.00 OO
125R 250 | L1 0lo KGBY.  ---22.25
: R VR
150R 3.00 150 0lo KGBS"L 22-25
KGB". +++22-35
Full-R 200R 4.00 | 5.0 | 200 OO KGBSY. ---22-35

« Dimension B shows available grooving depth. \
The edge width tolerance of GB327.050 is different.0.50%" (*)

For recommended cutting conditions, see page & G72

* Material selection standard when changing to GBA.

GB Insert =% GBA Insert
TC40 TC40
TC60 TN9O
PR630 PR1115 (PR630)
PR930 PR1115 (PR930)
KPD010 KPD001 (KPD010)

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

e S

! Inserts are sold | CBN & PCD Inserts are sold | ) ® : Std. tem O : Check Availability
G1 0 :\ in 10 piece boxes. ,. in 1 piece boxes. }, R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)



Top Clamp

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

B KGB (Changes to KGBA @) G9)

T
fis)
L1 |
@
=l
T
e Right-hand shown R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.
B KGBS (Changes to KGBAS @ G9)
/rzo
S :
h a L2 - L1
[s2]
I
A |
“f T A o
) 2°
e Right-hand shown ‘ L-hand insert for R-hand toolholder, R-hand insert for L-hand toolholder. g
<}
@ Toolholder Dimensions o
Spare Parts ©
Std. Dimension (mm) Clamp | Clamp Bolt |  Spring Wrench | Applicable | —=
D L Inserts
escription 3 G6~G8
RIL|Ht=h|H3 | B | L1 |L2 |F1 | A T
-‘ @ G10
KGB. 2020K-16 ®® 20 11 20 | 125 o4 25 25 GB32%,
2525M-16 @0 25 25 | 150 30 ) ’ GBA32.
2020K22-15 @ @ 20 20 | 125 25
11.5 25.5 1.0 | 4.0
2525M22-15 @ ®| 25 25 | 150 30 . ) _
2020K22-25 @ @ 20 15 20 | 125 255 25 20145 CGBL BHEX25 SP-6 LW-4 GB43%L
2525M22-25 @ @ 25 125 1150 1 30 ) ) GBA43%1
2020K22-35 @ @ 20 20 | 125 25
2525M22-35 @ @ 25 | ' 25 |150 25| 30 | 30|55
KGBS'. ~ 2020K-16 @@ 20 | . |20 [125) , |25 | |, _ GB324
2525M-16 @0 25 25 | 150 30 ) GBA32'%
2020K22-15 @ @ 20 15 20 | 125 25 27 10| 40
2525M22-15 (@ @] 25 | ''*°| 25 | 150 32 | 0% ) :
2020K22-25 ®(® 20 || | 20 [125| o | 27 | o0 g | oor | PHOXE | SPO W Gpugy
2525M22-25 @ @ 25 125 1150 32 ) ' GBA43'%
2020K22-35 @ @ 20 20 | 125 27
2525M22-35 @ @ 25 | ' 25 |150 2% | 32 | 30595

\ «» Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. \
Clamp: KGBF/. ... CGBR for Right-hand Toolholder, and CGBL for Left-hand Toolholder.
KGBS*. ... CGBR for Right-hand Toolholder, and CGBL for Left-hand Toolholder.

@ Rake Angle (a) after Installment of GBA

GB32%. OO0 GB43%. OO0 GBA43%. OOO R (Full-R)
a Insert Grades a Insert Grades a Insert Grades
o TC60 o TC40 TC60 . | TC60 -
5 PR630 51 Pre3o PrRo30 | ®"  PR630 | 050R-150R
10° KPDO010 TC60
20° KW10 . W10 14°| PR630 }ZOOR
KW10...050R~200R

KGB Toolholder KGBA Toolholder

* KGB / KGBS toolholder changes to KGBA / KGBAS.
Better Chip flow.

* For applicable insert, GB insert changes to GBA.
GBA insert has various types of material available for user's cutting
condition requirements.

@ : Std. ltem O : Check Availability R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only)

G11



External Shallow Grooving Toolholders [for TGF Insert]/

Screw Clamp

B KTGF-F (Without Offset)

(‘2-5) * * Clamp Screw can also be operated from this side.

i I }
o i m
Y = ; a ,El I v
K o < L1 o ™
2 o L T
a | L2 ) |
a Insert Grades ¥ S _ v
o TN90, TC60 A [ A
20° |pR1115, PRO30, KW10| < I T
11° | KPD010, KPD0O1 i/ L\ \ Y
6° TC40 = i ;
T
o Right-hand shown R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.
> (2.5)
A \ A
- ! o
w ' ¥
.
y | AN
P 22 L1 )
> y
a Insert Grades :A y
200 | . TNSO, TC60 c ©) -
PR1115, PR930, KW10 ¥ \ Y
11°| KPD010, KPD0O1
6° TC40 1

e Right-hand shown

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

® Toolholder Dimensions

| Grooving ﬁ

. . Spare Parts
Std. Dimension (mm) Clamp Serew] Wrench
Description @) oo
R|L|H=h|H2 |H3| B |L1|L2|F1 E /6
KTGFY.  1010K-16F (@@ 10| 2 10 |125 10 ]
1212F-16F |@® 85
1212M-16F |@/® 12 ) 25|12 150 18.5| 12 SB-4070TRW| FT-8
1616M-16F @ @ 16 16 [150 16
KTGF. 1010F-16 ®® 10| 4 10 | 80 12
1212H-16 00 12| 2 12 [100(18.5| 16
1616H-16 @0 16 25|16 (100 20 SB-4070TRS | FT-10
2,020K-16 00 20 | - 20 |125 20 25
2525M-16 00 25 25 | 150 32

® Usage difference between KTGF-F and KTGF toolholders
Q: What is the difference between “Without Offset” and “With Offset” of KTGF toolholders for external grooving?

A: When operating the automatic lathe, the toolholder come very close to the chuck. In such cases, the “With
Offset” toolholder sometimes interferes with the chuck due to the large gap between B and F1 dimensions as

shown below.

It is necessary to use “Without Offset” in such cases.

G12

Dimension F1

No gap Dimension B

Large gap

Dimension F1

‘ Dimension B

Without Offset Type (KTGF-F)

With Offset Type (KTGF)

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




Screw Clamp

M S-KTGF (Sleeve Holder)

12
"
\ N
H2
L1
P A1 a Insert Grades
a = 1
3l = ! 20° TN90, TC60
od2 AN ¢ = i PR1115, PR930, KW10
N ) e RN — ‘ 11°| KPD010, KPD001
=y | @ g | 1
\ * Nes 6° TC40
i e I
5
e Left-hand shown R-hand Insert for L-hand Toolholder.

Note 1. Dimension B shows available grooving depth.

® Toolholder Dimensions

. . Spare Parts
Dl (mm) Clamp Screw| Wrench
Description Std. s
oD L1 F1 F2 gd1 | @d2 | H1=H2 " /®

S12F-KTGFL16 ® | 120 80 11.0 1
S14H-KTGFL16 @ | 140 100 9.0 13.0 13
S15F-KTGFL16 @® | 15.875 85 : 146 15
S16F-KTGFL16 @® | 16.0 5 ’ 7 O—E
S19G-KTGFL16 [ J 90
S19K-KTGFL16 ° 19.05 120 105 | 17.6 17 |SB-4070TRS| FT-10 g
S20G-KTGFL16 o 90 9]
S20K-KTGFL16 o % o 110 | 186 18 5
S$25.0H-KTGFL16 ® | 250 100
S25K-KTGFL16 ® 254 | 120 | 0 MO 2367 32723 —

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

G13



| Grooving ﬁ

External Shallow Grooving Toolholders [TGF Insert]/

M Applicable Inserts

Description
TGF32_

A T
9.525 3.18

Carbon Steel / Alloy Steel

(mm)

Stainless Steel

GG
c e

ed

Cast Iron

4.5

Non-ferrous Metals

TGF32%.325

9.525 3.40

4.5

Titanium Alloy

cec e
(L

TGF32%.315-SRC

9.525 3.40

I »wzZzxZ10

4.5

Hard materials (under 40HRC)

O

Hard materials (over 40HRC)

Classification of usage
@ : Continuous-Light
Interruption / 1st Choice
) : Continuous-Light
Interruption / 2nd Choice
@ : Continuous / 1st Choice
O : Continuous / 2nd Choice

Insert

R-hand shown

Description

Dimension (mm)

Cermet D

Coated Carbid

&

Carbide|

0
O

C

Cc

or
re

W | B

TN60
TN9O
TC40
TC60
PR630

PR1115

KPD001

KPD010

Ref.
Page for
Toolholder

Applicable
Toolholder

General (Square)
(Corner is C shape)

TGF32%. OO0

General (Square)
(Corner is R shape)

TGF327%
000 -000

+0.03

()N e
N ;Ni 1
m

“ o°

A=Y

=970

TGF32/ SOOO-S type
Edge Width Tolerance
Wi 8

TGF32%.SOO0O-SRG
type

Edge Width Tolerance
Wos

For Circlip Grooves
(DIN 471/ 472)

TGF32%.033

0.33] 0.8

050

0.50 C0.05

060

0.60 1.2

Py

075

0.75

080

0.80

090

0.90

095

0.95

100

1.00

120

1.20

125

1.25| 2.0

130

1.30

140

1.40

145

145 C0.1

150

1.50

170

1.70

175

1.75

® |@® | PR30

® @O Kw1o

@ =T

185

1.85

190

1.90

200

2.00| 2.5

225

2.25

250

2.50

275

2.75

300

3.00| 3.0 | 0.2

325

3.25

TGF32%.033-005
050-005
075-010
095-010
100-010
125-010
145-010
150-010
175-010
200-010
250-010

0.33| 0.8

0.05

050 1.2

0.75

0.95

1.00

1.25| 2.0

1.45 0.1

1.50

1.75

2.00 25

2.50

0000000000 0000 O© 00 000 0000

Z|70|70|7| 3| 3|22 ||
0000000000
2| 71|3| 7|1\ D| 0| 0| 0| 0|5

TGF32%.5090-S

0.90

110-S

1.10

130-S

2.0

1.30 C0.05

160-S

1.60

185-S

1.85] 2.5

TGF32% S080-SRG

0.87

090-SRG

0.97

100-SRG

1.07

110-SRG

1.24] 20

130-SRG

1.44 re

160-SRG

1.74 max

185-SRG

1.99 0.03

215-SRG

299 25

265-SRG

2.79 3.0

315-SRG

3.29

1-Edge

125~150 S=1.7
200 S=1.9

TGF32%.125
150
200

1.25

2.0

1.50 C01

2.00| 25

pUppy

TGF32%/.125-010
150-010
200-010

1.25

2.0

1.50 0.1

2.00) 2.5

pupspplppsl

KTGF"....16F
KTGF"....16
S...KTGFL16

G12
G13

» Dimension B shows av

ailable grooving depth. |

_____________________ ~
1
I

Inserts are sold
in 10 piece boxes. )
.

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

|
J

For recommended cutting conditions, see page @& G73

@ : Std. ltem O : Check Availability
R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)



Screw Clamp

External Shallow Grooving Toolholders [TG Insert]/

B KTG (Changes to KGBA @ G9)

-
I :
]
<T ETO L2 1 .
7/8\ T
i -
< I
e Right-hand shown R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.
@ Toolholder Dimensions
. . Spare Parts
=i DS () Clamp Screw Wrench
Description @) A
R|L|Hth|H3| B |L1[L2|F1| A | T = | O |E'l /
KTG. 2020K-16 @0 20 20 |125 25
2525M-16 @@ 25 30| 25150/ %0 30 - 2P SB4TR | - FT-15 -
2020K22-15 (@ @ 20 20 125 25
2525M22-15 |@ @ 25 | >0 25 |150/ 2% |30 | 10|40
2020K22-25 @ @® 20 20 |125 25
2525M22-25 |@ @ 25 | 30| 25 |150) 2° |30 20|45 e . LW-3
2020K22-35 (@ @ 20 20 |125 25
2525M22-35 |@ @ 25 | 30| 25 |150/ 2° | 30 30|55

‘ » Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth.

* GBA Insert cannot be installed to this toolholder.

| Grooving ﬁ

. Ap Y licable Inserts 2 (S:ar_bon Stzel Aoy Steel Classification of usage
(TG insert changes to GBA @ G6~@® G8) M _|Stainless Steel
(mm) l}fl ﬁi:t_::::)us Metals @ : Continuous-Light Interruption / 1st Choice
Description A T od ER T (: Continuous-Light Interruption / 2nd Choice
Y @ : Continuous / 1st Choice
TG32_ 9.525 3.18 4.5 H Hard materials (under 40HRC) o . X
TG43_ 12.70 4.76 55 Hard materials (over 40HRC) - Continuous / 2nd Choice
Dimension (mm) | Cermet el
Insert Description C |o|o|o|a| Applicable Toolholder TPaI%e Ifgr
W B © o % © oolholder
R-hand shown '%r E E 8 8
A w03 TG32%. 075 0.75 [ )
General (Square) C 095 0.95 [ ]
(Comneris C‘shape) p It: 71 25 71 25 .
©] = 145 [1.45] 2.0 |C0.1|® KTG...16 G15
< 150 1.50 °
— 175 1.75 [
(Corner is C shape) 200 2.00 ()
TG43% 150 1.50 [ )
o115 35 02 g KTG...22-15
L £003 230 2.30 °
A T 250 2.50 [ )
Y 265 265 °
General (Square) @ J’ s L& 40 O 3 . KTGR/L .. 22'25 G1 5
(Corner is Rqshape) 4‘ 300 3.00 ’ .
L 330 3.30 [ ]
. 350 3.50 [ )
400 4.00 [ ) R
- 430 430 20| 04 ° KTG"....22-35
450 4.50 [ )
[+ Dimension B shows available grooving depth. | ng conditions, see page @ G73
* KTG will be switched to KGBA.
Machining against the wall is available.
* For applicable insert, TG insert changes to GBA.
Change Insert Grade TN60 for TN9O0.
GBA insert has various types of material available for user's cutting condition
requirements.
* Check the cornner-R(re) of the insert when changing.

@ : Std. ltem

O : Check Availability R : Std. ltem (R-hand Only)

L : Std.

Item (L-hand Only)

Inserts are sold
in 10 piece boxes.



External Shallow Grooving Toolholders Top Clamp
[GH / GHU / GA Insert] -
B KGH
T | T
NCEE | 10 :
< L2 ‘ < L e
35 L1
L
2] [s0]
a N T a — T
< Ei( } % E :li( } E
A KGH#.2525M
o Right-hand shown KGH?L2020K KGH?.3225P
B KGHS
|
I
J 1@ 1< < |e °
1 @
] -
L2 L2 L1
L
s | :
L 1 1 — 8 1
<l A [ %l ‘ T < A ! E
2 S :
= KGHS%.2020K KGHS".2525M
g e Right-hand shown
O]
@ Toolholder Dimensions
. . Spare Parts
Std. Dimension (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
R|L|Hf=h|H2 |H3 | B | L1 |L2 F1 AT .
KGH "L 2020K-4 ®® 20 5 20 |125 24.5-24.8 A
2525M-4 00 25 - 156 25 150 33.5 24.5-24.8 3.4 13 |COH-17h
2020K-5 ®® 20 5 20 |125 25.0-25.8
2525M-5 ®® 25| - |15.6/ 25 |150/33.5/25.0-25.8/4.2| 13 |CGH-17.
3225P-5 00O 32| - 25 170 25.0-25.8 HH6X25 W-6 SP-6 LW-5
2020K-7 ®® 20 5 20 125 24.5-25.0 A
2525M7 @@ 25| - |8 25 150339245050 28| 13| CCH2T
2525M-10 00 25 - 25 1150 25.5-26.5 A
3225P-10 @ |32 - 16.1 25 170 41 25.5-26.5 9.0 17 |CCH-37:
KGHS 7. 2020K-4 ®® 20 5 20 |125 35 .
2525M-4 00 25 - 156 25 150 25 40 3.4| 13 | CCH-T'
2020K-5 ®® 20 5 20 [125 35 ., | HH6X25 W-6 SP-6 LW-5
2525M-5 00 25| - 156 25 1150 25 40 42|13 | CGH-1'%
2525M-7 @@® 25| - |15.6/ 25 |150| 25 40 5.8/ 13 | CGH-2'k

‘ « Dimension T shows available grooving depth.‘

« Dimension F1 of KGH . Toolholder depends on the insert's edge width.
« Clamp: KGH". ... CGH- O R for Right-hand Toolholder, and CGH- O L for Left-hand Toolholder.
KGHS " ... CGH- O L for Right-hand Toolholder, and CGH- O R for Left-hand Toolholder.

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

GH QOO0 - OO GHU OOQ0O
a Insert Grades a Insert Grades
0° A65, AG6N
10° TC40
TN90, TC60 10° C.g;ggs
20° PR630, PR930
KW10

G16

@ : Std. ltem O : Check Availability
R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)



Top Clamp

B KGA
L oo
- jj L © o
< 2 | L1
%
25°
1 O > -
K= o I
T
-- e Right-hand shown
@ Toolholder Dimensions
. . Spare Parts
Std. Dimension (mm) Clamp Clamp Bolt Spring Wrench
Description
R|L{Hzh|H2 H3| B |L1|L2 |F1| A | T /@ =
i =
KGA"W.L 2020K -3 ®® 20 5 20 |125 21.5
2525M-3 @@ 25| - | © |25 150 37 261523 20 CGA-37
2020K -4 ® 20| 5 20 |125 21.5
2525M-4 00 25 - 6 25 1150 37 26.5 3.3| 20 CGA-4%. | HH6X20 SP-6 LW-5
2020K-5 ® 20| 5 20 |125 21.5
2525M-5 |@@ 25| - | © | 25|150| 42 2615 43 25 CGA-5
R,
KGARL 2020K-3S |@® |20 5 6 20 |125 34 21.5 2316 CGA-3%
2525M-3S @@ 25| - 25 150 26.5 HHBX20 SP-6 LW-5
2020K-4S @ |20 | 5 6 20 |125 34 21.5 33 16 CGA-3%
2525M-4S @@ 25 | - 25 1150 26.5 7 -
[ - Dimension T shows available grooving depth. |
« Clamp: CGA- O R for Right-hand Toolholder, and CGA- O L for Left-hand Toolholder.
M Applicable Inserts (mm)
DEE3T2 = A |\|7| g::::z;t:;?"oy Steel : Classification of usage
GH4020- OO ~GH8020- OO 20 K Cast! o °
GH10025-05~GH12025-05 25 7.5 s on = @ : Continuous-Light Interruption / 1st Choice
N [Non-ferrous Metals (™) ) . ) )
GHU OOOO 20 S [Titanium Alloy Py (): Continuous-Light Interruption / 2nd Choice
GA30, GA40 25 5.0 Hard materials (under 40HRC) o L Cont?nUOUS/ 1st ChOi(_:e
GA50 30 ‘ N | (over 40HRC) Ole O : Continuous / 2nd Choice
g =
Dimension (mm)| Cermet (33| PVD | & | Ceramic ) .
Insert Description 2 oo - = Applicable Pagz.for
R Toolholder
W re EES&%EEE:%?E Toolholder
GH 4020-02 40 0.2 [ J( ) () J
4020-05 ) 0.5 [ J( ) 00000 KGHY.. 4
4520-02 45 0.2 [ ] KGHS"....4
b 4520-05 ) 0.5 [ )
S o 502002 | ., | 02 | @® 00
54 e 5020-05 : 0.5 L)) o000
I [ 5520-02 55 0.2 [ ]
5 o> 5520-05 ) 0.5 [ ) KGH"%....5
Chci;rgrlfarza?(er 6020-02 6.0 0.2 [ J( ) ( ) J KGHS"™....5
P 6020-05 ' 0.5 e o000 o G16
6520-02 6.5 0.2 [ ]
6520-05 ) 0.5 [ ]
89 7020-02 0.2 [ J( ) () J
=i  EiLiiLE
S 1" = . L...
s 7520-05 | "> | 05 ° KGHS....7
Ceramic nsert 8020-02 8.0 0.2 [ J[ ) () J
Ceramic is above shape. 8020-05 ) 0.5 [ () [ JJ
10025-05 | 10.0 | 0.5 [ J( )
12025-05 | 12.0 | 0.5 o0 KGH?... 10
P 84 KGH%....4
~q ] GHU 4020 40 | 0.25 @ ()
= QF@]}?&R@ KGHS". .4 e
‘/ Q%P = 5020 50 | 030 @ ° KGH™._ 5
Moded Chipbreaker s ‘ 6020 60 | 030 |@ ° KGHS"....5
g, ) GA 30 3.0 | 020 @ @ KGA?....3
" +‘_§{i i
A M 40 40 | 025 @ [ ) KGA"Y....4 G17
=40
120° 50 50 | 0.30 @ (] KGA"....5

For recommended cutting conditions, see page @ G73~G74
@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

____________________ |
Inserts are sold ]
in 10 piece boxes. A

| Grooving ﬁ



Multi-Function / Grooving (Cut-Off)

| Grooving ﬁ

B GMM / GMG
. . P [Carbon Steel / Alloy Steel O @
Classification of usage M |Stiniess Steel ©C 5
K |CastIron ("M@ i)
@ : Continuous-Light Interruption / 1st Choice N [Non-ferrous Metals P %
o S 0 | e ¢ &
O : Continuous / 2nd Choice H Hard materials (under 40HRC) O e é
Hard materials (over 40HRC) _ _ 8’)
) Dimension (mm) E ?E Coat':d\gbide é 5-“_
Insert Description (Previous smwema &
Description) Wirelml L in S § é § § = x
R-hand shown FolalalalX
GMM 2420-020MW | GMM 2420-02 |2.4(0.2[1.9 oo0o000
3020-020MW 302002 |, [0.2],, 00000 622
3020-040MW 3020-04 ~lo4l” CICICICICIE Yo
Sows GMM2420.02 4020-020MW 4020-02 0.2] eeeo000
/ﬁ_ R o8 4020-040MW 4020-04 14.0/04/33, |, .00 000e
. @zi}; 4020-080MW 4020-08 0.8 ~ooeoeoee
/ L N 5020-040MW 502004 | 104/, o000 00
B I@ 5020-080MW 5020-08 | 0.8 o000 0 G2
6020-040MW 6020-04 | 104/, ® 000 e e G2
6020-080MW 6020-08 ~lo.8|™ o000 00
o e 8030-080MW 8030-08 |8.0/0.8/6.0/30/55/ @@ e e e G23
. . . |GMM 3020-020MS | GMM 3020-02MS |, '[02], , oeo00 o 622
B 3020-040MS 3020-04MS |7 (0.4 oo o
y e || 4020-040MS 4020-04MS 40/ [33/20 43 /@@ @@ (@ )
_ QI@ 5020-040MS 5020-04MS [5.0/0.4 /4.2 o000 o
S e 6020-040MS 6020-04MS [6.0| |5.2 ® @ ecnon
GMG 3020-000MS |GMG 3020-00 0.0 o000 o
3020-020MS 3020-02 |3.0(0.2/23/20 43|00 @0 @
3020-040MS 3020-04 0.4 eoeo00 o
~ L. e 4020-020MS 4020-02 0.2] o000 o ggg
\, - 4020-040MS 4020-04 |4.0/0.4/33/20 430 @00 O
> S 4020-080MS 4020-08 0.8 oe0e0 o
@ﬁa 5020-040MS 5020-04 | [04] .|, | .0 @ee |e
5020-080MS 5020-08 ~lo.g|™ “ooee |@
6020-040MS 6020-04 0.4 e (@ |® G222
S eceion Ciage 6020-080MS 602008 |°©008/°2/%0|*3 o/ @ |@ G23
GMG 2520-030MG | GMG 2520-03MG|2.5|  |2.0] o000 00
e s e 3020-030MG 3020-03MG 3.0/0.3|2.3| 00000 g2
\y g%f: 3520-030MG 3520-03MG|35 |28/, |, ,/0 00 e e e G2
Fla | L 4020-040MG 4020-04MG 4.0, |3.3| “eoeeeee G24
L B e B ij 5020-040MG 5020-04MG |5.0/0.4 4.2 000
Sharp-Cutting Orented 6020-040MG 6020-04MG |6.0 5.2 o0 00 escnsn
Ground Onipbrosker 8030-050MG 8030-05MG [8.0/0.5/6.0/30 |5.5/@|®| (@@ ® G23
] . . = |GMM 3020-150R |GMM 3020-15R |3.0(1.5/2.3 00000 g
. i ca==2> 4020-200R 4020-20R |4.0(2.0/3.3 00000 G2
/ = 5020-250R 5020-25R |5.0/2.5|4.2 20)4.3 ®© 000 e e C2
M Cltss FULR | Copying RS- Iﬁﬁ 6020-300R 6020-30R [6.0/3.0/5.2 00000 EEs
> | . - . |GMG 3020-150R |GMG 3020-15R |3.0/1.5/2.3 o0 o 0
y - 4020-200R 4020-20R |4.0/2.03.3 oo (o o G2
e orones oL 5020-250R 5020-25R |5.0(2.5(4.2 o o o
Frecision Class @Itﬁ 6020-300R 6020-30R (6.0(3.0|5.2 o (o |(@cnos
P cn = = |GMG 3020-150RU |GMG 3020-15RU [3.0(1.5|2.3 o o o
/ B ] 4020-200RU 4020-20RU (4.0/2.0(3.3/20 43| @ @ |@ ggg
g rcemtng @It@ 5020-250RU 5020-25RU (5.0 /2.5(4.2 o o o
For recommended cutting conditions, see page & G76~G77
SRR @ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)

Inserts are sold
in 10 piece boxes.




Grooving / Plunge&Turn

B GMM / GMGA / FGG

ificati f P |Carbon Steel / Alloy Steel O @
Classification o usage M |Stainless Steel NI 5
K |Castlron @ =5
@: Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals Py g
(): Continuous-Light Interruption / 2nd Choice S [Tranumar P 8
@ : Continuous / 1st Choice i _Oy =
O : Continuous / 2nd Choice H Hard materials (under 40HRC) @ ] S
Hard materials (over 40HRC) %
. Dimension (mm) E3S c(;en\ézae § g
Insert Description (Fieeus m wlo S
P Description) wWilre mlL!|InI[8E 28 g o
R-hand shown = 5 [
= S
H
L ®%  |GMGA 6020-300R |GMGA 6020-30R | 6.0 | 3.0 | 43 | 20 | 4.3 { ]
Sharp-Cutting Oriented / Precision Class !:! I:Jﬁ
FUIR | Copying G23
& = N
¢ b}
> |GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 | 30 | 5.5 o
Sharp-Cutting Oriented / Precision Class ﬁ Ij@
FullR / Copying
= i
y E GMM  3014-04 - 3004 (23| 14 |43 @ @ @00 2
>
Chip Control Oriented ﬁ I‘J,:E 8
M Class =
©)
/ﬁ N = re
f/ . - GMM 3014-15R - 30[15|23| 14 |43 @@ @@ G24
Chip Control Oriented /M Class Iﬁ
Full-R / Copying
: L GMM 3014-15RU - 301523 | 14 | 43 o 00
_ -8
Undercutting
Chip Control Oriented
FGG" 3020-02 30,0223 o0 oo
e - 4020-04 - 4004|3320 43 @@ @0 G24
cmg%csnﬁg‘rg:;a‘ed - 5020-04 50|04 |42 o0 o0

For recommended cutting conditions, see page & G76~G77

M Multi-Function Tool CERACUT Plunge & Turn Chipbreakers @ Edge Preparation

Series Shape Features Chamfer + R-honed Chamfer + R-honed
Corner-R(re) = 0.05 Sharp Corner
! Excellent chip evacuation at Edge :
CHIALY ’ Grooving, Traversing, Cut-Off. Preparation
Low cutting force with ground e :
BB ‘?’ chipbreaker. MT Chipbreaker.| CR9025/ PR915 | PR30 / KW10
_ Chamfer + R-honed Sharp Edge
GMG-MS @ | Grooving/ Traversing / Cut-Off Corner-R(re) = 0.2-0.3 | Corner-R(re) = 0.2-0.3
GMM-MS , operations are minimum cutting force Edge = >
: at Positive Edge. Preparation | )
Small corner-R(re) and minimize the |
GMM-MT core which remains in the center of B i { e
the face. TK Chipbreaker | CR9025 / PR915 PR930 / KW10
) R Honing Sharp Edge
GMM-TK Large comer-R(re) and stable Corner-R(re) = 0.05 Sharp Corner
- performance at cut off. Edge -
Preparation
Flat rake face and non-chipbreaker.
CRELLE / It works well for brass. | = =
Withot Chipbreaker (NB) CR9025 PR930 / KW10

« Sharp Edge Spec. can reduce cutting resistance 40% less than that of chamfer edge.

@ : Std. ltem O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only) Fecers & sl

I
. in 10 piece boxes. ,:G1 9



Grooving / Cut-Off (Multl-Functlon)/

| Grooving ﬁ

. GMM I GMN Classification of usage I\F;I :::::Iess Steel CJ :
: o)
@ : Continuous-Light Interruption / 1st Choi E ﬁ::t_:::)us Metals : %
o SIS S | o
O:C . / Choi H Hard materials (under 40HRC) O @ |9
- Continuous / 2nd Choice Hard materials (over 40HRC) B
cvD| PVD o
. . Angle Car- o
Dimension (mm) ) Cemet gzo;‘tgs %;?S:gg de | ©
Insert Description o|8|wl[gle E:—,'
Wi r | M| L|H| 06|22 82|82
R-hand shown a 5 o o =
0.0 [ BN )
. /rs GMM 1520-MT 1.5 0.05 1.2 °
2 = 0.0 [ BN )
a 2020-MT 2.0 1.5
J%EE»E@\ 0.05 ) o0
} L re 0.0 20 | 4.3 o o
, 2520-MT 2.5 1.9
- 0.05 *e e
) 0.0
P 3020-MT 3.0 005 23 Q0
5 0.0 o [ BN )
. GMM 1520%.-MT-15D | 1.5 0.05 1.2 15 R
)= = 0.0 [ BN )
ﬁ{: 2020%.-MT-15D | 2.0 0.05 1.5 15° ® R
=\ L re 20 43
/ S 2520%-MT-15D | 2.5 90| 1.9 15° ® e
== 0.05 ® R
CutOff 0.0 o [ BN )
Starp Cuting g;gled ! 3020%.-MT-15D | 3.0 0.05 2.3 15 ® R
GMM 1520-NB 15 o8 1.2 ® e
W, N re -
fl{i:%:< 2020-NB 20 | 2015 o LA
=\ -
/ — 2520-NB 25 00 g 2042 L )
= Iﬁ 1005 ¢ ®
Deep Grooving / Cut-Off 0 0 . .
s 3020-NB | 3.0 [505) 23 °
GMM 2020-TK 2.0 10.20| 1.5 o o o
- 2520-TK 251020119 | 20 | 4.3 - o ® o o
Deep Grooving / Cut-Off @ I 302°-TK 30 025 23 . . . . G22
Stability-Oriented
6 G23
2| 5. s G24
S GMM 2020%.-TK-8D 2.0 10.20| 1.5 R| R | R
-~ I L e 2520%.-TK-8D 251020119 | 20 | 43| 8° R|IR|R|R
R -TK- R
CutOff Itﬁ 3020%.-TK-8D 3.0 10.25| 2.3 R| R |R
Stability-Oriented / With lead angle
GMN 2-TK 2.0 10.20| 1.8 ( BN BN J
- 3-TK 3.00.25/ 23| 20 |43 - ® o o o
4-TK 4.0 10.30| 3.3 ® e o ©
Cut-Off / Stability-oriented
1-Edge
GM%. 2-TK-8D 2.0 10.20| 1.8 R| R | R
- 3-TK-8D 3.0025/23| 20 43| 8° R|R|R|R
4-TK-8D 4.0 10.30| 3.3 R|R|R|R
Cut-Off / Stability-oriented
1-Edge / With lead angle
e N2 . GMN 2.2 2.2 1017] 1.8 o o [ N}
= s 3 3.0 10.20| 2.3 o O [ BN )
/ :-f}g 4 40(025/33[20 43| - (@ @ L 3N )
L [N 5 50|08 | 42 oo oo
Deep Grooving / Cut-Off @ Iiiﬂ 6 60 08 52 . . . .
1-Edge
Shows GMR2.2-8D / 15D
o GM?". 2.2-8D 2.2 1017] 1.8 8° | R | @ [ BN )
2 T o8 2.2-15D 2.2 10.00| 1.8 15° | R | @ CAN)
‘ ﬁ}g 3-4D 3.0/020/23|20 43| 4° R | @ o O
L e 3-15D 3.0(0.20| 2.3 15° )
_ 4-4D 4.0 10.25| 3.3 4° o R
Cut-Off / Sharp-Cutting S I%‘:[j
1-Edge / With lead angle

For recommended cutting conditions, see page @ G76

Inserts are sold ] @ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)

in 10 piece boxes. 1



CERACUT Plunge&Turn

e P | Carbon Steel / Alloy Steel
. GMN Classification of usage M | Stainless Stee! _
P . ' ' K | Castlron %
: : ((Bzonttllnuous-l_Lllg:tt Ilntterrupt:?nll Lstdcchslt?e N | Non-ferrous Metals ° E
> - Lontinuous-Lignt Interruption / Zn oice 7 —
@ : Continuous / 1st Choice o il Alloy LJ S
O': Continuous / 2nd Choice H Hard materials (under 40HRC) =
’ Hard materials (over 40HRC) O [ ) §
[
Dimension (mm) A?%'e CBN PCD 2
o
Insert Description I s | e S
e o | 0 S | I
Wire | M L H 0 z | 2 F4 o | o
0 ) i) o o
X X X X X
GMN 2 200218 ® 6006 0 o
5T e 3 3.0 02 23 P i
—1 I : G22
f &) 0.2 [ )
L € 4 4.0 0'4 33|20 (43| - e o o G23
— Itﬁ 5 50102 4, e o |G
s-29 C 04 ™ e o o
) 0.2 [ J
D "I)-gdge 9 6 6.0 04 52 e o o
For recommended cutting conditions, see page @ G74
M Available cutting diameter of KGM [ E
(For automatic lathe) / KGM-T type S /O 2
- There is a limit to available grooving depth depending ! 20 (¢ Availablo Groove Dopth) §
on the workpiece diameter. ! 1)
[ :
‘ s \\\\ '
‘ \
S T L
| & ‘ 9"",‘ ”,‘ 9
[ =N
‘ . When the workpiece diameter becomes large, the available
‘ ‘cutting diameter becomes smaller due to interference with toolholder.
| .
‘ .
‘ e.g.) KGMR2525M-3T20+GMN3
¥ KGM Available Cutting Diameter Table
Toolholder oD (Cutting Dia.)
KGM"/L 0810K-1.5-125| - - - - - - - - - - - - |10 | 14 | 16 | 32
1010K-1.5-125| - - - - - - - | 20 | 25 | 32 40 | 60
1212F-1.5-85 e | oo | oo | oo
12120154150 ~ | " | " | - | 25|26 | 28|32 |36 |40 60100
0810K-2-125 - - - - - - - - - - - - |10 | 14 | 16 | 32
1010K-2-125 - - - - - - - | 20 | 25 | 32 40 | 60
1212F-2-85
1212M2-150 | | © | C | " [% 2628 %0 . .|

1616M-2-150 32 | 40 | 50 | 60 | 80 | 100 | = e

1010K-2.5-125| - - - - - - - 20 | 25 | 32 40 | 60

1212F-2.5-85

1212M-2.5-150 - - - 25 | 26 | 28 | 32 | 36 | 40 60 | 100

1616M-2.5-150( 32 | 40 | 50 | 60 | 80 | 100

1616M-3-150 32 | 40 | 50 | 60 | 80 | 100
Available Grooving Deptht (mm) | 16 | 15 | 14 | 13 |12.5]| 12 | 11 10 9 8 7 6 5 4 3 2 1

oo = = = o =

@ KGM-T Available Cutting Diameter Table (GMN, GM%. When using 1-edge insert)

Toolholder oD (Cutting Dia.)
KGMP?L 2012K-2T17
2020K-2T17 - - - - - - - - 66 | 80 | 130 | 260
2525M-2T17
1616H-3T20 - - - - - 40 54 70 | 100 | 180
2012K-3T20
2020K-3T20
2525M-3T20 - - - - - 40 90 | 130 | 240 o0
2020K-4T20 oo oo
2525M-4T20 oo
2525M-4T25
2525M-5T25 50 | 140 | 240
3232P-5T25 - - 50 | 280 | 600
2525M-6T30 | 100 | 300 | ~° o oo
Available Grooving Deptht(mm) | 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 |Under13

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Onl L : Std. Item (L-hand Onl i R
Y ( Y) ( V) | CBN&PCD Inserts are !
i __sold in 1 piece boxes. (5321

____________________



| Grooving ﬁ

G22

External Grooving Toolholders

/

. KGM (For automatic lathe)

Width: 1.5~4.0mm

mi J@ o]
— — A z
I L2
o
— Il o /<,\\®0®
| s % /e
© j b= ﬁ— < It\ ‘/Jj T
(G | [ ] I
KGM¥.1616 Al b L1
o Right-hand shown
@ Toolholder Dimensions
Cutting . . Width Spare Parts
Std-| " pjg, Dimension (mm) W (mm)| Sorew | Wrench
Description @
R|L|@Dmax|H1=h| H2 |H3 |H4 | B | L1 | L2 | F | A |MIN.|MAX "
KGMF?/ 0810K-1.5-125 @ ® 10 8 | 4
L 1010K-1.5-125 | @ @ 20 | 10 3|8 10125 18 9.4
1.2 [1.5]2.0|SE-40120TR |LTW-15S
AR | g 25 12 24 1012 2519 114
1212M-1.5-150 | @ | @ 150 )
0810K-2-125 @@ 10 8 | 4 9.211.6
3|8 10125 18
1010K-2-125 (@@ 20 | 10 9.15/1.7
SE-40120TR |[LTW-15S
1212F-2-85 [ ) 25 | 12 2 4 11012 85 19 11115 2.0/3.0
1212M-2-150 @@ 150 1.7
1616M-2-150 @® 32 |16 | - | 4 | 9 | 16 |150|24.5/15.15 SE-50125TR| LTW-20
1010K-2.5-125®® 20 (10| 2 | 3 | 8 |10 |125/18 | 9
1212F-2.5-85 |@ 85 SE-40120TR |LTW-15S
2 12| 2 1 12 1 11 12.02.4)|3.
1212M-2.5-150 | @ | @ 2 4 0 150 9 0 3.0
1616M-2.5-150 | @ ® 32 | 16 | - 9 | 16 |150|25.5| 15 SE-50125TR| LTW-20
1616M-3-150 @® 32 | 16| - | 4 | 9 | 16 |150(25.5/14.8/ 2.4 | 3.0 |4.0|SE-50125TR| LTW-20
@ Applicable Inserts
Applications | Grooving/Traversing | Grooving/ Traversing |~ Grooving | Full-R / Copying | Full-R / Copying | Deep Grooving / Cutff | Deep Grooving / Cutff | Deep Grooving / Cut-off | Deep Grooving/ Cut-off | Deep Grooving / Cutoff | Deep Grooving
Ref. Page G18 G18 G18 G18 G19 G20 G20 G20 G20 G20 G21
Insert | MW mMS MG MT NB TK TK CBN
i - PCD
Toolholder
GMM1520.MT
GMM2020.MT | GMM1520.NB | GMM2020.TK | GMN2..TK
KGM'....1.5 . ) ) . . GMM1520%...MT | GMM2020..NB | GMM2020%..TK | GM¥.2..TK ) )
GMM20207..MT
GMM2020.MT GMM2020..TK GMN2
GMM2S20.MT | 1 ioion g | GMMZS20.TK | GMN2..TK | <t o5
KGM....2(T GMM2420. MW | GMG3020..MS | GMG2520..MG | GMG3020..R ) GMM3O20.MT | S0 g | GMM3020.TK | GMN3..TK | s GMN2
L...2(T) GMM3020..MW | GMM3020..MS | GMG3020..MG | GMM3020..R GMM2020T.MT | o\ | GMM2020TL.TK | GM7A2.TK | ohe o7 GMN3
GMM2520%...MT " | GMM2520%..TK | GMP/L3..TK GM%
GMM3020%..MT GMM3020%..TK -
GMM2520.MT GMM2520..TK
KGM™....2.5 GMM2420. MW | GMG3020..MS | GMG2520..MG | GMG3020..R GMM3020.MT | GMM2520.NB | GMM3020.TK | GMN3..TK | GMN3
booet 0 GMM3020.MW | GMM3020..MS | GMG3020..MG | GMM3020..R . GMM25207%...MT | GMM3020..NB | GMM2520%..TK | GM¥.3..TK | GM%.3 GMN3
GMM3020%..MT GMM30207...TK
GMG3020..MS GMG3020.MG GMG3020..R GMN3..TK GMN3
R GMMS3020. MW | GMM3020..MS > | GMM3020..R GMM3020..MT GMM3020.TK | GMN4..TK |  GMN4 GMN3
KGM /L3(T) GMM2020. MW | GMG4020..MS gmgigggmg GMG4020..R - GMM30207...MT GMM3020.NB GMM3020%L.TK | GM#.3..TK |  GM™L.3 GMN4
GMM4020..MS 2| GMM4020..R GM%4.TK| GM%4
GMG4020..MS GMG4020..R GMN4
KGM....4(T) GMM4020. MW | GMM4020..MS | GMG4020..MG | GMM4020..R GMN4.TK | 2o GMN4
GMM5020. MW | GMG5020..MS | GMG5020..MG | GMG5020..R . . . . GM4.TK | svma GMN5
GMMS5020..MS GMM5020..R
GMG5020..MS GMG5020..R
R GMM5020. MW | GMM5020..MS | GMG5020..MG | GMM5020..R GMN5 GMN5
KGMPA...5(T) | Gueoao.ww | GuGE020. M | GMiGE020.1G | GMGenz0. R | CMGABOZ0-R | - ) ; ) GMN6 | GMN6
GMM6020..MS GMMB020..R
R GMG6020..MS GMG6020..R
KGM"....6T GMMB020.MW | 2y e o0, s | GMGB020.MG | Syo o e | GMGAB020.R - - - - GMN6 GMN6
KGM"....8 GMMB8030.. MW - GMG8030..MG - GMGA8030.R - - - - - -

For recommended cutting conditions, see page @ G76
For recommended cutting conditions of CBN / PCD, see page @ G74

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




CERACUT Plunge&Turn

B KGM Width: 3.0~8.0mm
T A
e m
Ao |
A [s2]
5
i L2‘ I‘
B el |
NGIRE :
L1 IR \
ALl [ Y L1 _
e Right-hand shown T
@ Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W (mm) E— p—
Description ] @)
R|L|{Hi=h|H2 | H3| B |L1|L2 |F1| A | T MIN. | MAX. E’
KGM®L 1212H-3 @0 12 4 6 |12 100 10.8 3.0/ 3.0 SB-TR - LTW-20 -
1616H-3 @ ® 16 7 |16 14.8
2020k3 @@ 20 | 20125/ 2" 188 %** ° | Js0la0| - [MOL g
2525M-3 ® 0 25 25 [150 23.8 HH5X25
2020K-4 |@ @[ 20 20 |125| _ 18.3 HH5X16 O_E
2525M-4 (@@ 25 | [ |25/150 27 33 34|10 401500 - Fhieos | Lw-4
2020K-5 ® 0 20 20 (125 17.8 HH5X16 o
2525M-5 ®@® 25| - | 7 |25(150| 27 22.8/4.4| 10 5.0/6.0 - HH5EX25 - LW-4 'g
3232P-5 ® 0 32 32 170 29.8 ]
2525M-8 @ ® 25|75 25 (150 22.0 o
3232P-8 o0 3 - 10.5 32 1170 40 29.0 6.0| 25 8.0/ 8.0 - HH6X25 - LW-5
[+ Dimension T shows available grooving depth. |
« 4.0mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder’s rigidity.
. KGM-T (Deep Grooving Type) Width: 2.0~6.0mm
- T
N Ll .
I : L2
hamnd T 5 piw OI)
L |o =
©\ < Q T
e Right-hand shown A L
e Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W (mm) — pr—
Description ] \)
RIL|{HI=h|H2 |H3| B |L1|L2 |F1| A | T MIN. |MAX. é
KGMF/L 2012K-2T17 (@ |@®| 20 12 |125 11.15 SB-5TR - LTW-20 -
2020K-2T17 @@ 20| - | 7 | 20 |125| 33 [19.151.7 | 17 2.0/3.0 i HH5X16 i LW-4
2525M-2T17 @ |@®| 25 25 1150 24.15 HH5X25
1616H-3T20 @ ®| 16 | 4 16 |100 14.8 - HH5X16 - LW-4
2012K-3T20 (@ ®| 20 | - 12 |125 10.8 SB-5TR - LTW-20 -
2020K-3720 (@ @[ 20 - | 7 |20 125 *° gy *t 20| 3OO kexie
2525M-3T20 (@ @®| 25 | - 25 1150 23.8 HH5X25
2020K-4T20 (@ @®| 20 20 |125| 36 (18.3 20 HH5X16
2525M-4T20 @ @ 25| - |7.5]|25|150| 36 [23.3/3.4| 20 4.0(5.0 - HHEX25 - LW-4
2525M-4T25 (@ |@®| 25 25 1150| 41 23.3 25
2525M-5T25 (@ |@®| 25 25 1150 22.8
3239P-5T25 @@ 32 | ~ 8.5 32 1170 42 0.8 44|25 5.0/6.0 - HH5X25 - LW-4
2525M-6T30 @ @ 25| - |9.5]|25|150| 45 22.4/5.2| 30 6.0/6.0 - HH5X25 - LW-4

- Dimension T shows the distance from the Toolholder to the cutting edge. Refer to the Table (G21) for the relationship between the available Grooving Depth and the Cutting Dia.
+ When using GMG / GMM type (2-Edge) insert, set the groove depth under 15mm.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

G23



External Grooving (External / Face Grooving) TooIhoIders/

A J
L=z o)
[ | vy ! ¥
! L2
)
— -~ 6/"‘ | IV
N o e
Lini .
Tee ) L1 |
o Right-hand shown
m
O ,
«—> o
******* T T
I<_
i
© T
O_E e Right-hand shown I L L1 -
o @ Toolholder Dimensions
£ Width Spare Parts
S . .
8 Std. Dimension (mm) W (mm) — Wrench
(0] Description @)
— R|L|Hi=h|H2|H3| B |L1|L2 |F1|F2| T MIN|MAX v

KGMM%. 1212H-3 00 12 4 5 12 100 10.8 SB-5TR - LTW-20 -

1616H-3 @@ 16 16 14.8 - -

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

KGMS"™. 1212H-3 00 12 4 5 12 100 17 15 3.0]3.0| SB-5TR - LTW-20 -
1616H-3 ®® 16 16 17 21.5 48 GS-50 - - LW-3
2020K-3 @@ 20 | - 6 20 |125 25| ' 3.0/5.0 - HH5X16 - LW-4
2525M-3 00 25 25 [150 30 - HH5X25 -

. . \- Dimension T shows available grooving depth. (See the table G52 for Face Grooving ) \

@ Applicable Inserts [External Grooving]

Applications  |Grooving/ Traversing| Grooving / Traversing Grooving Full-R / Copying Grooving Grooving Grooving Grooving Grooving Grooving
Ref. Page G18 G18 G18 G18 G20 G20 G20 G20 G20 G21
e Mw MS MG MT NB TK - [TK CBN
g PCD
Toolholder
KGMS%.1212H-3 | GMM3014.. - - GMM3014..R - - - - - .
GMG3020..MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMM*....3 GMM3020. MW| 5154020, MS | GMG3520. MG| GMG4020.R GMN3.TK | GMN3 GMNS3
KGMST..3 | ouiaead-\iy|GMIM4020.MS |GMG4020 MG | GMM4020_R| CMMI020-MTIGMMS020-NB | GMMS020.TK - Gpyng 1 | S e
h GMG5020..MS|GMG5020..MG| GMG5020..R
GMM5020..MS GMM5020..R
@ Applicable Inserts [Face Grooving]
Applications  |Grooving/ Traversing| Grooving / Traversing | Grooving / Traversing | Grooving / Traversing Grooving Full-R / Copying Grooving Grooving Grooving Grooving
Ref. Page G19 G18.19 G18 G18 G18 G18 G20 G20 G20 G20, G21
Insert L | Mw MS MG MT NB TK o
Toolholder
KGMS":1212H-3 - GMM3014..RU - - - - - - - B,
GMG3020..MS GMG3020..R GMN3
KGMM7L.3  |FGGY.3020. |GMG3020.RU G020y SUMIT20.MS GGS020.MG GNIN020. R GVINg
FGGR14020..| GMG4020..RU|GMM4020.. MW " - "~ 5| GMM3020..MT|GMM3020..NB | GMM3020..TK GMN5
KGMS%....3  [FGG7.5020..| GMG5020.RU | GMMS5020. My |SMM4020. MS GMGA4020. MG| GMM4020..R GMN3..TK

For recommended cutting conditions, see page @ G76
For recommended cutting conditions of CBN / PCD, see page ® G74

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)

G24



CERACUT Plunge&Turn

@ Min. Cutting Dia. (Face Grooving)
® KGMM / KGMS (Common)

@ Selection of Insert & Toolholder (Face Grooving)
@ Case of KGMM

Toolholder| L-hand Toolholder| R-hand t - Grooving Depth
Insert L-hand Insert R-hand :
§ § 7777777 % '' r DE . Min. Grooving Dia.
o o Q
Description @Dmin t
Toolholder,  R-hand Toolholder| ~ L-hand GMG / GMM3020- OOL ]
Insert L-hand Insert | R-hand GMG / GMM4020- OO ]| @100 4.8
GMG / GMM5020- OOL ][]
FGG".3020-02 222 4.3
FGG".4020-04 228 48
i - FGG".5020-04 230 )
GMG3020-150RU 222 4.3
GMG4020-200RU 228 48
GMG5020-250RU 230 )
@ Case of KGMS
Toolholder]  R-hand Toolholder]  L-hand O_E
Insert L-hand Insert R-hand
()]
£
>
(@]
o
©)
. KGMU (External Undercutting Toolholder)
A
[aa]
4
[s2]
T
Y
y
T
Y
- L1 |
e Right-hand shown
® Toolholder Dimensions
. . Edge Width Spare Parts
Std. Dimension (mm) W (mm) Wrench
Description
R|L|H1=h|H3| B | L1 |L2 |F1| T MIN.|MAX.
KGMU?L 2020K @0 20 20 125, [23.6 5.0 | HH5X16
2525M 00 25| ° 25150°%286 %8 3-016.0) HAsx25 LW-4

« Dimension T shows the distance from the Toolholder to the cutting edge. See the table Dimension F1 shows at GMM5020-RU. ( ) indicates external grooving inserts when installed.

below for the available Grooving Depth.

@ Applicable Insert

@ Undercut Depth t

Applications

Undercutting

Ref. Page

G18

Shape

Toolholder

7

KGMU%. 2020K
2525M

GMG3020..RU
GMG4020..RU
GMG5020..RU

« External grooving inserts (grooving width 3mm~6mm) will be attached.
(In case of using GMGO(020-O0, GMMOO20-OOO0, GMNO insert)

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

Description Undercut Depth | Dsiiee fon e face

t (mm) ap (mm)
ols GMG3020-15RU 3.5 1.8
1% |GMG4020-20RU| 4.0 1.9
GMG5020-25RU 4.5 2.1

* In case of undercutting for the diameter over 100mm,
external grooving inserts
GMG OO 20- OO, GMM OO 20- OO,
GMN O are also available.

G25



i

Grooving

External Shallow Grooving Toolholders Top Clamp
[Ceramic TG Insert] -
B KN91
T
- o @
t WAt -
- E -
e Right-hand shown
@ Toolholder Dimensions
Std Di . Spare Parts
’ imension (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
RIL|Hi=h|H3| B | L1 |12 |[F1| A | T @}/
KN91%L 44-4 o0 40 |22.5/3.4| 15 CEA1 1121
44-5 @ ® 25| 16|25 |150| 42 |22.5/4.4 | 17 - BH8X30 | W-8 SP-8 | LW-5
44-7 [ J 42|21 |6.4| 17 CE-131/141

[ Dimension T shows available grooving depth. |

Clamp: KN91%. 44-4 / 5 ... CE-111 for Right-hand Toolholder, and CE-121 for Left-hand Toolholder.
KN91%1 44-7 ... CE-131 for Right-hand Toolholder, and CE-141 for Left-hand Toolholder.

. Appllcable Inserts P_|Carbon Steel/ Aloy Steel Classification of usage
M |Stainless Steel
— (mm) E zz:t_fl::, S Metals ° @ : Continuous-Light Interruption / 1st Choice
Description L H S [Titaniom Auuo ) Continuous-Light Interruption / 2nd Choice
GS91-4 12 5.0 7 - Y @ : Continuous / 1st Choice
ard materials (under 40HRC) . ) )
GS91-5~GS91-8 15 75 H Hard materils (over 40HRG) | O O : Continuous / 2nd Choice
Dimension (mm) Ceramic cmc Rof
Insert Description w | Z | Applicable Toolholder | Page for
W re © 3 Toolholder
<<
L GS = . L
o 91-4 4.0 05 KN91%....4
/7 91-5 5.0 e KN91%....5
- © gj 91-6 6.0 G26
T
91-7 7.0 0.8 R
3 918 3.0 ° KN91%....7
9 Recommended Cutting Conditions
Recommended hnsettGrade
. (Cutting Speed m/min) f (mm/rev)
Wl\c/?rl:plgc;e Ceramic
e A65 8S918 | 8917
GS91-6 | GS91-8
Cast Iron (FC / FCD, etc.) 1500300 0.03~0.07|0.04~0.08
Hard Materials X, 10.02~0.050.04~0.07

Inserts are sold
in 10 piece boxes.

% : 1st Recommendation

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




CERACUT Plunge&Turn

For Aliminum Wheel External Groovingl/

. KGMW (External / Facing / Copying)

N L@H@ .

_—.1 Q
— = -
- < T
A L3 g
e Right-hand shown =
@ Toolholder Dimensions
Std. Dimension (mm) Sc?eaare Pflivrrt:nch
o S,
Description =) Applicable Inserts
P R | L|H=h|H2 H3| B | L1| L2 | L3 | F1 A T / oA
KGMWRL 2525M-6 | @ @ 228 | 4.4 GMGW6030-30R
25|13 [10.3| 25 |150| 40 | 55 25 |HH6X25| LW-5 GMGW8030-40R
2525M-8 1@ | @ 22| 6 GMGW8030-40R-HR O_E
@ Applicable Inserts
(o))
Dimension (mm) PCD £
Shape Description No. of §
W | re L | H | M | s | Edgee | KPD001 5

QBB GMGW 6030-30R | 6 | 3 5 | 45 1 ()

R 30 | 55
:'.i_i I[:@ 8030-40R | 8 4 6 6 1 o
s : \
< =
L LN GMGW 8030-40R-HR | 8 4 | 30 |55 6 5 1 o
ji=

* GMGW insert is exclusively used for KGMW type / KIGMW type toolholder. It cannot be used for other toolholder because of its different installation angle.

’||w=0.03||5

©® Recommended Cutting Conditions
Insert Grade (Vc: m/min)

PCD @ f at Grooving (mm/rev)
Workpiece Material @ f at Traversing (mm/rev)
KPD001 ® ap at Traversing (mm)

@ 0.05~0.3 mmirev
Aluminum 1505700 @ 0.2~0.8 mmirev
® MAX.3 mm

% : 1st Recommendation

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)
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Summary of Internal Grooving

M Internal Grooving 28~

B -

Deep
Grooving

G28

_ Min.Cutting Dia.: 28~12
Width: 1.0~3.0
Depth: 1.5~2.2

=G36

Min.Cutting Dia.: 812~40
Width: 1.0~5.0
Depth: 1.7~5.5

=G40

Shallow
Grooving

Min.Cutting Dia.: 14~40
Width: 1.0~5.0
Depth: 2.5~6.5

Molded Ground Ground Chipbreaker
=G36 \_ Chipbreaker Chipbreaker Full-R y
4 = N\

| _KIGBA 2
Min.Cutting Dia.: 035~40 o ﬁ

Width: 0.5~4.8 | o N
Depth: 1.0~2.8 Ground Ground Chipbreaker MY Chipbreaker
=G43 | Chipbreaker Full-R y

" Min.Cutting Dia.: #32~66
Width: 3.0~5.0
Depth: 12~15

2-Edge
i
R -
Ground Ground Chipbreaker
\_ Chipbreaker Full-R
1-Edge 2-Edge 2-Edge
Ground Ground Ground Chipbreaker
\_ Chipbreaker Chipbreaker Full-R

2-Edge

KITG

Min.Cutting Dia.: 835~40
Width: 0.75~4.5
Depth: 2.0~2.5 Ground

=»G44 Chipbreaker

* KITG type will be switched to KIGBA type.

Molded

»G48 Chipbreaker

Min.Cutting Dia.: g45~65 Crﬁggtj::ker
Width: 4.0~8.0 A
Depth: 12 ;
=»G45
Molded
Chipbreaker



M Internal Grooving & Traversing 220~

CERACUT Plunge & Turn

= G46 '
KIGM-V /
Min.Cutting Dia.: 20~40

Width: 3.0~5.0 Molded Molded Chipberaker
Depth: 5.5~11.0 Chipbreaker Full-R
=»G47

-

Min.Cutting Dia.: 865
Width: 8.0
Depth: 20
Molded
Chipbreaker

kChipbreaker

7 F

Ground Ground Chipbreaker

Full-R

~

J

Min.Cutting Dia.: 965
Width: 8.0
Depth: 2.2

=»G47

B Small Dia. Internal Grooving @4~

2-Edge Tip-Bar & System Tip-Bar

lﬂi

Min.Cutting Dia.: g4~7 e —
Width: 1.0~2.0
Depth: 1.5~2.0 2-Edge Tip-Bar

=G30

VNG
Min.Cutting Dia.; g4~7 J
Width: 1.0~2.0
Depth: 0.8~2.0 System Tip-Bar
=»G33

|| Grooving ﬁ n

G29



| Grooving ﬁ

1
G30 r in 1 piece boxes. ,:

[Solid]

2-Edge Tip-Bar for Micro Internal Grooving HPG type_-

. HPG (Micro Internal Grooving)

& H S
w 1 — — —
| —
W
& W= & ™ LZ 1
20° i
Details of Edge 3 L3
‘*71;__/4—“,—1____ ==
e Right-hand shown
@ Tip-Bar Dimensions
Min. Dimension (mm) Insert Grade
S i i
o Cutting Dia. PVD Coated Cartide|  Carbide
Description
PR930 KW10
oA W08 | re oD H L1 L2 L3 L4 F T
R L R L
HPG". 0404-10 1 e o o
— 4 4 3.35 60 15 3.65 1
0404-20 2 8 e o o
0505-10 1 e o o
— 5 5 4.3 4.55 1.5
0505-20 2 “0 e o o
20.02 70 20 0
0606-10 1 0.05 e o o
— 6 6 5.2 5.5
0606-20 2 10 ) e o o
0707-10 1 e ©o o
e —— 7 7 6.2 80 25 6.45
0707-20 2 e o o

I « Dimension T: shows available grooving depth. I

@ Description Table for Tip-Bars and Applicable Sleeves

Tip-Bar Applicable Sleeve
@®G31
HPG". 0404--- PSH 04---
0505--- 05+
0606--- 06-----
0707--- 07

© Recommended Cutting Conditions

Recommended Insert Grade
(Cutting Speed: m/min) HPG%.04 HPG%.06
Workpiece Material (o cuescane| Carbide LA LA Remarks
PR930 | KW10 f (mm/rev)
Carbon Steel / Alloy Steel | 7% ~0.03 ~0.05
Stainless Steel 30‘580 - ~0.02 ~0.03 Coolant
Non-ferrous Metals - ~§Jo ~0.05 ~0.08

% 1st Recommendation v<: 2nd Recommendation

_____________________

: Tip-Bars are sold @ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)



@ Applicable Sleeve

L L1
> e &1t 1
&) =t S i
‘ ! © o, 1510 S o
M|, N/ Slum 3
s g% Bl | 8 S, o '
(Tip-Bar installation side) Fig.1 (Tip-Bar installation side) Fig.2 (Tip-Bar installation side) Fig.3
) . Spare Parts Ref. Page for
Dimension (mm) 2 | Screw Wrench Applicable | 2-Edge Tip-Bar
Description 2 2 Q Machine Ref. Page fi
N ® . Fage for
*od1|@D1|oD2 | ed2 | H [L1|L2 | L3 | & \\&& / Manufactuer ( other 2-Edge )
Tip-Bar
PSH 0412-80 @ 4 6
0512-80 ® 5 )
12 | 16 11 180 | 20 - |Fig.1| HS4x4P LW-2
0612-80 ® 6 8
0712-80 @ 7
(General use)
PSH 0416-100 @ ¢4 5
0516-100 ® s . O_E
16 - 15 100 | - - |Fig.2| HS4x4P LW-2
0616-100 @ 6 8
0716-100 @ 7 =
PSH 0420-120 @ 4 5 o Amaga Wasino §
guro o
0520-120 5 iti i
o 20 (175 19 [ 120 | 20 Fig.3| HS4x4P Lw-p |Citizen machinery . ©
0620-120 ® o6 Precision Tsugami Grooving
8 7.5 Miyano (HPG)
0720-120 @ 7 (General use) = G630
PSH 0425.0-135 @ 4 5 o5 Amada Wasino
0525.0-135 5 ’ Eguro
e 25 | 18 24 |135| 23 Fig.3| HS4x4P LW-2 Precision Tsugami
0625.0-135 ® o 8 8 Miyano Boring
0725.0-135 e 7 (General use) (HPB) = F18
PSH 0419-120 @ 4 6 9 Back Boring
0519-120 ®| 5 1905 _ (HPBT) = F18
| 17.5 18 | 120 | 20 Fig.3| HS4x4P LW-2
0619-120 @® 6 (07 8 75 Face Grooving
0719-120 @ 7 ’ Citizen (HPFG) = G53
PSH 0425-120 ® ¢ Machinery _
® s 6 9.5 Threading
0525-120
254/ 4q 244120 | 23 Fig.3| HS4x4P LW-2 (HPT)= J24
0625-120 ® 65 (1 6 o —
0725-120 ® 7
PSH 0422-135 @ 4 6 o5
0522-135 5 ’ i i
e 22 | 18 21 135 22 Fig.3| HS4x4P Lw-p | StarMicronics
0622-135 ® o6 8 6 Nomura VTC
0722-135 @ 7
PSH 0423-120 @ ¢4 5 o5
0523-120 ® 5 ’ )
23 | 18 22 120 | 22 Fig.3| HS4x4P LW-2 Nomura VTC
0623-120 ® 6 8 8
0723-120 ® 7

*: Length of @d1...20mm (PSHO04)
...25mm (PSHO05, PSH06, PSHO07)
« Choose sleeves (gd1) to meet with @D dimension of Tip-Bar.
* Names of machine builders are listed in the order of the Japanese syllabary with omitted titles of respect.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)
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| Grooving ﬁ

I
G32: in 1 piece boxes. E

: : : Solid
Tip-Bar for Micro Internal Grooving (Solic

M PSG-S (Tip-Bar) This insert will be switched to HPG type (2-Edge See Page & G30).

o Right-hand shown

Classification of P | Carbon Steel / Alloy Steel [ )
assilication ot usage M | Stainless Steel [ ]
@ : Continuous / 1st Choice | K[ Cast Iron [ ]
O : Continuous / 2nd Choice| N[ Non-ferrous Metals [ J 0
S | Titanium Alloy [ o
i H Hard materials (under 40HRC) [ } %)
@ Tip-Bar Hard materials (over 40HRC) 5
e
Min. B PVD |8 >
Cutting Dimension (mm) E| Coated |2 g
\ Q . © .
o Dia. O| Carbide |5 %
Description h
HEEEE
gA | W2B | C oD H L1 L2 L3 L4 F T |O % % s
Lo X
oo
PSG"L 0510-60S 1.0 | 0.05 ()
0520-60S 5 20 | 01 3.8 | 3.6 60 15 . 01 1186 | 1.5 °
0610-70S 1.0 | 0.05 [ J [ 2K )
0620-70S 6 12001 4844|7020 2.36 ° o0 632
0710-70S 1.0 | 0.05 [ ] [ X )
0720-70S 7 20 | 04 58 | 5.2 70 20 0 03 | 286 | 2.0 ° ®oe0
0810-80S 1.0 | 0.05 () [ X )
0820-80S 8 |20 01 08 62802 3.38 ° o0
[+ Dimension T shows available grooving depth. |
« Dimension L4 indicates the cutting edge is above the Tool's Center Position.
@ Applicable Sleeve This sleeve is for 1-Edge Tip-Bar. For 2-Edge Tip-Bar, See Page ® G31.
. . Spare Parts
(Previ DI SREHER (i) Screw Wrench Applicabl
oL revious |- pplicable
Shape Description - = .
Description) | @ Tip-Bar
oD1/gD2/ed1| @d2 | H |L1|L2 &
f‘i\ PH 0412-60 | PH -0412|O 3.8 6 PSGH.0500-00S
0512-60 -0512|O 4.8 PSGH.06 OO-00 S
o = -
@Ej =03 oet260 os12/0| 12|58 g | | 00|20 HSHE T W2 Fhseyor00-00s
L2 L 0712-60 -0712|O 6.8 *PSG08 OO-00 S
2IIZII&IIIIIIIIIIIIIII”A PH 0416-80 | PH -0416|0O 3.8 PSGY.05 00O-00 S
i —— g 0516-80 -0516|O 4.8| Rp'h PSG*.06 00-00 S
s 0616-80 | -0616]0| '°| %% |58 (psy) 12| 80|20 | HS4X4 | W2 Fesaier 00-00s
(Tip-Bar insiallation sidz) 0716-80 -0716|0O 6.8 *PSG.08 00-00S
« Besides the above Sleeves, Collet Chucks are also available in the market . * PSFG.08 OO _20S is available.
¥ Recommended Cutting Conditions
Recommended Insert Grade (Cutting Speed: mimin) ‘ Remarks on PSG-S type Tool |
. . PSG06 How to install
. | Cermet |PVD Coated Carbide| Carbide | pSG05 |PSGO7 PSG-S should be installed accurately because errors from the cutting
Workpiece Material P=) P PSGO8 Remarks|  edge’s height and angle affect the machining precision in the micro
8 8 e grooving application. When installing, set the cutting edge above
f-_’ 14 ; the center position as shown in the Table 1. All PSG-S type tools are
o X |Feed Rate (mmlrev) produced to have the cutting edge above the center position.
e * N N (See dimension L4)
Steel 60~ 120 30~ 100 0.03~0.05 @ In case of using the exclusive sleeve (PH OO 12-60, PH OO 16-80), the
. Pie * - - cutting edge of PSG-S tool comes to the suitable position automatically.
Stainless Steel 50~100 30~80 0.02| ~0.03 | Coolant ® In case of using the collet chuck in the market, adjust the center
g * - - height according to the Table 1.
iz s izl ~ 300 0.05 0.08 It is easy to adjust the center height using the edge’s flat part.
% : 1st Recommendation v : 2nd Recommendation (Fig.1)
(Table1)
Grooving Tip-bar | Center height (mm) -
PSGO05 type 0.1 =
PSG06 type ? Flat part of edge Flat cut part
PSGO7 type 0.3 § _
PSGO08type | | SFFFT—-- —
| (Fig.)

| Tip-Bars are sold @ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)



System Tip-Bar for Micro Internal Grooving [Solld]

B VNG
L2 1
(v &Y“ w 7
I S /‘W‘\ o
\ P 5 v
2 ST - :
W=£0.03 (Edge enlarged) _li T { } l
e Right-hand shown
Classification of P | Carbon Steel / Alloy Steel [ J
asstlication of usage M | Stainless Steel O
@ : Continuous / 1st Choice | K| Cast ron ° 5
O : Continuous / 2nd Choice | N | Non-ferrous Metals %
S | Titanium Alloy <
. . Hard materials (under 40HRC) ) S
® Insert Dimensions A Hard materials (over 40HRC) t
Min. 3 PVD |3 =
Cutting Dimension (mm) E| Coated |2/ PCD o2
g [0} R © @®©
Dia. O | Carbide |5 o
Description <o %
2828282 & @E
oA W re oD H L1 L2 L3 L4 F T |O ﬁ &’ @ = E E
Faojoa|X S o
VNGR 0410-11 4 1.0 | 0.05 35 | 08 [ JL 3
0420-11 2.0 | 0.10 308 | 11 01 [ JL o
0510-11 s | 10 /005 ' " s 1o @@ Jele ©
0520-11 2.0 | 0.10 i 39 i ' [ JL [ JK —
0610-20 6 1.0 | 0.05 ’ 52 | 18 [ JL [ JL
0620-20 2.0 | 0.10 398 | 20 03 [ JL [ JL
0710-20 7 1.0 | 0.05 ’ ' 62 | 20 [ JL [ JL F12
0720-20 2.0 | 0.10 ' [ JL [ JK F13
VNGR 0410-11NB 4 1.0 | 0.05 35 | 08 OO0 F14
0420-11NB 2.0 | 0.10 308 | 11 01 ' 0|0
0510-11NB 5 1.0 | 0.05 ' ' 44 | 10 0|0
0520-11NB 2.0 | 0.10 ) 39 ) ' 0|0
0610-20NB 6 1.0 | 0.05 50 | 18 0|0
0620-20NB 2.0 | 0.10 398 | 20 03 ' 0|0
0710-20NB 7 1.0 | 0.05 ' ' 62 | 20 0|0
0720-20NB 2.0 | 0.10 ) ' 0|0

[+ Dimension T shows available grooving depth. |
« Dimension L4 indicates the cutting edge is above the Tool’s Center Position.

© Recommended Cutting Conditions

Recommended Insert Grade (Cutting Speed: m/min)
Cermet | PVD Coated Carbide | Carbide VNGO4| VNGOG
Workpiece Material = = o | YNGOS5 | VNGO7 | Remarks
@ 23| 8| =
© | g | & | 2
o o X f (mm/rev)
Carbon Steel / Alloy Steel 60?*7120 30?*7100 301‘;00 ~0.03|~0.05
. Coolant
Stainless Steel | .0700 | 50%%0 | 30¥s0 ~0.02 | ~0.03
Non-ferrous Metals ~§60 ~0.05|~0.08

% : 1st Recommendation ¥ : 2nd Recommendation

@ : Std. ltem O : Check Availability s | |
R : Std. Item (R-hand Only) L  Std. Item (L-hand Only) System Tip-Bars (VNG) are : CBN & PCD Inserts are sold :G33
____________________ [ ——

e S
I
I

I
I
. sold in 5 piece boxes. | in 1 piece boxes.



| Grooving j&

Internal Grooving SIGE

/

M Applicable Inserts

() P |Carbon Steel / Alloy Steel [ )
mm
v inl I
Description A L H od M |Stainless Stee hd Classification of usage |
GEY....-A 6.69 65 258 25 ezt O] @ : gt iterupton/ st Choice | 3
GE?----AR N |Non-ferrous Metals @ | : Light Interuption / 2nd Choice 2
GE"...-B ) =
GER...-BR 8.46 82 3.18 27 S |Titanium Alloy @ | ® : Continuous/ 1st Choice §
GER...-CM 5.8 11.48 4.05 2.8 Hard materials (under 40HRC) [ ) O : Gontinuous / 2nd Chaics o
GER...-DM 6.8 16.44 5.05 3.4 H o=
GER....EM 9.54 21.66 555 44 Hard materials (over 40HRC) >
©
Dimension (mm) |Cermet| Coses | Carbide o
o 0 o [0}
L 8 o | 2| e Applicable o
Insert Description wielclre 8|5 2|8 Toolholder
[ o o <
R-hand shown RILIRILIRIL|IRIL
GE%. 100-005A 1.00 o0 0o [ JL )
120-005A 1.20 0050 @ ®® [ J ) SIGE"...A-EH
125-005A 125/1.5/1.8 000 0 SIGER/L".A-WH
Lesa A=
150-010A 1.50 01 00 e [ J[ )
200-010A 2.00 900 e [ J )
GEfiL 100-005B 1.00 o0 0o [ JL
120-005B 1.20 0050 @ ® e [ J )
125-005B 1.25 [ 2 JC J0 J ([ J
145-010B 1.45 22126 o0 0o [ JL J SIGE"/L...B-EH
150-010B 150 7101000 e (L J SIGE"....B-WH
200-010B 2.00 (2 JC J0 J (L J
250-020B 2.50 neeee o0 G36
2-Edge 300-020B 3.00 “oooe® N0 G37
G38
GER 100-050AR 1.00 1518 0.5 [ ) o SIGER...A-EH
200-100AR  [2.00 1.0 ° ° SIGER...A-WH
GER 100-050BR 1.00 I 0.5 [ ] o SIGER...B-EH
200-100BR  [2.00 1.0 ° ° SIGER...B-WH
GER 150-010CM 1.50 01 @
200-010CM 2.00 ' [ J SIGER...C-EH
250-020CM 250(2.5(2.7 [ J SIGER...C-WH
300-020CM 3.00 0.2 [ J
350-020CM 3.50 [ ]
GER 150-010DM 1.50{ 3.0 01 [ J
200-010DM 2.00 ' o
230-020DM 2.30(3.2 [ J
250-020DM (250 4.8 (] SIGER...D-EH
300-020DM 3.00 0.2 [ J
350-020DM 3.50(4.5 @
400-020DM 4.00 [ )
GER 150-010EM  |150]3.0 ° G36
0.1 G37
200-010EM 2.00(3.2 [ )
ERa%0Dp0EM-400-030EM 250-020EM  |2.50 45 ®
222'3222: zgg 6.8 : SIGER...E-EH
[ - 55 0.2
400-020EM 4.00 o
u 450-020EM 4.50 6.5 [ )
Molded Chipbresker S oy 500-020EM  |5.00| °
| « Dimension B: shows available grooving depth. |
@ Comparison of Chip evacuation (Molded Chipbreaker) @ Comparison of Chip evacuation (Min. Bore Dia.: 8)
15CrMo4 (SCM415 (Mini Bore Dia. 216 15CrMod (JIS:SCM415)
— f (mmirev) ( (Minimum Bore Dia ) Evaluation ~ f (mmlrev) Evaluation
Description 0.05 0.07 0.1 Description 0.02
SIGERIG12CEH @ g, : : _ | Good Chip | |SIGER0808A-EH| @ € © 1
GER300-020CM(PR1025) | L2 ('\ 9 ﬂ Control GER200-010A LIl -
CompetitorA | g , (PR1025) | & %W
Competior W %@ &) g | reenoece  |Ursebepoon P =
X o '1 O : ] W Competitor C 5 T x
Competitor B G\ AL v R/ ' Unstable chip control Width: 2 ® e
idth: ?«’W wn ; and biin Idth- zmm -
Width: 3mm e . " Q 9 m Chipping

: Inserts are sold
in 10 piece boxes.

(Internal evaluation)

[Vc=50m/min, ap=1.25mm, Wet]

(Internal evaluation)

@ : Std. Item O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




M Applicable Inserts

P |Carbon Steel / Alloy Steel (")
5 m T v mm) M |Stainless Steel () Classifcation of
escription (] assification or usage S
GER/L"C K |Cast Iron © o: Lightlnterrupﬂon/1stCh?)ice é
GER...-CR 58 1.48 4.05 28 N |Non-ferrous Metals o (% : Light Interruption / 2nd Choice | .
GELD S [Titanium Alloy @ @ : Continuous / 1st Choice 8
[ . . . [
GER...-DR 68 16.44 5.05 3.4 Hard materials (under 40HRC) ([ J © : Continuous  2nd Choioe §
GE"L...-E 9.54 21.66 5.55 4.4 : Hard materials (over 40HRC) %
Dimension (mm) |Cermet ggé%g Carbide 6.0.
- Q& |wle Applicable ©
Insert Description wielclre % E T = Tc’;g)lhol der o
(- I
R-hand shown RILIRTLIRTLIRTL
GE"fL 100-005C 1.00 o000 0o
120-005C 1.20 0.05 o o0 e
125-005C 1.25 o000 ee
140-005C 1.40 ( o0 e
145-010C 1.45 00 0e0oe
150-010C 1.50 o000 00 . G36
170-010C 17012527 @] [@/®® ::g:;&gm G37
185-010C 1.85 o |oee G38
195-010C 1.95 o o0 e
200-010C 2.00 00 0eoe
250-020C 2.50 00 0e0oe O—E
300-020C 3.00 020000 ee
2Edge 350-020C 3.50 000000 2
GE"fL 100-005D 1.00 0.05 00 00o 5
140-005D 1.40(2.5 Vol eoee® <
1450100 |145 00000 ©
150-010D 1.50 00 0e0oe —
170-010D 1.70 30 (] o0 e
185-010D 185" 0100 |©0e
195-010D 1.95 o o0 e
200-010D 2.00 o000 0o
225-010D 2.25 4.8 o o0 e SIGE"/...D-EH
230-020D 2.30 392 00 0e0oe
250-020D 2.50| 00 0e0oe
275-020D 2.75 o o0 e
280-020D 2.80 0.20 e o000
300-020D 3.00 70000 ee
GER300-020D~400-020D 330'020D 3.30 4 5 . . . .
350-020D 350 00000
400-020D 4.00 00 0e0oe
GE". 100-005E 1.00/2.5 00500 e e e e G36
150-010E 1.50 o0 0000 G37
170-010E 1.70 30 o o0 e
185-010E 1.85| 01 o o0 e
195-010E 1.95 e o0 e
200-010E 2.00 00 0e0oe
225-010E 225(3.2 o o0 e
230-020E 2.30 0020200
250-020E 2.50 00000
275-020E 2.75 6.8 o o0 e SIGE"/...E-EH
280-020E 2.80(4.5 (] o0 e
300-020E 3.00 00 0e0oe
330-020E 3.30 02 o (L)
350-020E 3.50 0000 ee
400-020E 4.00(5.5 00000
430-020E 4.30 o eo@
450-020E 4.50 00000
460-020E 460/6.5 o o0 e
2-Edge 500-020E 5.00 00 eoo
o a GER 200-100CR  |2.00 1.0 e @ G36
3 SIGER...C-EH
. 250-125CR  |2.50|2.5(2.7|1.25 e o SIGER..owH  |G37
- 3 é 300-150CR  |3.00 15 e @ G38
o] GER 200-100DR  [2.00|3.2 1.0 e o G36
o [ eo. 4.8 SIGER...D-EH
FulR - 300-150DR  [3.004.5 15 e (@ G37

| « Dimension B: shows available grooving depth. |

@ :Std. Item O : Check Availability R : Std. Item (R-hand Only) L : Std. Iltem (L-hand Only) | reens are Sall) ]
' in 10 piece boxes. ,'G35



| Grooving ﬁ

G36

Internal Grooving SIGE

/

M SIGE-EH Excellent Bar (with Coolant Hole)

Coolant Hole (2d) v w_éu Coolant Hole (ed)
— 3 Ql Fi
= 4 g Fig.1 8| Fig2

Coolant Hole (ad)

Coolant Hole (ed)

-2 Fig3 f*l—f‘—wLDT Fig.4
- g, Fig. ——1 ol Fio

1612C-EH shank is 3 face cut

type (top, bottom and one side;
Coolant Hole (ad) ype (top ide)

al
S[ Fig.5

Coolant Hole (ad)

Fig.6

[a]
B

L1

e Right-hand Shown

R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.

® Toolholder Dimensions

Min. Spare Parts
Std. |Cuttin Dimension (mm o
L Dia.g (mm) .£ |Clamp Screw| Wrench .
Description % Applicable Inserts
W @) FT <2
RIL| 0A |oD|H |L1|L2| F | T |od| O " /
- DT
; GE"100-005A~GE"/.200-010A
SIGE". 0808A-EH @ @ 8 8 | 72|100| 20 |48 | 15| 3 |Fig.1|SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR
1010B-EH @ @ | 10 25 | 6.2 Fig.1 GE".100-005B~GE™.300-0208
1210B-EH @ | @®| 12 10 9 125 30 | 7 22| 3 Fig.2 SB-2255TR B DT-7 | GER100-050BR~GER200-100BR
1412CEH |@ |@| 14 33| 8 Fig.3
12 |11.4| 150 4 - GE™.100-005C~GE".350-020C
1612C-EH (@ @ 20 |85 |25 Fig.4| sB-2570TR | FT-8 | - | GER150-010CM~GER350-020CM
1616CEH | © © 16 16 1 15 11601 36 | © 5 GER200-100CR~GER300-150CR
GE".100-005D~GE":400-020D
2020D-EH @ @®| 20 20 | 19 |180| 40 [121|45| 5 Fia.5 SB-3080TR [FT-10 - GER150-010DM~GER400-020DM
9- GER200-100DR~GER300-150DR
2525E-EH ® 0 25 25 | 24 |200| 45 |15.6 GEY100.005E~GEY500.020E
100- ~ L500-
3232E-EH 0 32 32 30.4 220 55 |19 | 65| 5 SB-4085TR |FT-15 - GER150-010EM~GERB00-020EM
4032E-EH ® ® 40 250 | 45 | 23 Fig.6
| « Dimension T: shows available grooving depth. |
M Features

@ Large chip pocket screw clamp toolholder design
provides excellent chip evacuation.

Large chip pocket

Screw Clamp

Conventional Clamp

@ Cost effective chip control from
a molded chipbreaker

GER-:*M type

® SIGE toolholder and Sleeve for Automatic Lathes

Can be restrained
by sleeve

* SIGE toolholder

The locating surface for the sleeve
lock screw reaches nearly to the
insert pocket.

This provides a maximum range of
overhang adjustment to reduce
chatter.

@ Cutting edge is free
from contact face.

Contact face

. Contact face

_

@® An 8mm minimum cutting diameter with
a 2-Edge design
@ New Grade PR1025 improves stable
machining
New Grade PR1025
(Micro Grain Carbide + PVD Coated Carbide)
Long toal life and stable machining for internal grooving

* Applicable Sleeve Toolholder
Provides adjustment to toolholder overhang to
reduce vibration and chatter.

To retain the groove depth, the edge is single
straight core shape thinner than the shank.

@ : Std. ltem O : Check Availability

R : Std. ltem (R-hand Only) L : Std. Iltem (L-hand Only)



.

B SIGE-WH Carbide Shank Bar with Coolant Hole)

e Right-hand Shown

Coolant Hole (ad)

=

/

g|  Fig.1

L1

Coolant Hole (2d)

ros

1 Fig.2

lant Hole (@d)

01 Fig.3
8|

L1

R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.

-

@ Toolholder Dimensions

/
/

Grooving

Min. Spare Parts
Std. |Cutting Dimension (mm) o
i S |Clamp Screw| Wrench
Description Dia. % P Applicable Inserts
a @) FT o
R|L| ¢A |eD| H L1 |L2| F | T |ed "
DT
GE".100-005A~GE"200-010A
SIGE". 0808A-WH @ @ 8 8 | 72|125| 28 |48 |15 3 o SB-2045TRN| FT-6 - GER100-050AR~GER200-100AR
1010B-WH @ | @| 10 125| 35 | 6.2 9. GE".100-005B~GE".300-020B
1210B-\WH @ @] 12 109 140 45 | 7 22| 3 SB-2255TR - DT-7 | GER100-050BR~GER200-100BR
1412C\WH @ @ 14 150 | 50 | 8.7 Fig.2 GEY.100-005C~GE.350-020C
12 |[11.4 25| 4 - SB-2570TR | FT-8 - GER150-010CM~GER350-020CM
1612C-WH @ @ 16 180| 20 | 8.5 Fig.3 GER200-100CR~GER300-150CR

« Dimension T: shows available grooving depth. ‘

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

L Applicable Insert & Rake Angle (a) after Installment of Insert
Description : :
Ground Chipbreaker a(®) Molded Chipbreaker a(®)
GE%.100-005A~GE"®.200-010A °
SIGE":. 0808A-EH GER100-050AR~GER200-100AR 5 - -
1010B-EH | GE®.100-005B~GE®300-020B 50
1210B-EH | GER100-050BR~GER200-100BR ; )
M GE%.100-005C~GE®.350-020C
L - -~ L - o ~ - o
1612C-EH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1616C-EH
GE¥.100-005D~GE®.400-020D o o
2020D-EH GER200-100DR~GER300-150DR 9 GER150-010DM~GER400-020DM 10
2525E-EH
3232E-EH GE%.100-005E~GE%.500-020E 10° GER150-010EM~GER500-020EM 10°
4032E-EH
GE%.100-005A~GE".200-010A °
SIGE". 0808A-WH | (rr100.050AR~GER200-100AR 5 - -
1010B-WH
1210B-WH | GE?.100-005B~GE?.300-020B 5° N 3
1008B-WH-90 | GER100-050BR~GER200-100BR
1210B-WH-90
w GE%.100-005C~GE®.350-020C
L - -~ L - o — °
:‘:311;:(‘:”\:; GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L:

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

Std. Iltem (L-hand Only)

G37



For Automatic Lathe

Internal Grooving SIGE

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

Coolant Hole (2d)
®O
7 i
= :
T H .
. - Fig.4
£ L1 9
7
QQ Coolant Hole (2d)
0
— } A } }
— R )
- - - \H Fig.5
=
: L1
e Right-hand shown \_ R-hand Insert for R-hand Toolholder.

® Toolholder Dimensions

Min. Spare Parts
Cuttin Dimengion (mm )
. Dia_g (mm) £ |Clamp Screw| Wrench .
Description Std. 2 Applicable Inserts
o FT <
o &)
oA |oD| H L2| F| T ed E /
DT
SIGER 1008B-WH-90 | ® | 10 | 8 |72/ |25 66| | . | |0 oo 7.7 | GER100-0058-GER300-0208
1210B-WH-90 | @ 12 |10 | 9/ 30 66| '9- : ) " | GER100-050BR~GER200-100BR
GER100-005C~GER350-020C
1412C-WH-90 ([ J 14 12/11.4| 90 | 35 |74 | 25| 3 |Fig.5| SB-2570TR | FT-8 - GER150-010CM~GER350-020CM
GER200-100CR~GER300-150CR

| Grooving ﬁ

* See page @G37 for applicable Insert & Rake Ang7é) after Installment of Insert.

@ Applicable Sleeve

H/2, H1 10 25 = 10 25
I (@) o=
10 25°
45
L2
- ! A\W‘ S
SL 777777777 —— 8
Holder instaljation side Holder installation side r
Fig.1 Fig-2
. . Spare Parts
Dimension (mm) o S P W h
L g crew renc Applicable Machine
Description Std. 2 Manufact
gd1 |@D1|@D2|ed2 | H |H1 | L1 | L2 | & @ anutactuer
\
SHA 0820-120 e |8
20 14 12 19 19.25] 120 - |Fig.1 i
/1020_120 ° 10 19 AmacEia Wasino
SHA/ 0825.0-135 e | s HS6x4P LW-3 Sguro
14 ) Precision Tsugami
1025.0-135 [ ) 10 | 25 14 | 24 | 115|135 | 17 |Fig.2 Miyano
1225.0-135 [ J 12 16
/éHA 0819-120 ° 8 .
1019-120 ° 10 19.05| 14 12 18 [8.75| 120 - | Fig.1
SHA 0820-120 [ J 8 )
1020-120 o |10 | 20 M| 121919250120 - (FigT)ahap LW-3 Citizen Machinery
SHA 0825.4-120 [ ] 8 14
1025.4-120 [ ] 10 (254 14 |24.4| 12 | 120 | 17 |Fig.2
1225.4-120 [ ] 12 16
SHA 0822-125 ° 8 14 _ Star Micronics
1022-125 [ J 10 | 22 14 | 21 10 | 125 - | Fig.1 HS6x4P LW-3 Nomura VTC
1222-125 [ J 12 16
SHA 0823-120 [ J 8 14
1023-120 [ ] 10 | 23 14 | 22 |10.5| 120 | 16 |Fig.2 HS6x4P LW-3 Nomura VTC
1223-120 [ ) 12 16

* Length of @d1...45mm (SHA all types)

« Select a sleeve dimension gd1 by adjusting for toolholder dimension @D.
« Names of machine builders are listed in the order of the Japanese syllabary with omitted titles of respect.

@ : Std. ltem O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

G38



Internal Grooving SIGE

B Recommended Cutting Conditions (Ground Chipbreaker: GE%.++-A(R), GE%.+B(R))

Recommended Insert Grade @ f at Grooving
Workpiece (Cutting Speed: m/min) @ f at Traversing R )
i . K K emarks
Material Cermet PVD Coated Carbide| ~ Carbide ® ap at Traversing
GE®.  100~200-010A GE®. 100~200-010B
TN6020 PR1025 KW10 " 100-200-100AR " 100~200-100BR Gl ZU-Ee-
(10.01~0.03 (10.02~0.04 (10.02~0.04
Carbon Steel 50%780 50%'80 - @0.01~0.03 (@0.02~0.04 (20.02~0.04
(®Max. 0.05 ®Max. 0.05 ®Max. 0.1
(10.01~0.03 (10.02~0.04 (10.02~0.04
Alloy Steel x * - ©0.01-0.03 ©0.02-0.04 ©0.02-0.04
50~80 50~80
(®Max. 0.05 ®Max. 0.05 ®Max. 0.1
Stainl (10.01~0.03 (10.01~0.03 (10.01~0.03
Stzler:l ess - 50380 - ®0.01~0.03 ®0.01~0.03 (®0.01~0.03
(®Max. 0.05 (®Max. 0.05 (®Max. 0.1 Coolant
(10.01~0.03 (10.02~0.04 (10.02~0.04
Cast Iron - - * (@0.01~0.03 (20.02~0.04 (20.02~0.04
50~80
(®Max. 0.05 (®Max. 0.05 ®Max. 0.1
Non-ferr (10.01~0.03 (10.02~0.04 (10.02~0.04
M(;talz ous - - 50._*1'00 (@0.01~0.03 (20.02~0.04 (20.02~0.04
®Max. 0.1 ®Max. 0.1 ®Max. 0.2
10.01~0.03 (10.02~0.04 (10.02~0.04
Brass - - * (@0.01~0.03 (0.02~0.04 (20.02~0.04
50~100
(®Max. 0.1 ®Max. 0.1 ®Max. 0.2
* Use PVD coated grade or carbie for traversing with edge width 1mm. (GE#, 100-005A / 100-005B) % 1st Recommendation ¥r: 2nd Recommendation C M
Il Recommended Cutting Conditions (Ground Chipbreaker: GE%.+++C(R), GE.+++D(R), GE%.++E) o
c
B ol T B @ f at Grooving 3
ecommendead Inse raae f
(Cutting Speed: m/min) @ f at Traversing o
ap at Traversin %)
@apatT ing @ o
Workpiece PVD - GE™ 100~200-010C | GE¥. 250~350-020C T —_—
Material | CeMel |coated catice| CAMPIdE | ™ apioocr | a-anvce £
x
GEYL 100-145010D | GE', 160-195:010p | CF'- 200-280-020D GElL 300-400-020D
TN6020 | PR1025 | GW15 T
GEYL 100-010E | GE': 160~195.010F | °=" Jo /e | GEYL 250-330-020E GE'l 350~430-020E | GE' 450~500-020E
(10.03~0.08 (10.03~0.08 (10.04~0.09 (10.04~0.09 (10.05~0.12 (10.05~0.12 (10.05~0.12
Carbon Steel S * - (20.03~0.08 (20.03~0.08 (20.04~0.09 (20.04~0.09 (0.05~0.1 (20.05~0.1 (0.05~0.1
120~180 | 60~140
(dMax. 0.3 (®Max. 0.3 (dMax. 0.3 (®Max. 0.3 (dMax. 0.5 (®Max. 0.5 (@Max. 0.5
10.03~0.07 10.03~0.07 1 0.04~0.08 1 0.04~0.08 10.05~0.1 10.05~0.1 0.05~0.1
AIon Steel ¥ * - @0.03~0.1 ®0.03~0.1 2 0.04~0.08 @ 0.04~0.08 ®0.05~0.1 @0.05~0.1 ®0.05~0.1
100~160 60~120
(®Max. 0.3 (®Max. 0.3 (@Max. 0.3 (®Max. 0.3 (@Max. 0.5 (®Max. 0.5 (®Max. 0.5
10.03~0.07 0.03~0.07 (1 0.04~0.08 (1 0.04~0.08 10.05~0.1 10.05~0.1 ©0.05~0.1
Stainless Steel w * - @0.03~0.1 @0.03~0.1 (2 0.04~0.08 2 0.04~0.08 @ 0.05~0.1 @ 0.05~0.1 ®0.05~0.1 —
70~130 | 60~110 1
(@Max. 0.3 (®Max. 0.3 (Max. 0.3 (®Max. 0.3 (3Max. 0.5 @Max. 0.5 (@Max. 0.5 ©
10.03-008 | 10.03~0.08 | 10.04~0.09 | 10.04~0.09 | ©0.05~0.12 | 10.05~0.12 | 10.05~0.12 8
Cast Iron - - * (0.03~0.08 ®0.03~0.08 (2 0.04~0.09 @ 0.04~0.09 ®0.05~0.1 @0.05~0.1 ®0.05~0.1 o
60~100
(®Max. 0.3 (®Max. 0.3 (@Max. 0.3 (®Max. 0.3 (@Max. 0.5 (®Max. 0.5 (®Max. 0.5
00.05~0.12 | ©0.05~0.12 | ©®0.05~015 | ©®0.05~0.15 | ®©0.08~0.15 | ®0.08~0.15 | 10.08~0.15
Non-ferrous X (2005012 | ©005-0.12 | ©005-0.15 | ©005-015 | @008-045 | @0.08-015 | @0.08~0.1
Metals - - 150~300 @ 0.05~0. @ 0.05~0. .05~0.15 (2)0.05~0.15 . .15 . .15 @0. 15
(@Max. 0.5 (®Max. 0.5 (@Max. 0.5 (®Max. 0.5 3 Max. 0.8 (3 Max. 0.8 (® Max. 0.8
10.05~0.12 0.05~0.12 10.05~0.15 0.05~0.15 10.08~0.15 10.08~0.15 10.08~0.15
Brass - - 100t250 @0.05~0.12 @0.05~0.12 @0.05~0.15 @0.05~0.15 @0.08~0.15 @0.08~0.15 ®0.08~0.15
(®Max. 0.5 (®Max. 0.5 (3Max. 0.5 (®Max. 0.5 (3 Max. 0.8 (3 Max. 0.8 (3 Max. 0.8
* Use PVD coated grade or carbie for traversing with edge width 1mm. (GE%.100-010C / 100-010D / 100-010E) % 1st Recommendation vs: 2nd Recommendation

B Recommended Cutting Conditions (Molded Chipbreaker: GER+**CM, GER+*-DM, GER+**EM)

Recommended Insert Grade @ f at Grooving
(Cutting Speed: m/min) ® f at Traversing
W'\(Xg:g:.gie Cermet Coatezv(?arbide Carbide ® ap at Traversing Remarks

GER 150-200-010CM | GER 250~350-020CM

TN6020 | PR1025 | GW15 | GER 150~200-0100M GER 230~250-0200M | GER 300~400-020DM
GER 150~200-010EM GER 250~300-020EM | GER 350~400-020EM | GER 450-500-020EM
®0.03~0.1  |®0.03~0.12 |1 0.04~0.12 |@®0.05~0.12 |1 0.05~0.12 |@ 0.05~0.12

Carbon Steel - 60‘!1'60 - @0.03~0.1 |@0.03~0.1 |@0.04~0.1 |@0.05~0.1 |@0.05~0.1 |(@ 0.05~0.1

® Max. 1.0 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5

©0.03~0.1  |10.03~0.1 |®0.04~0.12 |1 0.05~0.12 |1 0.05~0.12 |1 0.05~0.12

Alloy Steel - * - ® 0.03~0.1 @ 0.03~0.1 @ 0.04~0.1 @ 0.05~0.1 @ 0.05~0.1 ® 0.05~0.1 Coolant
60~140

® Max. 1.0 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5

(1 0.03~0.08 |1 0.03~0.08 |@0.04~0.08 | 0.05~0.1 (1 0.05~0.1 1 0.05~0.1

Stainless Steel - * - (@ 0.03~0.1 (@ 0.03~0.1 (@ 0.04~0.1 ® 0.05~0.1 @ 0.05~0.1 (@ 0.05~0.1
60~110

® Max. 1.0 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5 ® Max. 1.5

% 1st Recommendation vs: 2nd Recommendation

G39



| Grooving j&

G40

Internal Small Diameter Grooving
Toolholders [GV Insert]

M Glv

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

e Right-hand shown

(o) 2
Y B e —
I s |
a 1 F
L2 \ |
L1
-
~ Tel
T E T e T
= [H—
L2 H
L1
I |
S |
5 =t
‘; N \ S
2 [ L-—H ‘

Fig.1

Fig.2

Fig.3

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

. GIV-E Excellent Bar

Shows top edge shape of
GIV%.1612-1AE (No jaw part
under Insert)

e Right-hand shown

Fi

Fig.1

9.2

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

B GIV-W carbide Shank Bar

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

e Right-hand shown

L2

L1

R-hand insert for R-hand toolholder, L-hand insert for L-hand toolholder.

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

Description @ G42 Rake Angle (a)
Toolholder General Grooving | Full-R Grooving TN90, TC60
TC40 PR630, PR930

(Square) (Round) KWA10
GIV7....1SS GV.100SS~300SS - 10° 15°
GIVF....1S GV%.100S~340S - 10° 15°
GIV7....1SE GV%.100S~340S - 3° 8°
GIVH/L...1A( ] ) GV¥L100A~340A GV%L100AR~150AR 3° 8°
GIVA...1B([])| GV9.145B~250B GV7.100BR 4 o°
GIVH/L...ZB( ] ) GV*.280B~400B GV%.150BR
GIV?....1C([])| GV*.280C~340C - . 10°
GIV7....2C([J)| GVA.400C~500C -




GIvV

® Toolholder Dimensions

Min. : : Spare Parts
St CBtig'_]g Dimension (mm) 2 Clamp Set Wrench Wrench
Description E @
RIL|gAleD| H L1 2| F| T %%

GIVA. 1216-1SS |@ @ 12| 16 | 15 |150| 20 | 6.0| 2.2 Fig.1| CPS-4V -

1420-1S ®® 14 20|19 150| 24 [70] 22 Fig.1| CPS-5F -

1620-1A @® 16| 20|19 [160| 28 80| 22 Fig.2| CPS-5V -

2025-1B o0 Note2) D g _

e oe 20 25| 2318035 100 " Fig.2| CPS-5V .

2532-1C 00 25 200 | 43 [125 Fi2

3232-1C @ ® 32| 32|30|220) 52 |16.0 Ne24.5 '9-

4032-1C @ e 40 250 | 43 |21.0 Fig.3

2532-2C e e 25 200 | 43 [12.5 Fio2 ) CPS-6v ) LW-3

3232-2C @ ® 32| 32|30|220) 52 |16.0 M55 '9-

4032-2C @ e 40 250 | 43 |22.2 Fig.3
GIVA. 1412-1SE  |@|®| 14 | 12 [11.4]150| 18 [ 77| 17 Fig.1| CPS-5F - FT-15 -

1612-1AE  |@®| 16 | 12 [11.4[150 | 19 | 82| 22 Fig.2| CPS-5V - FT-15 -

2016-1BE (@@ 20 [11.2] Meenp g ,

2016-2BE @@ 20 6 192/180) 1o 1117 nesgp | (Fig2) CPSSV - FT-15 -

2520-1CE (@@ 25 | 20 | 19 | 200 25 [14.5| Nw04.5

3225-1CE (@@ 32| 25|24 |220| 24 [17.5| Nen4.5 O_E

4032-1CE  |@@®| 40 | 32 | 31 | 240 | 29 |21.0| Meen4 5 ,

2720-2CE  |@®|®| 27 | 20 | 19 |200| 25 [16.2 Fig2| - CPSBV - LW-3 2

3225-2CE (@@ 32 | 25 | 24 | 220 | 24 |18.7| Nt455 3

4032-2CE (@@ 40 | 32 | 31 [240 | 29 |22.2 (%
GIVAL 1616-1AW |@|®| 16 | 16 | 15 | 175| 48 |106] 22 - | cpssv - FT-15 -

2020-1BW (@@ Note?) D g —_—

20202BW @@ 2| 20| 19220/ 60 |145| o - | cps-5v - FT-15 -

2525-1CW (@@ Note) 4 5

eos 00w @@ 25| 25| 24| 260| 70 j1e1) o . - CPS-6V - LW-3

\ *Dimension T shows available grooving depth.\

Note 1: GV¥.200B~250B Insert is available up to a Groove Depth 3.2mm.

Note 2: GV¥.300B~400B Insert is available up to a Groove Depth 4.2mm.

Note 3: GV¥.340C Insert is available up to a Groove Depth 5.5mm

Note 4: GV¥.430C~500C Insert is available up to a Groove Depth 6.3mm

Note 5: GV¥.300B~400B Insert is available up to a Groove Depth 3.8mm. (When using GIV7.2016-2BE)

Note 6: GV%.340C Insert is available up to a Groove Depth 4.7mm. (When using GIV#.2520-1CE)

Note 7: GV%.340C Insert is available up to a Groove Depth 5.3mm. (When using GIV#.3225-1CE, GIV%.4032-1CE)

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

G41



Insert for Small Internal Grooving

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

GIvV

| Grooving ﬁ

(mm)
Description A L H l\ljl ::;Tg::;; f"°y Steel : Classification of usage
GV....SS 36 9 3.0 K TGastiron g
GV*....S 4.0 11 4.0 N |Non-ferrous Metals ') @ : Continuous-Light Inerrupton / 1st Choice
GVAL..A 4.0 12 5.0 S [Titanium Alloy K ) o Contiuous-Light nerrupton  2nd Choice
GVR/L. ..B 4.5 15 55 H Hard materials (under 40HRC) O t gg::::ﬂgﬁ: j ;ztjcgl?g?:e
GVR/L. ..C 5.8 21 6.5 Hard materials (over 40HRC)
Dimensions (mm)| Cermet |o,o/D. cotie| PCD .,g 5
L (Previous oo —To| Applicable |25
LE=CiE DOSEE Description) | v | g | re § g g 2D g 8|&| Toolholder E%
R-hand shown e & % N4 % & & =
GV7. 100-020SS |GV 100SS | 1.00 @O0 R O
125-020SS 125SS [ 1.25 DOOR0D
145-020SS 145SS | 1.45 o000 R
200-020SS 200SS |2.00 23| 0-2 OIRD GIV.---18S
B_ . 250-020SS 250SS[2.50 DORID
- ¢ﬂ'5 oo 300-020SS 300SS [3.00 o o0 o
V L e w U [GVWL 100-020S |GV 100S | 1.00 OO0
— % 125-0208 1255 [1.25 ONIRD
It 145-020S 1458 [1.45 ® 0RO GIVHi--1S
185-020S 185S 1.85/ 2.3| 0.2 OORID GIViL--1SE
200-020S 200S [2.00 o000 L
250-020S 250S | 2.50 OORD
1-Edge 340-020S 340S [3.40 OORID
GV, 100-020A |GV7. 100A |1.00 o0 0o
120-020A 120A | 1.20 o
125-020A 125A |1.25 OOR0D
140-020A 140A | 1.40 )
145-020A 145A | 1.45 DORID
170-020A 170A | 1.70 ® 7.
185-020A 185A [ 1.85 , 4| 5 e R O g:foL,,,:ﬁE
195-020A 195A [1.95| <2 | V" ® .
R,
200-020A 200A | 2.00 o000 GIV7.--- 1AW
225-020A 225A [2.25 e
250-020A 250A | 2.50 DOORD
275-020A 275A |2.75 )
300-020A 300A |3.00 DOOEID
340-020A 340A |3.40 e R O
8 GV7. 1450208 |GV7. 145B |1.45| , o e 0o
e 185-020B 185B | 1.85| < OOIRD ]
< W00 200-020B 200B | 2.00 OO0 GIV7.---1B
e 225-020B 225B [2.25 ® GIVY.--1BE | Gao
S, '% 230-020B 230B 2.30| 5, ® RO R GIV.---1BW
250-020B 250B 2.50| | o000
275-020B 275B |2.75 : 0
280-020B 280B | 2.80 ® RIRIR
300-020B 300B |3.00 OO0 GIV7.---2B
325-020B 325B (3.5 , ® GIV?.---2BE
340-020B 340B [3.40 ™ ® RIR|R GIV.---2BW
400-020B 400B | 4.00 OORD
GV7. 280-020C |GV. 280C |2.80 DORD GIVAL--1C
300-020C 300C |3.00 4.5 o o0 e GIVY..-1CE
325-020C 325C [3.25 ® GV 1CW
340-020C 340C [3.40 o o0 e -
400-020C 400C |4.00/ 5.5/ 0.2 e 0o
425-020C 425C |4.25 o GIVi---2C
430-020C 430C |4.30 DOORD GIV#.---2CE
460-020C 460C [4.60| 6.3 DORD GIV.---2CW
2Edge 500-020C 500C |5.00 o000
GV7. 145-020A |GV 145A | 1.45 R| GIV¥-—-1A
. 200-020A 200A |2.00/ 2.3/ 0.2 R| GIVY.---1AE
7 e 300-020A 300A |3.00 O/ GIV.---1AW
<[@ 00| GV 200-020B |GV 200B |2.00 R lezw-ﬂa
gl 3.2 GIV¥.---1BE
) ’% 250-020B 250B | 2.50 0.2 R| GV 1BW
300-020B 300B |3.00] 4.2 O] GIV%---2BO
GV7. 300-020C |GV7. 300C [3.00(4.5] ., O] GIV%--1Cc O
2Edge 400-020C 400C [4.00/ 55| - O] GIV¥---2c O
5 GV7. 200-100AR |GVF. 100AR|2.00 1.00 ® R OR GIVY.---1A
B L6 400 250-125AR 125AR|2.50| 2.3[1.25 RIR|R|R GIVY.---1AE
L 300-150AR 150AR]3.00 1.50 R/R|R|R GIVA--- 1AW
ree | VLT % GV7. 200-100BR |GV7. 100BR|2.00/ 3.2/1.00 ® R R|R GIV¥.---1B O
Ful-R 300-150BR 150BR3.00/ 4.2]1.50 R/RIR|R GIV¥.---2B O

[- Dimension B shows available grooving depth. |

For recommended cutting conditions, see page ® G75

________________________________________

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

Inserts are sold
in 10 piece boxes.

@ : Std. Item O : Check Availability
R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)



Internal Large Diameter Shallow Grooving Toolholders/

M KIGBA
20
T I o
[ S s S e
© i ] \
[
L2 H
L1
e Right-hand shown ’ L-hand insert for R-hand toolholder, R-hand insert for L-hand toolholder.
@ Toolholder Dimensions
Min. Spare Parts
Std. (Cutting Dimension (mm)
Dia. Clamp Set Wrench
D o Applicable Inserts
escription =
_ ®G6~G8
RILIgA|gD| H |[L1|L2| F | T ?j]
KIGBA™ 3525-16 @@® 35| 25|23 |220| 30 |17.5/ 3.0 LGBA-16'.S FT-15 GBA32'% type
4032-22 @ ® 40 | 32 | 30 |250| 30 |23.0/ 3.0 LGBA-22'4S FT-15 GBA43'% type
- Dimension T shows the distance from the Toolholder to the cutting edge. O_E
Available Groove Depth : KIGBA%.3525-16 ... “B” Dimension of the Applicable Insert
2.0mm for KIGBA%.4032-22...GBA43%.125-020,145-020,100-050R
2.8mm for the Inserts except the above. o
+ Clamp Set : LGBA-OLS for Right-hand Toolholder, and LGBA-ORS for Left-hand Toolholder. <
@ Rake Angle (a) after Installment of GBA type é
GBA32%.000-000 GBA43%.000-000 GBA43%.000-000R (Full-R) O
o Insert Grades a Insert Grades a Insert Grades Full-R Description
-9° KBN510, KBN525 TN9O
TN9O ’ +1° 050R~150R
+1°| PR630 PR930 PR1115 PR905 PR630 PR930 PR1115 PRO05
KPDO001, KPD010 TC40, TN9O
+1° | PR630 PR930 PR1115 PRI05 TN9O 200R
KPD001, KPD0O10 +5° | PR630 PR930 PR1115 PR905
+11° KW10 110 KW10 KW10 050R~200R
@ Rake Angle (a) after Installment of GBA-MY type
a Insert
GBA43%.175MY
+6° §
GBA43%.350MY
+5°| GBA43%400MY

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

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)



| Grooving ﬁ

Screw Clamp

Internal Large Diameter Shallow Grooving Toolholders [TG Insert]/

B KITG (Changes to KIGBA, See ® Page G43)

® Right-hand shown l L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.
@ Toolholder Dimensions
- . i Spare Parts
Std. e DEREeD (i) Clamp Screw Wrench
Description @)
RIL|gA|gD| H [L1|L2| F E -
=
=
KITG. 3525T-16 ®@® 35| 25| 23 |220| 18 17.5 SB-4TR -
4532T-22 @ @® 45| 32| 30 |250| 20 [22.5 - GS-50

+ Available Grooving Depth : KITG%3525T-16=2.0mm, KITG%.4532T-22=2.5mm ‘

* KITG will be switched to KIGBA as an Internal Large Diameter Shallow Grooving Toolholder; however, it will continue to be sold as Internal Threading Toolholder (@& J23).
+ GBA Insert cannot be installed to this toolholder.

B Applicable Inserts P [Garbon Sicel /Aoy Sieel | @ Coeoaton o
(TG type insert changes to GBA type @ See page G6 ~ @ G8) M |Stainless Steel assflication of usage
(mm) K |Castlron
o N  |Non-ferrous Metals @ : Continuous-Light Interruption / 1st Choice
Description A T od S [Titanium Alloy @) - Continuous-ight Interuption  2nd Choice
TG32— 9.525 3.18 4.5 H Hard materials (under 40HRC) .\ ggm::zgﬂ: j ;?dcgﬁé?:e
TG43_ 12.70 4.76 5.5 Hard materials (over 40HRC)
Dimension (mm)| Cermet »E 3
Insert Description C |lo|o| oo | Applicable Toolholder E %
W|B|o 2238 3 S
R-hand shown re |l F|F|F o
. TG32%. 075 0.75 [ J
A gWEe® 095 |0.95 [
General (Square) ” 3[}: 125 1 25 .
( 5 145 |1.45 2.0 |C0.1| @ KITG%. ---16 Ga4
< ; 150 | 1.50 °
- 175 1.75 [ J
TG32 type (Corner is C shape) 200 2.00 o
TG43%. 150 1.50 [ J
175 1.75 [ J
ﬁ . 2
200 2.00 350 [ J
o008 230 2.30 [ J
AL W 250 |2.50 °
e \@ 265 |2.65 °®
<©] [H= 280 (28040 | .| ® KITGY. 22 | Ga4
(genera! (iqusre) “ gT_ 300 3 . 00 ' .
omer is R shape) 330 330 .
350 3.50 [ J
400 4.00 50 (]
T Teastype | 430 (430 " |04 @
450 4.50 [ J
[- Dimension B: shows available grooving depth. For recommended cutting conditions, see page® G73
* KITG will be switched to KIGBA.
* For applicable insert, TG insert changes to GBA.
Change Insert Grade TN60 for TN90.
GBA insert has various types of material available for user's cutting condition requirements.
* Check the cornner-R(re) of the insert when changing.
R @ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L : Std. ltem (L-hand Only)

i Inserts are sold

I
G444 in 10 piece boxes. ,:




Top Clamp

Internal Large Diameter Deep Grooving Toolholders [GH/ GHU Insert]/

NS

(Minimum Cutting Dia.)

N (Available Grooving Depth)

® Right-hand shown

@ Toolholder Dimensions

: . . Spare Parts
Min.
Std. josrgna Dimension (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description <)
e
RILlgAlgD H L1 |L2 F | T =
KIGH®L 4532B-4 o 45| 32 | 30 |200 28.2
5540B-4 o 55|40 | 38 |250| 27 |32.2| 12
6550B-4 [ ) 65 | 50 | 48 |300 37.2 CGH-1L
4532B-5 o 45 | 32 | 30 |200 28.2 -
5540B-5  |@ | 55|40 | 38 250 27 |32.2| 12 HHeX25| W6 | SP6 | LW5
6550B-5 o 65 | 50 | 48 |300 37.2
5540B-7 o 55|40 | 38 [250 32.2
6550B-7 _ |@ |65 50 48 300 27 372 12 ceH-2L
+ Dimension T shows the distance from the Toolholder to the cutting edge. For the available Grooving Depth (t) see “List of Minimum Available Cutting Diameter and Groove Depth”.
+ Dimension L2 depends on the width of the installed Insert.
@ Rake Angle (a) after Installment of GH / GHU @ List of the Minimum Cutting Diameter and Grooving Depth (Refer Fig.A) g
When using GH OOOO - OO | When using GHU OOOO Toolholder oD (Minimum Cutting Dia.) g
a Insert Grades a Insert Grades 15}
-5° AB5, AGGN KIGHY.  4532B-O | 2110 | 270 | 265 | 60 | @55 | @45
e TNgT 0C4T°C o 50 TNGO 5540B- O | 270 | 260 255 —
+15°| PR30, PR30 CR9025 6550B- O 260
KW10 Available Grooving Depth t(mm) | 12 | 115 | 11 | 10 | 9 |unders
. Appllcable Inserts I\F;I :;'::;?::ﬁ"oysmel : Classification of usage
K |CastIron @0 [
e r @ : Continuous-Light Interruption / 1st Choice
Description g .'I\.‘i:n:j:;o:jo';netals : O :Com:nﬂoﬂs-ulghtInterrupt:on/2nd Chcl:ice
GH4020- OO ~GH8020- OO 20 = — ! :Cont?nuous/1st Choige
75 H ar (under 40HRC) [ ] O : Continuous / 2nd Choice
GHU OOOO 20 Hard materials (over 40HRC) Ole
f . B, PWD
. D'Trﬁrr]ns)'on Cermet §§ chrabt;ci caties: Ceramic .
Insert Description W . slslels § § § o o z § Applicable Toolholder
[=2]
FERREEES<SE
GH 4020-02 0.2 [ ) ) ( J[ ] R .
402005 | *° 05 | @@ eee0ee KGHI4532B4
o 5540B-4
S 4520-02 0.2 [ ]
= 452005 | *° |05 ® 6550B-4
2, L‘Lﬁl e = .
© - 5020-02 50 0.2 [ JC ) L I )
EQZ]{I 502005 | °° [ 05 | @@ o000
5 @ 5520-02 0.2 [ ] R
Ground Chipbreaker 5520-05 5.5 0.5 ) KIGH /ngigg-g
6020-02 6.0 0.2 [ ) ) ( J[ ] 6550 '5
6020-05 | °° [ 05 | @@ e0e o B-
; 6520-02 0.2 [ ]
87 6.5
g 6520-05 0.5 0
;j: e 702002 | ., | 02 | @® 00
VEQZIEI 702005 | '° [05 | @@ o000 @
oL a0 752002 | o | 02 ° KIGH?.5540B-7
Ceramic Geramic insertis 7520-05 ) 0.5 [ ] 6550B-7
above shape. 8020-02 8 0 02 . . . .
8020-05 ) 0.5 [ J[ ) ( J[ )
2% GHU 4020 40 | 025 |@ o KIGH%. - B-4
o e
L 5020 50 | 0.30 @ [
) < PI KIGH".--OO0 B-5
Molded Chipbreaker 8 @ 6020 60 030 . .

For recommended cutting conditions, see page® G73

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only) e s ame celll

I
¥ in 10 piece boxes. ,:G45



Internal Grooving Toolholders Ve

M KIGM-V

I
T

Coolant Hole (26)

N

Exit hole of collant

® Right-hand shown

@ Toolholder Dimensions

| Grooving ﬁ

i . . Width Spare Parts
Std. s Dimension (mm) (mm) S TR
Description
RIL|gA|eD| H |[L1|L2| F | T MIN. [MAX. g E
KIGM™. 2016B-3V @®® 20 | 16 | 15|150| 25 [11.5/5.5 GS-50 ) LW-3 i
2520B-3V @®® 25|20 |18 (180| 32 [14.5/6.0 3.0/3.0
3225B-3V @®® 32| 25|23|200/ 40|19 8.0 - SB-5TR - LTW-20
3225B-4V @ ® 32| 25|23|200/40 (19|85
4032B-4V (@ @®| 40 | 32 | 29 |220| 50 [23.5/11.0 4.0/5.0 i SB-STR i LTW-20
" Dimension T shows available grooving depth.‘
. Appllcable Inserts(mm) “F;I g;ﬁ::::e?"wsmel % :) Classification of usage
Description L H K |[CastIron @ O | @ :Continuous-Light Interruption /
- 1st Choice
GMM3015...V O 15.5 g :gnifj;o::ol\;letals : @] :;)ogtgjqus-LightInterruptionl
GMM4020...V O 20 4.3 H Hard materials (under 40HRC) Ol® PY :Cnontinﬁgtl?sHstChoice
GMM5020...V O Hard materials (over 40HRC) O : Continuous / 2nd Choice
T By PVD |8
Dimension (mm)| £ |85| Coated |2
S 29 carbide | S
i (Previous N Applicable
EEl DESEEE Description) 31812 3|82 Toolholder
w re | M = S 8:’ g:’ g =
HlGla|a|a|X
. e KIGM%. 2016B-3V
EIAEEE*E@/ GMM 3015-040V |GMM 3015-04V| 30 | 04 | 23 @ 0 ©®©® 0O 2520B-3V
;Ti‘ T 3225B-3V
. | . 18;@ 4020-040V 4020-04V| 4.0 | 04 | 33 000 O®O®O® KGNV 3225B-4V
Chip Conirol Oriented | g 5020-080V 5020-08V| 5.0 | 08 42 00 ©® 006 4032B-4V
o s re KIGM%. 2016B-3V
s GMM 3015-150VR|GMM 3015-15VR| 3.0 | 1.5 | 23 @ ® © ®® 2520B-3V
= A ] 3225B-3V
Chip Control Orinted 11;@ SU20:200VR 4020-20VR| 4.0 | 2.0 |33 | @ @@ ® KIGM. 3225B-4V
Rl - g 5020-250VR 5020-25VR| 5.0 (25 42| @ 00 ® 4032B-4V

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

i Inserts are sold
in 10 piece boxes.

For recommended cutting conditions, see page® G76

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




Grooving / Plunge&Turn

Internal Grooving Toolholder / Internal Undercutting TooIhoIder/

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

X
|
J
A 3
H
L1
e Right-hand shown
. KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving)
) 9
5 N |
4 g L
— o 2 LQ [ T
(@) L2 H
L1
e Right-hand shown
2
@ Toolholder Dimensions s
M. . , Width Spare Parts o
Std. Ctng D Dimension (mm) (mm) — o O
Description —
RILIgA|eD| H |L1|L2| F | T/ |d MIN. [MAX. /
KIGM™. 6540B-8 @ ® 65|40 36 300/ 41 41|20 - 8.0/8.0| HH6X20 | LW-5
KIGMU%.  6540B-8 @® |65/40/36/300/83 26| - |22 8.0/8.0| HH6X20 | LW-5

[+ Dimension T shows available grooving depth. |
\- Dimension d shows the distance from the Internal face of the workpiece.\

i P |Carbon Steel / Alloy Steel I
| Appllcable Inserts (mm) M StaainlgssZTeel oy 9 ; Classification of usage
Description K |CastIron [“ @)
N  |Non-f Metal @ : Continuous-Light Interruption / 1st Choice
GMM8030-080MW S ﬁ:nij:;o::weas Py ) Continuous-Light Interruption / 2nd Choice|
GMG8030-050MG 30 5.5 H Hard materials (under 40HRC) O e \.gg:t::ﬂgﬁz;;%%ﬁ(ﬁe
GMGA8030-400R Hard materials (over 40HRC)
T |[Eg PVD |8
Dimension (mm)| £ 5§ Coated |2 5 L
S . © w
(Previous S5 twtie © Applicable %ﬁ
o = 2
L LSSl Description) o a8 2| Toolholder | & 5
wire M\ 2322z pol
Ze e S 2
%) oo
= 8
i
% |eMm 8030-080Mw (GMM 803008 | 8.0 | 0.8 | 60| 000 ©®
Chip Control Oriented /| B2 ) T 1J
M Class
re
T KIGM7, -8
EL GMG 8030-050MG |GMG 8030-05MG| 8.0 | 0.5 |60 @ ® ©®® LR G47
L KIGMU%.+--8
s o | ) =)
= 8
%g GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
St g Qe SR
Full-R / Copying

For recommended cutting conditions, see page® G77

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only) : . Insert_s e aall] :
& in 10 piece boxes. 'G47



| Grooving ﬁ

Internal Large Diameter Deep Grooving Toolholders [GIA Insert]/

B KGIA
Integral Type
%ﬁ Fig.1
/v; A TFH;T
g Separate Type
fl _ Fig.2
ey I ——
® Right-hand shown
® Toolholder Dimensions
M Di . Spare Parts
Cuttng Dia imension (mm) g Clamp | Clamp Bolt | Spring Wrench
Description Std. s =
oAloD| H [L1|L2| F | T g@/
=
KGIAR 3232B-3 @ | 32 |32|30|200| 45 [26.3 Fig.1
4332B-3 @® |43 |32|30|200| - [26.3] 10 Fiq.2 CGIA-3R
5140B-3 @® | 51/4038 /250 - 30.3 '9-
3232B-4 @ | 32 |32|30|200| 45 26.3 Fig.1
4332B-4 ® | 43|32 |30|200 - [26.3 10 i 5| COIA4R HHSX1S | SP-5 | LW-4
5140B-4 ® 51/40|38|250| - 130.3 9.
5640B-5 @ |56 |40|38|250| - [35.3 )
6650B-5 ® 66 50 48 250, - 403 10 Fig-2) CGIA-5R
‘- Dimension T shows available grooving depth. ‘
@ Composition
Spare Parts Toolholder Blade SZ(;;W Wench
!
Type % 02 D i
Toolholder J g I
Integral | KGIAR 3232B-3 - - - -
4332B-3 KGIAR32H | BGIAR43-3
Separate 5140B-3 | KGIAR4OH BGIAR51-3| So40140TR| - FT-15
Integral 3232B-4 - - - -
4332B-4 KGIAR32H | BGIAR43-4
Separate 5140B-4 | KGIAR4OH BGIAR51-4|SB40140TR| - FT-15
5640B-5 KGIAR40H | BGIAR56-5
Separate 6650B-5 | KGIAR50H | BGIAR66-5 S0 40140TR|  FT-15
B Applicable Inserts P_[Carbon Steel /Alloy Steel | O | @ .
pp M |Stainiess Steel Ole Classification of usage
K |[CastIron
N |Non-ferrous Metals [ ] :gontinuous-Light Imerruption; ;st (éwice
? © : Continuous-Light Interruption / 2nd Choice
S_|Ttanium :.Alloy o: Continuou?s/ 1st C?hoice
H Hard materials (under 40HRC) | O | @ | O : Continuous / 2nd Choice
Hard materials (over 40HRC)
Dimension (mm) § £§§
o |8°
Insert Description o || Applicable Toolholder
Wi lre|L|H|S 2
=lo
5. o GIA 30 3.0 10.20 (A J KGIA%. ---3
%ﬁﬁmﬁ 25
Sy 40 4.0 |0.25 50 @@ KGIA™L ---4
=
Molded Chipbreaker 20 50 5.0 |0.30| 30 o0 KGIA% ---5

For recommended cutting conditions, see page® G74

I
i Inserts are sold ]
in 10 piece boxes. A

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)



Summary of Face Grooving Ve

M Micro Face Grooving @6~

® G55 ® G55

:j
STW STWS
Min. Face Min. Face
Grooving Dia.: g6

Grooving Dia.: g6

Width: 0.5~2.0 Width: 0.5~2.0
Depth: 1.0~3.0 Depth: 1.0~3.0
@ G55

Up-right twin bar

S..-STW —
Min. Face L )
Grooving Dia.: g6
Width: 0.5~2.0

Depth: 1.0~3.0

Lay-down twin bar

I Small Dia. Face Grooving @8~
® G56

|

Min. Face

Grooving Dia.: 8
Width: 1.0~3.0 System Tip-Bar
Depth: 2.0~3.0

@G53

Min. Face Il=

Grooving Dia.: 28 _
Width: 1.0~3.0 2-Edge Tip-Bar
Depth: 2.0~3.0

o
£

>

[}

e}

—
O]

—

G49

M Small Dia. Face Grooving 28~ [ Face Grooving 235~

@ G70
Min. Face Min. Face
— Grooving Dia.: 8 Grooving Dia.: 835~50
Width: 1.0~3.0 Width: 2.0~6.0
Depth: 2.2 Depth: 2.2~8.1
@ G58
Min. Face
Grooving Dia.: 8
\I:/)Végiu 12-2"3-0 Ground Chipbreaker

@ G58

Ground Chipbreaker

\ Full-R /

Ground Chipbreaker




Summary of Face Grooving Ve

| Grooving ﬁ

G50

B General Face Grooving 220~
=»G69

KFTB

Min. Face
Grooving Dia.: 265~250
Width: 4.0~5.0
Depth: 25~38

= G62

GFVS

Min. Face

>

Molded Chipbreaker

Grooving Dia.: 35~150
Width: 2.0~6.0
Depth: 4.6~8.1

O )

s 1
\

Ground Chipbreaker

GFV
Ground Chipbreaker Min. Face
Full-R Grooving Dia.: 820~150
Width: 2.0~6.0
Depth: 2.2~8.1

=G60

M Face Grooving & Traversing 25~
(CERACUT Plunge & Turn)

Min. Face

Grooving Dia.: 25~235
Width: 3.0~6.0
Depth: 13~32

= G66

=G68

Min. Face

Grooving Dia.: 54~155
Width: 8

Depth: 25

Ground Chipbreaker

Ground Chipbreaker
Full-R
GFVT
Min. Face
Grooving Dia.: 235~150
Width: 2.5~6.0
Depth: 4.6~8.1
=»G62

-0

Molded Chipbreaker

7 S

Molded Ground Ground Chipbreaker

Chipbreaker Chipbreaker Full-R




Summary

/

B Caution for Face Grooving

1) For face grooving, holder description to be selected is different depending on with or without boss

Boss Interference between holder and boss Boss

o

2) Selection of Face Grooving Toolholder

No interference between holder and boss

KFHSR2020K70100-4 KFMERE0Z0KS0TO=4 KFMSRE020K 35504

et

Shape of below Jaw

For holders which can machine a face groove of the same
dimension, the holders with larger cutting dia. have longer
dimension of below jaw and higher holder rigidity.

Widening groove (traversing) should be
performed from outer to inner

3) Interference of Face Grooving Toolholder
e.q.) KFMSR2525M70100-4

Interference
under 270

Interference
more than
2100

)

1=81 O

72 2020K70100-4

AN

3

AN NN

L 8] X
___'_73_ KFMSR

T 2020K35504

+ Usage example of face
grooving toolholder.

When face grooving,

KFMSR2525M70100-4 should

be between 70~g100 for groove

outer diameter at first. If it is

machined for 100 and over or

@70 and below at first, the jaw of

holder interferes with the

workpiece.

| Grooving ﬁ n

G51



Face Grooving Diameter Table

@ Specification Table of Shallow Grooving Insert (Depth = 8.1mm)

G52

Type Width Depth Face Grooving Dia.gD (mm) Reference
(mm) | (MM) 68 20 30 50 70 100 150 250 —w | Page
TWFG (Lay-down Twin Bar) 0.5~2.0 | 1.0~3.0 6~ (Traversing is not available) G54
TWFGT (Up-right Twin Bar) 0.5~2.0 | 1.0~3.0 6~ (Traversing is not available) 5
VNFG (System Tip-Bar) 1.0~3.0 | 2.0~3.0 | | |8~ (Traversing is not available) G56
HPFG (2 Edges Tip-Bar) 1.0~3.0 | 2.0~3.0 [ | [8~= (Traversing is not available) G53
PSFG-S (Tip-Bar) 1.0~3.0 2.0 | |8~ (Traversing is not available) G57
GFVS-AA, GFVT-AA 1.0~3.0 2.2 || 8~= (ap has to be less than corner-R(re) when traversing with edge width 1.0mm) G58
GFV 201A 2.0~3.4 2.2 | J20~ G60
KGMM 30 [ 3.0-35 | & [22-=
KGMS 4.0 4.0 1 28 G24
5.0 4.0 L ‘30.«,
GIFV 201A | 2.0~34 22 L 1[35 G70
GFV,GFVS,GFVT 351B | 2.5~35 4.6 R 35~50 | 3 3 3
GIFV 352B | 4.0~4.9 5.1 B 35~50 1 3 3 3
501B | 2.5~3.5 4.6 R 50~70 | } } ggg
GFV,GFVS,GFVT 502B | 40~49 | 51 || | | 5070 | | | ooz
GIFV 501C 3.5~4.5 6.6 R 50~70 | | 3
502C | 5.0~6.0 8.1 R 50~70 | 3 3
701B | 2.5~35 4.6 L ! 70~100 | |
702B 4.0~4.9 5.1 R | 70~100 |
GFV, GFVS, GFVT  754c | 3.5~4.5 6.6 B 3 70~100 | 3
702C | 5.0~6.0 8.1 B 70~100 3 G60
1001C | 3.5~4.5 6.6 IR ! ! 100~150 | G62
O_E GFV,GFVS,GFVT  4o02c | 5060 | 81 || | | . | 100-150 |
1501C | 3.5~45 6.6 R | | | 150~250
o |GFV:GFVS.GPVT 1502c | 5060 | 81 | | | | i 150-250
§ @ Specification Table of Deep Grooving Insert (Depth > 8.1mm)
o Toolholder Type Width | Depth Face Grooving Dia.gD (mm) Reference
(mm) | (mm) 25 50 75 100 150 200 250 510 —o P
25~30]_| i | | | | | |
13 30~40] [ | | | | | | |
140~50 | | | | ! | |
KFMS™.-3 3.0 2 ! 50~65 | | | | | | |
| | | 65~85 } | ‘ | | | |
1 1 1 85~110 1 1 i i
25 | | |  lti0~148], | | |
12 2535 | | | | | | | Gee
20 | [35~50 | | | ! | |
! 50~70 | 1 | | | | |
KFMSF/.-4 4.0 | | | _70~100 i ‘ | |
25 i i I 100~150 ! ‘ ‘
! ! ! ! 150~220 | 3 3
‘ ‘ | | | | _ 220~
25~35 | | | | | i
20 3550 | | | | |
5.0 ! 50~75 ! ! ! !
KFMS?.-5 ' | ! 75~115 | | | G67
601 2 | 3 1 | 15~180 | | |
| | | | i | 180~235 | | i
| | | | | | \ 235~00
L 5464 [ | ! ! ! i i
| | [ 63-82 ] i | | | |
KFMSF.-8 8.0 25 i i T | 80~115 ] | 1 | | G68
i i i [ 105~160 | ? i i
| | | | ] 155~510
Blade type Width | Depth Face Grooving Dia.gD (mm) Reference
(mm) | (mm) 25 50 75 100 150 200 250 510 e Page
25 | | | 65~100 ‘ [ i § § §
] : 1 ‘ 90~150 ! ! !
KFTB".-4S 40 | 4 i i | i | o i i
| ! ! ! ! i \ 230~ G69
30 ! ! ! [ 90~150 3 3
KFTB".-5S 5.0 32 ! | | | 150~250 1
38 i i ‘ i ‘ i 250~c0




2-Edge Tip-Bar for Micro Internal Face Grooving HPFG

M HPFG

o

oL & T Hoo o
= w eV Aie——— 1
Details of Edge : T

Y

e

W
k
N
:4

e Right-hand Shown @

@ Tip-Bar Dimensions

Min. Face . . Insert Grade
Grooving Dia DUERSIEN (i) PVD Coated Carbide Carbide
Description : 5R930 W10
+0.03
oA W re oD H L1 L2 L3 F T R L R L
HPFG?. 0807-10 1 " o [ o
0807-20 8 2 0 6052 7 6.2 | 80 | 25 | 85 | 6.9 3 ([ o o
0807-30 3 ' o o o
| - Dimension T: shows available grooving depthA|
@ Applicable Sleeve
L1 L1
L2 H f L2 H
= el |
@ =w=1 | @& &
\— S | = ! o
R - S0y > 5| 51ad0 >y S
__ OV Dprmmmmmmm, ¥ AV A Y %%MW—% S
& ( B R\ | ¢ o O]
(Tip-Bar installation side)  Fig.1 (Tip-Bar installation side) Fig.2 (Tip-Bar installation side) Fig.3 —
. . Part
Dimension (mm) = Spare Parts
c Screw Wrench Applicable .
Description g S % Machine A'Fl)'ip[:ll-CBaabrle
*¢d1|eD1|eD2|@d2 | H | L1 | L2 | L3 | \' Manufactuer
PSH 0712-80 @ 7 |12 |16 ]| 8 11 | 80 | 20 - |Fig.1
HS4 X 4P LW-2 (General use)
PSH 0716-100 ® 7 | 16| - 8 |15 |100| - - |Fig.2
Amada Wasi
PSH 0720-120 @®| 7 |20 175 8 |19 [120| 20 |75 Mg
Fig.3| HS4X4P LW-2 Precisign Tsugami
PSH 0725.0-135 @ 7 25|18| 8 | 24|135/ 23| 8 Miyano
(General use)
PSH 0719-120 @ | 7 |1905/175] 8 | 18 |120| 20 | 7.5 HPFG®/L.0807--
. Citizen
PSH 0720-120 @ 7 |20 (175 8 | 19 |120| 20 | 7.5 |Fig.3| HS4X4P LW-2 )
Machinery
PSH 0725-120 @ 7 (25418 | 8 |244[120| 23 | 8
. Star Micronics
PSH 0722-135 @ 7 | 22|18 | 8 |21 |135|22 | 8 |Fig.3| HS4X4P LW-2 Nomura VTC
PSH 0723-120 @ 7 | 23|18 | 8 |22 |120| 22 | 8 |Fig.3| HS4X4P LW-2 Nomura VTC

*: Length of @d1...25mm (PSH07)
+ Names of machine builders are listed in the order of the Japanese syllabary with omitted titles of respect.

€ Recommended Cutting Conditions

Workoioce RS S EEEd | SRR L HPFGR /L HPFGR /L
M atgri al PVD CudedCatide | Carbidle 0807-10 0807-20 0807-30 Remarks
PR930 | KW10 f (mm/rev)
Carbon Steel / Alloy Steel 30‘500 - ~0.02 ~0.04 ~0.05
Stainless Steel 301\;0 - ~0.01 ~0.02 ~0.03 Coolant
Non-ferrous Metals - ~§0 ~0.04 ~0.06 ~0.08

% 1st Recommendation ¥¢: 2nd Recommendation

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only) : Tip-Bars are sold
|

1
|____in1pieceboxes. ___!G53



| Grooving ﬁ

Micro Face Grooving (Twin Bar)

. TWFG (Lay-down type)

® | eft-hand Shown

Example of installing insert for straight square shank

@ Insert Dimensions

Min. . ) Angle Insert Grade|
o Dimension (mm) 5 PO || 25
o Cutting Dia. ) [comicatie ™| @ $
Description § o § 58
oA w re H L1 L2 F B 0 = E 2=
o
TWFGL 050 0.5 1.0 15° L L
080 0.8 1.5 | L L
100 1.0 L L
125 6 1.25 | 0.05|2.38| 16 3 6.5 | 2.2 L L| G55
150 15 2° | L L
180 1.8 3.0 L L
200 2.0 ) L L
‘~ Dimension B: shows available grooving depth.‘
. TWFGT (Up-right type)
® Right-hand Shown L1 Example of installing insert for L-shape square shank
@ Insert Dimensions
Min. ) ) Angle Insert Grade 5
~ lcuting Dia. Dimension (mm) C) |oiue| 53
Description © ol & 52
oA w re | H | L1 | L2 F B 8 E E o=
o
TWFGTR 050 0.5 1.0 15° R R
080 0.8 15 | R R
100 1.0 R R
125 6 1.25 /0.05| 6.4 | 16 3 1235 22 R R| G55
150 1.5 2° |IR R
180 1.8 3.0 R R
200 2.0 ) R | R
‘- Dimension B: shows available grooving depth. ‘
@ Recommended Cutting Conditions (TWFG / TWFGT)
Recommended Insert TWFGL050
Grade TWFGL080 TWFGL125 TWFGL180
i (Cutting Speed: m/min) TWFGL100 TWFGL150 TWFGL200
Workplgce PVD TWFGTRO050 | TWFGTR125 | TWFGTR180 | Remarks
Material _ | Carbide | TWFGTR080 | TWFGTR150 | TWFGTR200
Coated Carbide TWEGTR100
PR1025 | KW10 f (mm/rev)
* - - ~
Carbon Steel /Alloy Steel |, ™ 0.02 0.03 0.04
Stainless Steel 3(:;0 ~0.01 ~0.02 ~0.02 Coolant
Non-ferrous Metals x ~0.03 ~0.04 ~0.06

i Twin Bars are sold
in 5 piece boxes.

% : 1st Recommendation vt : 2nd Recommendation

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)



. STW (Square shank for Lay-down type inserts)

. STWS (Square shank for Up-right inserts: L-shape)

‘ e
{0 T=mld
‘ L Fig.1 20
ST ;
11 ] T : —
- Il
T )~ = I °
L 4—'7 17
® \ 5 T .
il -
g L3 Fig2 s[ p ‘ ‘ H | *
i N
I ‘! <
e Left-hand Shown ® Right-hand shown
@ Toolholder Dimensions
Dimension (mm) Spare Parts
) 2| Clamp Screw Wrench Applicable Inserts
ipti Z E
Description O |M=h| B |L1|L2|L3|F1|F2| T |[F3| 8 / @ G54
"=
STWL  1010F-15 @ [10[10],, 10|
1212F-15 @ 12[12 12
1010K-15 @® [10]10 - [10] Fig.1
1212K-15 @ 12[12],,, - 12] - | 3| - SB-3080TR LTW-10S | TWFGL OOO 2
1616K-15 ® 16]16 16 3
2020K-15 @® [20]20 o525 , o
2525M-15 @ | 25[25150 32 Fig.2 o
STWSR 1010F-15T @ 10104, 10| 9
1212F-15T @ 12[12 16 12| 7
1010K-15T @® 1010 -[10] 9 ]3| -] - | SB-3080TR LTW-10S | TWFGTR OOO
1212K-15T @ [12[12]125 12] 7
1616K-15T @® [16]16 20 16| 3

\- Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. \

. S..-STW (Round shank for Lay-down type inserts)

St
o | eft-hand shown
@ Toolholder Dimensions
Dimension (mm) Spare Parts
} 2 | Clamp Screw Wrench Applicable Inserts
ot 5 S
Description ® |oD1/oD2| H |L1|L2|L3|T i K @ G54

S12F- _ STWL15 @ 12 1180 l
S14H- _ STWL15 @ 14 13100 .
S15F- _ STWL15 ® 15875 20 15| 85 22|13 Fig.1
S16F- _ STWL15 ® 16 18
S$19G- _ STWL15 ® |05 185 1720
S19K-  STWL15 [ M ) 120 SB-3080TR LTW-10S | TWFGL QOO
S20G- _ STWL15 ® | 195|150
S20K- _ STWL15 o : 120 -3 Fig.2
S22K- _ STWL15 ® | 22 [215/20[125
$25.0J- STWL15 @ | 25 [24.5[23[110/ 22
S25K- __ STWL15 @ [25.4] 25 23120

[ Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. |

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

G55



Small Diameter Face Grooving -

. VNFG (System Tip-Bar)

L2 1
8 L
=" @ P
o ‘ &
= L1

% (-NB=0") 25°é A | T

® Right-hand Shown

Insert Di i I P | carbon Steel / Alloy Steel
® Inse imensions Classification of usage M S:inT:SS:ZeI UL 8
@ : Continuous / 1st Choice [ KK | Castlron [
O : Continuous / 2nd Choice| N | Non-ferrous Metals Ol ®
S | Titanium Alloy O @
H Hard materials (under 40HRC) .
Hard materials (over 40HRC)
Min. @ PVD g
Cutting Dimension (mm) E| Coated |€| PCD
. O . ©
O—E o Dia. O | Carbide | O Ref. Page for
Description =Tc
o 282828l Toolholder
£ A (W2 g | H | L1 | 2| F | T |8|gl2|gza|a
8 Flojoja|xX S8
o VNFGR 0810-10 8 1.0 20 oo (BN J
—_— 0820-10 8 20 |0.05| 39 |296| 10 | 7.3 ) [ AN ) ( AN | F12
0830-10 8 3.0 30 @ @ [ JK | F13
VNFGR  0820-10NB 8 2.0 2.0 OO F14
0830-10NB 8 30 0.05| 39 |296| 10 | 7.3 30 olo
‘~ Dimension T shows available grooving depth.‘
@ Recommended Cutting Conditions
Recommended Insert Grade (Cutting Speed: m/min)
Cermet | PVD Coated Carbide | Carbide
Workpiece VNFG0810 | VNFG0820 | VNFG0830
. o o o Remarks
Material 3 2 2 e
o o @ E
& & f (mm/rev)
Carbon Steel / Alloy Steel | 10”0 | 50500 | 30%oo ~0.02 | ~0.04 | ~0.05
Stainless Steel | 5500 | a0 | 3350 ~0.01 | ~0.02 | ~0.03 Coolant
Non-ferrous Metals :3%0 ~0.04 ~0.06 ~0.08
% : 1st Recommendation v : 2nd Recommendation
et e P s e ]| I T AL 8 DM T e T T ] @ : Std. Item O : Check Availability
| System Tip-Bars are sold ; | CBN & PCD Tools are sold , R Std. Item (R-hand Only) L : Std. item (L-hand Only)

G56! ____in5pieceboxes. | in1pieceboxes.



[Solid Type]

M PSFG-S (Tip Bar) This insert will be switched to HPFG (2-Edge See Page @ G53).

¢8

® Right-hand Shown

ip- i i e b P Carbon Steel / Alloy Steel
® Tip-Bar Dimensions Classification of usage M S;ﬂ?:ss Seteeel A :
@ : Continuous / 1st Choice K | Castlron [ J
O : Continuous / 2nd Choice N | Non-ferrous Metals [ ]
S | Titanium Alloy [
H Hard materials (under 40HRC) .
Hard materials (over 40HRC)
. ©| PVD |3
Min. Dimension (mm) £/ Coated | S| pcD
Cutting Dia. [0 | ®
o O |Carbide| O
Description ==
g22aeg8s 2
oA W=0.03 | rg H L1 L2 F T F T 8 ‘é g g E1=1l=} S
Flaolajax S g
PSFG"L 0810-20S 8 1.0 o0 00 O
0820-20S 8 20 |005| 6.8 | 6.2 | 80 |255| 7 34|20 OO0 00 ——
0830-20S 8 3.0 o0 0o
[ - Dimension T shows available grooving depth. |
@ Applicable Sleeve This sleeve is for 1-Edge Tip-Bar. For 2-Edge Tip-Bar, use @ G53.
Dimension (mm) SRAORA
s ) Screw Wrench
Shape Description o2 Applicable Tip-Bar
Description) | S
¢D1gD2@d1| @d2 | H |L1|L2 &\\&
H
§I ]:W\ I s PH 0712-60 |PH -0712|@ 12|19|6.8| 8 11160|20 | HS4X4 | LW-2 | PSFG%0800-20S
) s
2 L1
; Ry
gl gl | PH 0716-80 |PH -0716|®@ 16 |22 |6.8 (ng“) 1580 |20 | HS4X4 | LW-2 | PSFG0800-208
4
(Tip-Bar installation side)

- Besides the above Sleeves, Collet Chucks are also available in the market.

€ Recommended Cutting Conditions

Recommended Insert Grade (Cutting Speed: m/min)
. Cermet | PVD Coated Carbide | Carbide
Workpiece PSFG0810 | PSFG0820 | PSFG0830 R
. - o o o emarks
Material 3 2 b -
o 2 @ 5
& & f (mm/rev)
Carbon Steel / Alloy Steel | ™0 | 505500 | 30X 00 ~0.02 | ~0.04 | ~0.05
Stainless Steel 502500 3075(80 sotso ~0.01 ~0.02 ~0.03 |Coolant
Non-ferrous Metals ~§0 ~0.04 ~0.06 ~0.08
% : 1st Recommendation Yt : 2nd Recommendation
@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only) : Tip-Bars are sold
|

I
in 1 piece boxes. ,:G57



| Grooving ﬁ

G58

Small Diameter Face Grooving Toolholders [GVF-AA Insert]/

I
- I
NT | @
m @ : ‘
) |
L2 ¢ &
2 L ! «@\Q@\% ‘ L)
/ ZzB a Y q&i%“‘\g\@ | NG Y
H—‘r &R ¥ %%T—B
T < |
! |
|

® Right-hand Shown ® | eft-hand Shown

’ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

B GFVT-AA

>

Without Offset (“10mm, E12mm)

°

L1

H3

H1

|
|
|
o
|
|
|
] |
Fig.1 |
|

® Right-hand Shown ® | eft-hand Shown

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

7

/

T
With Offset (H16mm, B20mm, ©25mm)

s}

[

N [
2 L1 °
ISy i,
o i 90,
35 < §e) ! _ %0”"9/d )a. oy
oo T a,)

Fig.2

\
\
\
\
\
\
\
\
® Right-hand Shown |

® | eft-hand Shown

’ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

@ Toolholder Dimensions

. . Face Grooving Dia. Spare Parts
Std Dimension (mm) 0 © | Glamp Set | Wrench '
D E Appllc;bga Ignserts
RIL|H1| h |H3| B [L1|L2| F | T |MIN.[MAX. & '\g S
GFVS*. 1010F-08AA |@[(®] 1010 10[80] [15]
1212H-08AA |@(®] 1212 12]100  [16] o | es GVF'100-005AA
1616H-08AA |@®| 16| 16]5.516]100/ 1820 |2.2 ©) (@) - | CPSV | FT-15 S
2020K-08AA (@/®/20/20| [20]125 [25] GVF%300-005AA
2525M-08AA (@ @ 25/ 25| |25[150 |32
GFVT. 1010F-08AA |@[(®] 1010 10180/, 110] Fiut
1212H-08AA |@/@®| 12|12 121100 7 [12 3 | s 9. GVF%100-005AA
1616H-08AA |@/® 16| 16|5.5/16[100, [20|2.2 0) | (0) CPS-5V | FT-15 S
2020K-08AA (@/®20 /20| [20125/1425] Fig.2 GVF%300-005AA
2525M-08AA (@ @ 2525 |25[150 |32

Note 1:|Dimension T shows available grooving depth.\

2. The value ( ) of Face Grooving External Dia. (D Max) is the maximum outer diameter value after the initial groove between MIN~MAX. (It is possible to widen the groove to

infinity ).

The value () of Face Grooving External Dia. (gD Min) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the

initial groove between MIN~MAX.

@ : Std. Item O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




Grooving Inserts Va

. Appllcable Inserts P_|Carbon Steel  Aloy Steel = Classification of usage
M |Stainless Steel [ )
(mm) K |Castiron (") @ : Continuous-Light Interruption /
Description N |Non-ferrous Metals [*) o Ist thOioe ) !
GVF, ...-100AA S_[Tanium Aloy 0 U Sonpuous Lghtnepton
....200AA| 4.3 12 4.5 H Hard materials (under 40HRC) [ ) @ : Continuous / 1st Choice
...=300AA Hard materials (over 40HRC) O : Continuous / 2nd Choice
. : PVD | &
DITrﬁrrE’)l i Cermet | Coated g PCD S 5
" (Previous Carbide| © Applicable | 2
Insert Description o = 22 o|s/2| Toolhold & <
Description) 828 2R <|8|s| 'ooholder | = o
W | B re [Zolo g g:’ = o o
R-hand shown === oo X3
4= |GVF" 100-005AA GVF%.100AA |1.00 @O
gl GFVS?.----08AA
B "o 2.2 0.05 L G58
L 200-005AA 200AA [2.00] 4 : @O GFVT.-08AA
T 300-005AA 300AA [3.00 @O
‘- Dimension B: shows available grooving depth.‘
- GVF....005AA inserts are not compatible with GVF?....—O O OA (see page G65) inserts because their Side Relief Angle is 10°.
@ Face Grooving Diameter of GFVS-AA (also GFVT-AA)
Face Grooving
ipti Dia. gD i
Desoription MINVAX Fefpleluls lnesnls ® |t is available to infinity o in case of machining
. - the first groove bigger than MIN.
GFVS7.  1010F-08AA g 99 E
1212H-08AA -8 oo GVFYa100AA 3|t is available to infinity © when machining 2
1616H-08AA ~ toward outer diameter. 'g
2020K-08AA| (0) | ()| GVF.YR300AA o
2525M-08AA O
e Refers to the machining of the initial groove with MIN.g8. ® When widening the groove width to inner diameter.
L . . For machining up to the center of the workpiece
If the initial groove is made smaller than this, regardless of insert width.
the toolholder interferes with the workpiece. = .
z 2 g % o g 7 g 2
T i 11+ 2© 1: 0@
5 g 8% gs
Installing GVFL100AA | Installing GVFL300AA £ s
Installing GVFL100AA | Installing GVFL300AA
@ Recommended Cutting Conditions (GFVS-AA / GFVT-AA)
Recommended Insert Grade (Cutting Speed: mimin) G . T —
) PVD Coated Carbide | Carbide rooving raversing
Workpiece
Material 3 2 2 f f Remarks
a 3 P E ap
x = (7 (mmi/rev) (mm) (mm/rev)
PA * ~ ~
Carbon Steel / Alloy Steel | 00 | 502400 0.01~0.05 | Max.0.5 | 0.01~0.05
. ¥ * N - Coolant
Stainless Steel 5080 5080 0.01~0.03 | Max.0.3 | 0.01~0.02
Non-ferrous Metals ~$0 0.01~0.08 | Max.0.5 | 0.01~0.08
* ap has to be set for less than corner-R(re) when traversing of edge width % : 1st Recommendation ¥t : 2nd Recommendation
1.0 mm (GVF%.100AA).
@ : Std. It O : Check Availability R : Std. It R-hand Onl L : Std. It L-hand Onl T e e b
em eck Availability em (R-hand Only) em (L-hand Only) : heers £e sald]

I
. in 10 piece boxes. ,:G59



Face Grooving Toolholders [GVF Insert] -

B GFV

| @b |

1=

L2
1

L1

GFV7.2020K-201A
GFV7%.2525M-201A
Shows right Figure.

£

H1 |H3

L3

® Right-hand Shown

R-hand Insert is for R-hand Toolholder, L-hand Insert is for L-hand Toolholder|

® | eft-hand Shown

@ Toolholder Dimensions

; ; Face Grooving Dia. Spare Parts
Std. Dimension (mm) o - Wisnhl| Anplicable
Description @& | LD ; Inserts
O—E RLH1hH3BL1L2L3FT0D1MIN.MAX. % @ G65
o yFT
S [GFVIL  2020K-201A |®®20|21| | 20125/20 1925 20 OVFTL200A-340
g 2525M-201A |@ @ 2526 °| 25 150 23|22 32 2 0 |(12) ** | PV - 15| oeiL100aR-150R
G [GFVIL  2020K-351B [@®/20(21] |20(12528(26]25, GVFL2508-3508
— 2525M-351B |@@/25/ 26| |25150/30 28 32 *°_ | 35 | 50 GVFTL1508R
2020K-352B [@®/20(21|  20/125/28(2625  |°° (25) (c0) GVFL4008-4908
2525M-3528 |@\®|25/26| |25 150 30 28 32 GVFTL2008R
2020K-501B [@/®/20(21| 20[125 282625/, GVF,2508~3508
2525M-501B @@ 25|26 | 25/150 30|28 32" 150 |70 | | oo | GVFILISOER
2020K-502B @ @ 20| 21/ 20 1252826 |25 |°" (25) (e0) GVF.400B~490B
2525M-5028 (@ ®/25/26| |25 150 30 28 32 GVF7L2008R
2020K-701B |@/® 20|21| |20 125/28(26 |25, GVFL2508-3508
2525M-701B |@ @ 2526 |25/150 30| 28|32 *° _ | 70 |100 GVFTL1508R
2020K-702B (@@ 20|21/ |20 125/28(26(25|, | (25 (e0) GVF7L4008-4908
2525M-7028 (@ @/25/26| |25 150 30 28 32 GVF7L2008R
GFVY.  2525M-501C (@ ® 66],,/50] 70 GVFL350C-450C
2525M-502C @ ® ss B101(25) () GVFL500C-600C
2525M-701C (@ ® 66/ 170 [100 GVFL350C~450C
2525M-702C (@ ® 8.1 "°|(25)|(=0) GVFL500C-600C
2525M-1001C (@ @ 2°| 20 902019035 1920 5 tq001150) | FEEY T HEGupiasocasec
2525M-1002C [@ ® 35| (8.1] °|(25) (=) GVFL500C-600C
2525M-1501C [@ ® 6.6, |150/250 GVFL350C~450C
2525M-1502C [@ @ 8.1 (25) (=) GVFL500C-600C

Note1]Dimension T shows available grooving depth. |

2. D1 shows toolholder head diameter to L3.

3. The value ( ) of Face Grooving Dia. (#D Max) is the maximum outer diameter value after the initial groove between MIN~MAX. (It is possible to widen the groove to infinity «).
The value () of Face Grooving Dia. (gD Min) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial

groove between MIN~MAX.

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

@ Selection of Toolholder & Insert

Toolholder R-hand Toolholder L-hand
Insert R-hand Insert L-hand
I

0J

B

G60

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)



Integral type

@ Face Grooving Diameter of GFV
@ e.g.) GFVFL...-201A

Face Grooving ® |t is available to infinity ° in case of machining
Description Dia. oD Applicable inserts the first groove bigger than MIN.
MIN. | MAX.
GFV°L 2020K-201A |20 | oo | GVFY.200A~240A ® |t is available to infinity © when machining
2525M-201A | (12) (o) [ GVFJ.100AR~150AR toward outer diameter.
®\When machining the initial groove on the face cf-MIN..a20 ®\When widening the groove width to inner diameter.
If the initial groove is made smaller than this, Face groove diameter D MIN (12) is the limit; the toolholder
the toolholder interferes with the workpiece. interferes with the workpiece in case of smaller than g12.
: I HE HE
- ER sy - A gl o
883 8¢ (0 :
= PN P
B = 58 Z o2 é
Installing GVFR200A Installing GVFR340A Installing GVFR200A Installing GVFR340A

® e.g.) GFVFL...-351B / 352B (same as GFV™L...-OOOB type, GFV....-OOOC type)

| Grooving ﬁ

Face Grooving
Description Dia. oD Applicable Inserts
MIN.| MAX. ® |t is possible to widen the groove to
GFV*L 2020K-351B GVF?.250B~350B infinity ©© when machining the initial groove
2525M-351B| 35 | 50 | GVF¥.150BR within MIN-MAX. and then widening to outer diameter.
2020K-352B{ (25) |:(c0), | GVF?.400B~490B
2525M-352B | GVF200BR
® When machining the initial groove on the.face at MIN.g35 ® \When machining the initial groove on the face at MAX.g50.
If the initial groove is made smaller than this, If the first groove is bigger than this,
the toelholder interferes with the workpiece. the toolholder intereferes with the workpiece.
7 7 /i _ Y
g Z T 2 é’ %
s s
2 L 3 = s 7
Installing GVFR250B Installing GVFR490B Installing GVFR250B Installing GVFR490B

®\When widening the groove width to inner diameter.

Face Grooving Dia.gD MIN.(225 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at gD MIN.(235) or D MAX.(250).
The toolholder interferes with the workpiece when closer to the center.

e

) 5
= o a
z / z g 1o £
= — S < s
g |2 / E 7 g LB g
S 3 1] ol 5w
£ s £ g S Gt £
z = 4 z 1= z 2
= s = =
"85 "85 =
o o2 v 28 w| 2
20 20 | 8 qg
2 55 £ 5
£= == £= E
Installing GVFR250B Installing GVFR490B Installing GVFR250B Installing GVFR490B

G61



Face Grooving Toolholders [GVF Insert] -

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

[~

|
|
] | ,,
| vl
L1 L2 |~ . \ ,
| /=
|
|
|

(s}
I
N Y ¥
— ) vl .Y T
. - & o>
I @ | = S -1 - S
‘ 2 ﬁ | | % S5
— 7 N 4 T T W (3
S

® Right-hand Shown ® | eft-hand Shown

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

. GFVT This toolholder can machine various face grooving diameters by replacing the Blade.
I

® Right-hand Shown ® | eft-hand Shown

\
~RPney
@ ! { I
=l A G
L1 ! | [

|
2 ‘ g,
- - ”” Me,f,,aj”% @
T | \

|

|

Il

‘ L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

Grooving ﬁ

@ Selection of Toolholder & Insert

GFVS type GFVT type
Toolholder R-hand Toolholder L-hand Toolholder R-hand Toolholder L-hand
Insert L-hand Insert R-hand Insert L-hand Insert R-hand
@ ol :
EQ __£:2, = __.£:2

> RS GRS e

@ Combination of Base-Holder & Blade

Base-Holder Std. Blade Toolholder : " How to refer to the face

(Stamped below) R|L| Description (Integrated Tool) Samaie eriis e (EFis) grooving toolholder and blade

SF%. -351B | GFVS%2020K -351B
-352B | GFVT7.2020K -352B

Holder type mark Clamp Set Q: Though “GFVSR2525M-
HC” is marked on the face

GFVS?.2020K-HB o0 -501B -501B grooving holder, the size
GFVT%.2020K-HB (@ @ -502B -502B :if Cumngl ji_fbisfunkr;own-
_701 B '701B OW could It be toun
t?
-702B -702B Insert A: ?:ke off the blade.
SF*. -351B | GFVS%.2525M -351B Description of the blade is
-352B | GFVT%.2525M -352B Base-Holder” bR listed on the back of the
GFVS%.2525M-HB |@ @ -501B -501B . desarinton
GFVT%2525M-HB |@ @ -502B -502B o the descrption of
-701B -701B the holder in the catalog.
-702B -702B If “SFR-1001C”

is integrated to
“GFVSR2525M-HC’, the
description of the holder is

SF%. -501C | GFVS%2525M -501C
-502C | GFVT%.2525M -502C

-701C -701C “GVFSR2525M-1001C".
GFVS".2525M-HC |@® @ -702C -702C
GFVT?.2525M-HC (@ @ -1001C -1001C

-1002C -1002C ¢ s

-1501C -1501C Blade (Back side) Blade (Face side)

_1 502C _1 502c (With Blade Description)

+ R-hand Blade for R-hand Toolholder, L-hand Blade for L-hand Toolholder.
+ Installation of GFVT type is also pursuing example of installation of GFVS type.

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)
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Separate Type

® Toolholder Dimensions

. : Face Grooving Dia. Spare Parts
Std. Dimension (mm) aD : Clamp Set Wrenfh Blade Bolt Applicable
Description = A|  Inserts
RIL|H1| h [H3|B |[L1|L2|F| T MIN.MAX./@ §§/’/f @ G65
GFVS". 2020K-351B (@@ 20 |21 20[125/30|25| 5.1 SF%.-351B GVF'250B~3508B
2525M-351B |@|@ 25|26 251503232 (4.6) | 35 | 50 GVF*150BR
2020K-352B (@@ 20 21| 201253025 5.1 |(25)|() SFML.352B GVF'£400B~490B
2525M-352B |@ @ 25|26 251150,32|32] (5.1) GVF'200BR
2020K-501B |@|®| 20|21 20[125/30|25| 5.1 SFY.-501B GVF*250B~3508B
2525M-501B |@ @/ 25 26|, 125150 32|32 (4.6) | 50 | 70 | oo oy | w3 Mo | GVFHIS0BR
2020K-502B (@ @ 20|21 7|20 125/30|25| 5.1 |(25)[(%) SF¥L-5028B GVF'400B~4908
2525M-502B |@|@® 25|26 251150,32|32] (5.1) GVF*200BR
2020K-701B (@ @ 20 21 20[125/30|25| 5.1 SFYL701B GVF'250B~3508B
2525M-701B |@|@® 25|26 251150,32|32| (4.6) | 70 [100 GVF*:150BR
2020K-702B (@@ 20| 21| |20125/30|25| 5.1 |(25)[() SEY-702B GVF'+400B~4908
2525M-702B |@|@® 25|26 251150,32|32] (5.1) GVF*200BR
GFVS?. 2525M-501C |@ @ 8.1(6.6) 50 | 70 SFL-501C GVF*350C~450C
2525M-502C (@ @ 8.1(8.1)|(25) | (0) SF*-502C GVF£500C~600C
2525M-701C |@|@® 8.1(6.6)] 70 |100 SF*.-701C GVF*350C~450C
2525M-702C (@ @ 8.1(8.1)/(25) | () SF%.-702C GVF4500C~600C
2525M-1001C|@ @ 2> 20|95/ 25/190/ 3232 8.1(6.6) 100|150 CPS-8V/ 1 LW-4gpm 001c] MHX12 [Gyryasoc-4s0c O—E
2525M-1002C (@ @ 8.1(8.1)/(29)| () SF.-1002C GVF500C~600C >
2525M-1501C |@ @ 8.1(6.6)| 150 | 250 SF%-1501C GVF$350C~450C| £
2525M-1502C |[@ @ 8.1(8.1)/(25)| () SF7.-1502C GVF500C~600C 8
GFVT?. 2020K-351B (@@ 20 |21 20[125/22|30| 5.1 SF¥.-351B GVF*250B~3508B G
2525M-351B |@ @ 25|26 251150[25|35| (4.6) | 35 | 50 GVF150BR
2020K-352B (@@ 20 21| |20/12522(30 5.1 |(25)|() . GVF'£400B~490B
2525M-352B |@ @ 25|26 251150/25|35] (5.1) GVF'200BR
2020K-501B |@|®| 20|21 20 [125/22|30| 5.1 SEH501B GVF*250B~3508B
2525M-501B |@ @ 25|26 o 1125150 2535| (4.6) | 50 | 70 | oo o | 1yves Hiax 1o | GVFHIS0BR
2020K-502B (@@ 20 |21 |20 12522(30| 5.1 |(25) () SEY.-5028B GVF400B~4908
2525M-502B |@|@® 25|26 251150,25|35| (5.1) GVF*200BR
2020K-701B (@ @ 20 21 20125/22|30| 5.1 SFYL701B GVF'250B~3508B
2525M-701B |@|@ 25|26 251150/25|35| (4.6) | 70 [100 GVF150BR
2020K-702B (@@ 20|21| |20125/22|30| 5.1 |(25)[(%) ——— GVF'+400B~4908
2525M-702B |@|@® 25|26 25150/25|35| (5.1) GVF*200BR
GFVTY. 2525M-501C (@ @ 8.1(6.6) 50 | 70 SFL-501C GVF*350C~450C
2525M-502C (@ @ 8.1(8.1)/(25) | () SF%.-502C GVF4500C~600C
2525M-701C |@|@® 8.1(6.6) 70 |100 SF*.-701C GVF*350C~450C
2525M-702C (@@ 8.1(8.1)/(25)| () SF%.-702C GVF500C~600C
2525M-1001C|@ @ 2° | 26|92/ 25 150 27138 g5 6 6100 [ 150] 758V | "W Isr001c] 12 [Gvriasoc-asoc
2525M-1002C | @ @ 8.1(8.1)|(25)| () SF?.-1002C GVF'k500C~600C
2525M-1501C | @ @ 8.1(6.6)| 150 | 250 SF%-1501C GVF*#350C~450C
2525M-1502C (@ @ 8.1(8.1)/(25) | () SF7.-1502C GVF4500C~600C

Note 1, Dimension T shows the distance from the Toolholder to the cutting edge.
The grooving depth is the mentioned in ().

2.The value ( ) of Face Grooving diameter. (sD Max) is the maximum outer diameter
value after the initial groove between MIN~MAX. (It is possible to widen the groove to
infinity «).
The value ( ) of Face Grooving diameter. (gD Min) is the minimum diameter of the boss
which remains in the center when widening the groove width to a smaller value after the
initial groove between MIN~MAX.

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

4.GFVS and GFVT are composed of a base body and a blade.
If the blade should be damaged, replace it with a new blade as listed in the left table.
(e.g.) GFVSR2020K-HB + SFR-351B = GFVSR2020K-351B
(e.g.) GFVTR2020K-HB + SFR-351B = GFVTR2020K-351B

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)
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Face Grooving Toolholders Ve

@ Blade Dimension

. . Face Grooving .
S Description Std. | Dimension (mm) R e T Applicable
RIL| L [H]T]wW]|MN.[vAx. Voplieleer
— SF%. -351B (@ @ 11 2.0 GVF%.250B~350B,150BR
2 -352B |0 @ | |34 35 1 90 | 5yF4008-4908,2008R GFV(S / TJIOOOO0]
O SF%. -501B (@ @ 2.0 GVF%.250B~350B,150BR -0O00B
@’ -502B @ |® 30.5/15)4.7 3.4 ) i GVF%.400B~490B,200BR| [Toolholder Stamp
N + | |SF% -701B |@ /@ 7| [20] ST o |6VF2508~3508, 1508R| GFVISITIO00CH He
H | LW -702B (@ @ 3.4 GVF%.400B~490B,200BR
. %\ SF7. -501C |@|® 15| 28] oo | 5o | GVFI350C-450
~ || -502C (@ ® | |43 GVF?.500C~600C
) = ’/LIJ_%E[ SF*. -701C @ @ 20 2 70 | 100 GVFfL.350C~450C GFV(S / T)O000
T N
U A= -702Cc @@ . |T | |43 GVFL500C~600C -000C
Stamped side Topshapeoisoic, | SFL -1001C | @@ 3 2.8 e GVF¥.350C~450C | [Toolholder Stamp
. 701C, 1001C, 1501C -1002Cl@ @ 43 GVF.500C~600C GFV(S  T)OOOC-HC
® Right-hand shown —
* R-hand Blade for R-hand Toolholder, SF7. -1501C/®@ @ 23 2.8 150 | 250 GVF7:350C~450C
L-hand Blade for L-hand Toolholder. -1502C | @ @ 4.3 GVF?.500C~600C
@ Face Groove Diameter of GFVS / GFVT
ex) GFVSP....-351B/352B
O‘E (same as GFVS™L...-OOOB, GFVS™....-OOOC @ G63
> GFVTH....-OOOB, GFVT#....-OOOC & G63)
c
'% Face Grooving
8 Description Dia. gD Applicable Inserts
MIN.| MAX. ® |t is available to infinity © when machining toward
— GFVS*®L 2020K-Z§51B77 GVFY& 250B~350B outer diameter.
2525M-351B| 35 |.50 | GVFY/r150BR
2020K-352B | (25) [ (») | -GVF-=400B~490B
2525M-352B| | GVFY/=200BR
¢\When machining the initial groove on the face at MIN.g35. ®\When machining the initial groove on the face at MAX.250.
If the iniial groove is made smaller than this, If the first groove is bigger than this, the toolholder intereferes with the workpiece.

the tqolholder interferes with the workpiece.

Boss Dia. Depends on insert width. Boss Dia. Depends on insert width.

7

A1

225.2
245
(Boss Dia.)
240.2
(Boss Dia.)
|

230
(Boss Dia.)

(Boss Diag

|

235
(MIN. Face Grooving Dia)
|
235 )
(MIN. Face Grooving Dia)
250
(MAX.Face Grooving Dia)
250 .
(MAX.Face Grooving Dia)

5 z H s ©
o < el 1
Installing GVFL250B Installing GVFL490B Installing GVFL250B Installing GVFL490B
*\When widening the groove width to inner diameter.
Face Grooving Dia.eD MIN.(225 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at gD MIN.(235) or 8D MAX.(250).
The toolholder interferes with the workpiece when closer to the center.
_ - z g _ %
S 1= g = E s |8
s |8 s |8 86 8|8 - glo 8|8 L
g |2 g 7|2 s = s
£ g S I 2 g
B s =
? g’: ° %': RIIEPS @ wle
2 o¢ M2 fge
28 28 23 238
£e £e ge X
Installing GVFL250B Installing GVFL490B Installing GVFL250B Installing GVFL490B

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)
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Grooving Inserts Va

M Applicable Inserts |

— P |Carbon Steel / Alloy Steel (™) e
GVF- " 43 1 45 '\lél 2tain||ess Stee! Y . Classification of usage
ast Iron
+-0008B 5.8 20 5.0 N  |Non-ferrous Metals YD) @ : Continuous-Light Interruption / 1st Choice
=000 C 7.0 27 7.0 S [Titanium Alloy o @ ) : Continuous-Light Interruption / 2nd Choice
o i i
~OOOAR 43 | 12 | 45 y [Hard maerias e 40rRC) o O - Coninous 2 Chic
=0 OOO BR| 5.8 20 5.0 Hard materials (over 40HRC)
PD | g -
. Dimension (mm) | Cermet | Coated| -S| PCD S 5
o (Previous Cartide|S Applicable | &2
Insert Description =Te & <=
Description) olo|o|8 8leg|5| Toolholder |~ °g
wiB | rZ38egsss g e
R-hand shown o X X
GVF®. 200-020A |GVF%. 200A |2.00 e oo
230-020A 230A |2.30 e oo
250-020A 250A |2.50 o o0
270-020A 270A 12.70 2.3/0.2 °o oo GFV7. ----201A G60
290-020A 290A |2.90 e oo
340-020A 340A |3.40 e oo
e GVF%. 250-020B |GVF?. 250B |2.50 e oo GFV?. ---0O0 1B
N < e 300-020B 300B [3.00| 4.8 e oo GFVS*i ----O0O 1B
‘ 5F Wios 350-020B 3508 |3.50 ® @0 [GFVTY--001B
I - 400-020B 400B |4.00 0.2 o o0 GFV%. ---O0 2B
I:E 430-020B 430B [4.30 53 o o0 GFVS?. ---- OO 2B
460-020B 460B |4.60 e oo GFVTY. - OO 2B
T 490-020B 4908490 o oo : O_E
GVF%. 350-040C GVF?. 350C |3.50 e oo GFV?. ---0O01C
400-040C 400C |4.00| 6.8 e oo GFVS%. --- OO 1C o
450-040C 450C |4.50 0.4 o oo GFVT?. ----OO1C <
500-040C 500C |5.00 ) o oo GFV%. ---O02C 3
550-040C 550C |5.50| 8.3 e oo GFVS*L ---- OO 2C o
600-040C 600C |6.00 e oo GFVTY. ---- OO 2c| G60 o
GVF. 250-020B |GVF?. 250B |2.50 @CFVIL 0018 G62 |
4.8 GFVS*i ----OO 1B
300'0203 300B 300 . GFVTR/L veem OO 1B
N . 0.2 GFVY. -0 2B
< \f"-\@ 400-020B 400B |4.00| 5.3 O|GFVSH. ---- OO 2B
e GFVT7. -~ OO 2B
BT wtoo3
L GVF?. 350-020C - 3.50 6.8 0.2 O
o — 400-020C - 400 O[GFV ~-001C
GFVS%. ---- OO 1C
GVFR/L 350-040C GVFR/L 350C 350 6 8 0 4 O GFVTR/L eem OO 1C
1-Edge 400-040C 400C 4.00] | O
GVF®. 200-100AR |GVF%. 100AR|2.00 1.00 [ J( ]
250-125AR 125AR |2.50| 2.3 |1.25 () J GFV%. ----201A | G60
300-150AR 150AR |3.00 1.50 [ J( ]
GFVL ----O01B
GVF®L. 300-150BR |GVFfL 150BR|3.00| 4.8 |1.50 () GFVS%. ---- OO 1B
GFVT?. - OO 1B| G60
Wi GFVi OO 2B G62
1813 400-200BR 200BR |4.00| 5.3 [2.00 ®® | GFVsY 0028
Full-R GFVT%. ---- OO 2B
- Dimension B: shows available grooving depth. ‘ For recommended cutting conditions, see page® G75

________________________________________

@ : Std. ltem O : Check Availability | : CBN & PCD Inserts are :
1

Inserts are sold |
. | . - |
R : Std. ltem (R-hand Only) L : Std. ltem (L-hand Only) ' in 10 piece boxes. }. sold in 1 piece boxes. |G65



Face Grooving Toolholders Ve

B KFMS
This Style shows Toolholders with This Style shows Toolholders with
- T dimension 16mm and under. T dimension 20mm and over.
: o] 1 ©
(0]
@
8| o Left-hand Shown
W This Style shows Toolholders with This Style shows Toolholders with
ﬂ T dimension 16mm and under. T dimension 20mm and over.
4] = \ y
O 7 I O .
_1 T A
o | i, P L .
— 2 ] L2 -
LT ) :
] ] —T\ ‘
E < < E
y Y A
A L / [
® Right-hand Shown AT
@ Toolholder Dimensions
. ; Width |Face Grooving Spare Parts
O—E Std. DGR () (mm) | Dia.oD Screw | Wrench
> Description
g R|L|H=h|H2|H3| B |[L1|L2| F | S| T W | MIN. |MAX. %
g =
o) KFMS%. 2020K2530-3 |@ 25 [ 30
2020K3040-3 [ ] 39 6.1 13 30 | 40
— 2020K4050-3 [ ] - 40 | 50
2020K5065-3 @ |20 10 | 20 |125 41 20.7 29 50 | 65 | HH5X20 | LW-4
2020K6585-3 [ ] ) 65 | 85
2020K85110-3 |@ 5 44 25 85 |110
2020K110145-3 |@ 3 110]145
2525M2530-3 o0 25|30
2525M3040-3 [ J(J 39 6.1 13 30 | 40
2525M4050-3 [ J 40 | 50
2525M5065-3 @® 25 - |10|25|150 41 25.7 29 50 | 65 | HH5X25 | Lw-4
2525M6585-3 [ J[ ) 65 | 85
2525M85110-3 @@ 44 ) 25 85 |110
2525M110145-3 (@ @ 110[145
KFMS®. 2020K2535-4 [ ] 39 71,12 25|35
2020K3550-4 [ ] - 20 35 | 50
2020K5070-4 [ ) 50 | 70
2020K70100-4 |@ | 20 10 | 20 |125 20.7 70 [100| HH5X20 | LwW-4
2020K100150-4 |@ 5 44 T 125 100]150
2020K150220-4 |@ 150]220
2020K220800-4 |@ 4 220| o©
2525M2535-4 o0 39 71,12 25|35
2525M3550-4 @@ 20 35 | 50
2525M5070-4 [ J[ ) 50 | 70
2525M70100-4 @@ 25| - | 10| 25 |150 25.7) 70 [100| HH5X25 | LW-4
2525M100150-4 @ @ 44 25 100|150
2525M150220-4 (@ @ 150|220
2525M220800-4 (@ ® 220| o©

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)

G66



CERACUT Plunge&Turn

® Toolholder Dimensions

. . Width [Face Grooving Spare Parts
Std. Dimension (mm) (mm) | Da.eD F—
Description
RIL|Hi=h|H2 |H3| B |[L1|L2| F | S| T | W [MIN.MAX. /
KFMS?. 2020K2535-5 [ ] 39 20 25|35
2020K3550-5 [ ] - 110 35| 50
2020K5075-5 [ ] 20.7 50|75
2020K75115-5 |@ | 20 20 {125 21'2 - 75 [115| HH5X20 | LwW-4
2020K115180-5 |@® 5 | 10 44 @24 o5 115/180
2020K180235-5 |@ 180|235
2020K235800-5 |@ 5 |235] o0
2525M2535-5 @)@ 39 20| (6) [25]35
2525M3550-5 [ J[ ) 35 | 50
2525M5075-5 o0 44 257 25 50 | 75
2525M75115-5 @@ 25| - | 10| 25 {150 26.2 - 75 |115| HH5X25 | LW-4
2525M115180-5 |@ @ 5 %2 s 115/180
2525M180235-5 |@ @ 180]235
2525M235800-5 | @ @ 235|
[ Dimension T shows available grooving depth. |
+ Face Grooving Dia.gD: The diameter range of the initial groove.
+ For KFMS"....-5 Toolholder can hold a 6mm width insert. () value shows the dimension of a 6mm width insert.
@ Selection of Toolholder & Insert
Toolholder R-hand Toolholder L-hand O—E
Insert | (No Hand) Insert | (No Hand) ‘
‘ (o))
o | o] . %
11— o
| | -
T~ o
[ —
. Appllcable Inserts (mm) P [Carbon Steel / Alloy Steel o Classificati f
Description L H M |Stainless Steel (") assiiication or usage
FMM?0-03 12 35 K |CastIron @0
. N @ : Continuous-Light Interruption / 1st Choi
Fbo.0 e CY s i
FMN3 ! nlum. oy @ : Continuous / 1st Choice
§ 12 3.5 H Hard materials (under 40HRC) ©) O : Continuous / 2nd Choice
FMN6 Hard materials (over 40HRC)
. . g a% PVD g
Dimension (mm) | £ |§< 8
Insert Description SA i Applicable
P AEREEBEE Toolholder
w e Mz 223
Flo|aaja|X
FMM  30-03 30 1 03 | 20 000000 KFMS®.--- 3
2 40-04 4.0 26 0000 0 e KFMS%.--- 4
_ — 50-04 50 | 04 | 34 @ © OO0 0 e
Face Grooving KFMS%.--- 5
owemownes | [ ] 4 (T 6004 | 6.0 10 o0 eee :
s © Ny FMN 3 3.0 20 @O [ ) [ ) KFMS".--- 3
==X | 4 40 | 15| 26 @@ @ @ KFMS%.--- 4
L Qo .
Face Grooving P 5 50 34 . . . . KFMSR/ 5
opm G = 1] 6 6.0 20| o o |® )
- FMN type inserts are only for Deep Grooving and not applicable for Traversing. Recommended Cutting Conditions ® G77
’ Limit of Traversing toward Center Traversing towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter.
o o | 25 | 26 | 27 (282
over | ©9)
_ KFMSR 2525M2530-3 with 825 as first cut towards the center, it will
Description od encounter rubbing of the holder cartridge
KFMS%. 2020K2530-3 when gd is 4.0mm.
S%.  2525M2530-3 4 2 0 0
oD / KFMS™/ *( ) value shows the Dimension using FMM60-04 Insert.

KFMS". 2020K2535-4
KFMS". 2525M2535-4
Remaining Boss Dia.od | KFMS"L. 2020K2535-5 7 4 1

KFMS%. 2525M2535-5 ) | @) | M9

Interference

No remaning ]
Boss

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only) eers e el

I
. in 10 piece boxes. ,:G67



Face Grooving Toolholders

CERACUT Plunge&Turn

/

M KFMS-8

| Grooving ﬁ

|
,’DE |
g 2 — | N
2 j?@ | =
5 SRR @) @ ©
S8 © L1 |
e I 2 |
/ |
© T |
T [
® Right-hand Shown | ® | eft-hand Shown
@ Toolholder Dimensions
. . Width |Face Grooving Spare Parts = e
Std. Dimension (mm) (mm)| Dia.aD Wrench 5 é %
Description S ES
RIL|HI=hiH2 |H3| B |L1|L2| F | T W |MIN.| MAX. / ;q;; §_§’
*3
KEMS7. 2525M5464-8 (@@ | - 0| (9)
9 41
2525M6382-8 (@@ |24 ?03) (23)
25 25 1150 26 | 25 8 80 1115
2525M80115-8 [ J{ ) (0) | (e0)
6 8 40 105160 HH6X25 | LW-5 G76
2525M105160-8 @ @ (0) | (e0)
2525M155510-8 @ @® 25| 6 25 1150 26
8 43— 25 8 18’5 >10
3232P155510-8 |@® |32 - 32170, |33 (0) (=)

+ Dimension T shows available grooving depth‘

* The value () of Face Grooving Dia. (gD Max) is the maximum outer diameter value after the initial groove between MIN ~ MAX. (It is possible to widen the groove to infinity «).
The value () of Face Grooving Dia. (gD Min) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove
between MIN ~ MAX.

. App“cable Inserts e Car.bonStee”A"oySteel ole Classification of usage
M [Stainless Steel [ M@
(mm) K |Castlron @ | () | @ : Continuous-Light Interruption /
Description N  |Non-ferrous Metals ™) o 1310.h°i°9 ) !
GMM 8030-080MW S [ Alsy Py O :g:;@#;)izzﬂghtInterrupnon/
GMG 8030-050MG 30 55 H Hard materials (under 40HRC) O @ @ : Continuous / 1st Choice
GMGA 8030-400R Hard materials (over 40HRC) ( : Continuous / 2nd Choice
g pwm |3
. . 3| € 5! e
Dimension (mm)| £ [55| Coated |2 S o
©| g camide | 03
Insert Descriotion (Previous © Applicable | @5
P Description) g/9/2|8|3|2| Toolholder | o =
Wi r | Mz 22 ® 2
%o a|a|< o
= 8
-t
DR |GMm 8030-080MW |[GMM 8030-08 | 8.0 | 0.8 | 60 | @@ @0 ®
e 9T 0
Chip Control Oriented / M Class
8 ;\/ < re
g‘\: L GMG 8030-050MG |GMG 8030-05MG| 8.0 | 0.5 | 6.0 @®® @ ® ® KFMSY ---8| G68
Sharp-Cutting O N
o | o -
Ground Chipbreaker
= ]
@ GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
il B e e B
Full-R / Copying

I
Inserts are sold ]
in 10 piece boxes. A

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)




CERACUT Cut-Off

Face Grooving Blade -

M KFTB-S

5 w
%’ ‘Qo
g 5 w& @ﬂ
- 1
| =z

150°

® Right-hand Shown ® | eft-hand Shown

—

@ Blade Dimensions

Std. Dimension (mm) Width FacelGroovingSpare Parts
(mm) | Dia.eD Wrench .
inti Applicable |Applicable Blocks
Description Inserts 3 H19
RILI"H| L | A|T|C W |MIN. | MAX.
KFTB". 65100-4S ( J(J 25| 4 65 |100
90150-4S [ J(J 5.2 90 |150 KTKTB20-32
150250-4S @@ 321150 30| O 4.0 140|250 FTk4 25-32
250800-4S @@ 3.2 230| o0 | LTK-5 32-32 O_E
KFTB™. 90150-5S [ J[ J 52 30 90 |150 KTKTBF25-32
150250-5S @@ 32 150 32| O 5.0 [150|250 FTK5 32-32 o
250800-55 @@ 4.0 | 38 250| o §
+ Dimension T shows available grooving depth. ‘ 8
+ Face Grooving Dia.gD: The diameter range of the initial groove. (3
+ The insert has Self-Clamping system and it is not suitable for tight tolerance grooves (tolerance+0.05mm).
- KFTBR%.65100-4S toolholder is designed with the edge position 4mm above the Center. —
* Dimension H shows the length between virtual tops.
. Appllcable Inserts I\F;I (S:ar.bon Sl U] o Classification of usage
tainless Steel [ ]
K [CastlIron (™)
N  |Non-ferrous Metals @ | @ : Continuous-Light Interruption / 1st Choice
— ) : Continuous-Light Interruption / 2nd Choice
S TltanlumfAIon ® | ¢ : Continuous  1st Choice
H Hard materials (under 40HRC) O O - Continuous / 2nd Choice
Hard materials (over 40HRC)
T & P |8 .
Dimensions (mm) | E (85| coated | -2 S5
O §|Camite|S Applicable 52
T o 9
Insert Description W 2 § § § o Toolholder o §
re C1E) T B
FEEgs :
KFTB".  65100-4S
90150-4S
e FTK 4 4.0 o000 0 150250-4S
Ei[ﬁ 0.25 250800-4S | G69
& KFTB%.  90150-5S
5 5.0 00000 150250-5S
250800-5S

For recommended cutting conditions, see page ® G75

@ Selection of Blade and Insert

Combination of Blade + KTKTB
R-hand Blade L-hand
No Hand Insert No Hand

Combination of Blade + KTKTBF
R-hand Blade L-hand
No Hand Insert No Hand

Blade
Insert

Blade
Insert

(Reverse mounting)

(Normal mounting)

(Reverse mounting)

(Normal mounting)

L-© O OL—1

R} < <=
== ° ° ° o] —=l° ° o—0ony

Blade + Block Blade + Block Blade + Block Blade + Block
____ KFTBR KTKTB KFTBL KTKTB KFTBR KTKTBF KFTBL KTKTBF
is= ol o I==_ - = —  — | —]
e cke] o B = =

(Normal mounting)

(Reverse mounting)

(Normal mounting)

(Reverse mounting)

@ : Std. Item O : Check Availability R : Std. ltem (R-hand Only) L: Std. ltem (L-hand Only)

G69



Integral Type

Face Grooving Toolholders (Round Shank) [GVF Insert]/

M GIFV

_oD |

Face Grooving Dia D1
(To outer dia.)

Face Grooving Dia gD1
(To outer dia.)

GIFVR3532B-201A
shows Right Figure.

SV
GIFVL3532B-201A
shows Left Figure.
® Right-hand Shown | o eft-hand Shown
R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.

Ty

@ Toolholder Dimensions

. . Face Grooving Spare Parts
Std. Dimension (mm) Dia. D1 Clamp Set Wrench Aosloable Inser
o pplicable Inserts
Description 2
RIL|gAleD| H [L1|L2| F | T |MIN. /X '\—/ ? A
A 35 GVFY.200A~340A
o GIFV7.  3532B-201A |@/® 35 E 22 (12) @ | CPSV - GVF/.100AR~150AR
S . 35/ 50 GVF¥.250B~3508
g GIFV?%.  3532B-351B o0 % 4.6 (25)|(=0) GVFY.150BR
o 35/ 50 GVF?.400B~4908B
3532B-352B o0 % 5.1 (25)|(=0) . s GVF¥.200BR
50| 70 GVF?,250B~3508
5032B-501B o0 0 321301250 16|4.6 (25) (00) GVF¥,150BR
50 | 70 i i GVF?.400B~4908B
5032B-502B o0 L 5.1 (25)|(0) GVF¥.200BR
GIFV?. 5032B-501C L) 6.6 (gg) (12) GVF%.350C~450C
50 35 ERE CPS-8V LW-4
5032B-502C o0 8.1 (25)| (o) GVF%.500C~600C

Note 1 ‘ Dimension T shows available grooving depth. ‘
2. Standard toolholders are designed with the edge position 1.0mm above the center.

@ Face Grooving Dia. D1 depends on the application.

Face Grooving | Face Grooving Dia.
Application Description Dia. ot oD1 Remarks
(MIN.) | MIN.[MAX.|(MAX.)
GIFV%. 3532B-201A 0
J % GIFVRL. 3532B-351B 35 50
- /ﬁE = 3532B-352B
3 5032B-501B - 0 -
iga N1 ® 5032B-502B 50 | 70
)~ GIFVY. 5032B-501C
5032B-502C
R N (o)
7 A\ g:ExH;t ggggg_gg:g 12 35 = If D2 Z 58-2W, the Face Grooving Dia.
- /ﬁﬂ: —loy 3532B-352B | can be expanded to gd1 .(MIN.) toward
° al'a) EorD EnaD the Center. W = Edge Width
® non /W 9 % 25 % | IfeD2 = 75-2W, the Face Grooving Dia.
\ = 7 can be expanded to gd1 (MIN.) toward
/ Z I GIFV%. 5032B-501C | 50 | 70 the Centeﬁ W = Edge Wiéth )
i 5032B-502C
GIFV®. 3532B-201A 12 0
J GIFV?L. 3532B-351B 35 50
_ P 3532B-352B
b - - 5032B-501B oo .
SN 749% 1— ¥ 5032B-502B 2o 70
% s GIFV?. 5032B-501C
5032B-502C

+ The value () of Face Grooving Dia. (gD1 (Max)) is the maximum outer diameter value after the initial groove between MIN~MAX. (It is possible to widen the groove to infinity «)
+ The value ( ) of Face Grooving Dia. (2d1 (MIN)) is the minimum diameter of the boss which remains in the center when widening the groove width to a smaller value after the initial groove
between MIN~MAX.

@ : Std. ltem O : Check Availability R : Std. Item (R-hand Only) L: Std. ltem (L-hand Only)

G70




Face Grooving Ve

M Applicable Inserts

(mm)
o P [Carbon Steel / Alloy Steel (™) .
D t A L
GVFR/LOA 43 | 12 45 '\}g i‘a‘:"less Seel L P ilas S:f Icah::l Iotf usl.ag/e
ast Iron : Continuous-Light Interruption
~-000B 5.8 20 5.0 N | Non-ferrous Metals @ o 1st Choice
--000¢ 7.0 27 7.0 S [Titanium Alloy o @ @) :Continuqus-LightInterruption/
+-O00OAR 4.3 12 4.5 H Hard materials (under 40HRC) O Y :éTnggsgjsHst Choice
+-O0O0OBR| 5.8 20 5.0 Hard materials (over 40HRC) O : Continuous / 2nd Choice
PD | g _
. Dimension (mm) | Cemet |Coated| -S| PCD S 5
o (Previous Catbide| O Applicable | &2
Insert Description o == & e
Description) olo/o/@ @283 Toolholder | g
WIB re 233528288 AN
R-hand shown oo XX X
GVF?. 200-020A |GVF?L 200A | 2.00 e oe
230-020A 230A |2.30 o o0
250-020A 250A [2.50 o oo
270-020A 270A (270 23|02l @@ | |CIFVIL -201A
290-020A 290A |2.90 e o0
340-020A 340A 340 e o0
re GVF". 250-020B |GVF®. 250B | 2.50 o o0
. 300-020B 300B |3.00| 4.8 o o0 GIFV?/--00 1B
< e 350-020B 3508 |3.50 o oo
Bﬂ: W+0,03 400-020B 400B | 4.00 0.2 e 00
L 430-020B 430B [4.30 5.3 e o0 GIFVAL 00 2B
1 460-020B 460B |4.60 e oo
o T 17 490-020B 490B | 4.90 o oo O_E
g GVF". 350-040C |GVF®. 350C |3.50 o oo
400-040C 400C |4.00| 6.8 o o0 GIFV?/--001C o
450-040C 450C |4.50 0.4 o o0 §
500-040C 500C |5.00 : e 00 1<)
550-040C 550C |5.50] 8.3 ® @@ | [GIFVR.--002¢ e
600-040C 600C | 6.00 o oo o
GVF®L 250-020B |GVF. 250B |2.50 () —_—
4.8 GIFV?/L-- 00 1B| G70
300-020B 300B |3.00 ()
re 0.2
< N e 400-020B 400B |4.00| 5.3 O|GIFVA+- 00 2B
JE{: W+0,03
L GVF®L 350-020C - 3.50 6.5l 02 O
oI T T4 400-020C - 4000 | @)
GIFVR 00 1C
GVF?. 350-040C |GVF?. 350C |3.50 6sl04 O
1-Edge 400-040C 400C (400 | O
GVF". 200-100AR |GVF®. 100AR| 2.00 1.00 ()
250-125AR 125AR|[2.50] 2.3 |1.25 [0 GIFV®/_---201A
300-150AR 150AR| 3.00 1.50 L)
GVF?. 300-150BR |GVF?. 150BR|3.00| 4.8 |1.50 () GIFV®--00 1B
15 13° 400-200BR 200BR|4.00| 5.3 [2.00 () GIFV*.--00 2B
Full-R
+ Dimension B: shows available grooving depth.\ Recommended Cutting Conditions @ G75
@ : Std. Item O : Check Availability R : Std. Item (R-hand Only) L : Std. Item (L-hand Only) :’ - _I_n_s;r_t; ;r_e_s_o_l& - ": :’ _C_B_N_ EP_C_D_ I_n_s;r_t; ;r‘e'\:

| in10 piece boxes. 1! sold in 1 piece boxes. 1(G71

____________________________________



Recommended Cutting Conditions/

@ GBAinsert (Ground Chipbreaker)

Recommended Insert Grade (Cutting Speed: m/min) @ fat Grooving (mmirev)
- - @ f at Traversing (mm/rev) @
. Cermet | PVD Coated Carbide |Carhide| CBN |[PCD ® 1/ ap (mm) <
Workpiece w | o cnl—B ©
q (=3 o o
Material $/18 2 8 t|8 sk |8 5| GBAOO™ | GBAOO™. | GBACO | GBAOOY. |GBAOO™ | §
-
B f| x| x| X 2 mmeea 033~100 | 125~200 | 230~300 | 330~400 | 400~480 | &
o XX XX
* 71? * * * (10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 (10.05~0.12
Carbon Steel 150520 1150520| 80300 | 80360 | sortgo| - - - | @Traversing NA. | @0.04~0.09 | 20.05~0.1 (@0.05~0.1 ®0.05~0.1
(®Traversing N.A. | @Max. 0.3 ®Max. 0.5 ®Max. 0.5 (®Max. 0.8
* 7% * * * (10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1
Alloy Steel 130500 130900| s0o80 |8oac0 | acteo | - - - | @TraversingN.A. | @0.04~0.08 | ®0.05~0.09 | @0.05~0.1 (20.05~0.1
(®Traversing N.A. | @Max. 0.3 ®Max. 0.5 ®Max. 0.5 ®Max. 0.8
i\\’ 7% * * (10.03~0.07 (10.04~0.08 (10.05~0.09 10.05~0.1 (10.05~0.1
Stainless Steel = 70450 60150 | 60430 60130 | " - - - | @Traversing NA. | @0.04~0.08 | @0.05~0.09 | ?@0.05~0.1 @0.05~0.1
(®Traversing N.A. | @Max. 0.3 ®Max. 0.5 ®@Max. 0.5 (®Max. 0.8 -
* e * (10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 (10.05~0.12 %
Cast Iron - - - - < | aoneo 600 lsmso| - | @TraversingNA. | 20.04~0.09 | @0.05~0.1 @0.05~0.1 @0.05~0.1 °
(®Traversing N.A. | @Max. 0.3 (®Max. 0.5 ®Max. 0.5 (®Max. 0.8 8
* * (10.05~0.12 10.05~0.15 (10.05~0.15 (10.08~0.15 (10.08~0.15
Aluminum - - - - - < lisowoo] © |soagno| @TraversingNA. | @0.05~0.15 | 20.05~0.15 | @0.08~0.15 | @0.08~0.15
(®Traversing N.A. | @Max. 0.5 ®Max. 0.8 ®Max. 0.8 ®Max. 0.8
* * 10.05~0.12 @0.05~0.15 | @0.05~0.15 | 10.08~0.15 | 10.08~0.15
Brass - - - - - - 150300 * |200-800 @Traversing N.A. | 20.05~0.15 ®0.05~0.15 (20.08~0.15 @0.08~0.15
(®Traversing N.A. | @Max. 0.5 ®Max. 0.8 (®Max. 0.8 (®Max. 0.8
* (10.02~0.05 (10.03~0.07
Hard Materials - - - - - - < lgonzl - - (@Traversing N.A. | @0.01~0.04 - -
(@ Traversing N.A. | @Max. 0.1
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation ¥ : 2nd Recommendation
O_E @ GBAinsert (MY Chipbreaker)
Recommended Insert Grade (Cutting Speed: m/min) @ fat Grooving (mmirev)
N N ® f at Traversing (mm/rev) )
o . Cermet |PVD Coated Carbide | Carbide | CBN | PCD ® 1/ ap (mm) <
£ HETLEREs S clol|lv| o] 2]ls® GBA43%, o
8 Material S S 2 & = E 2 28 GBA43%. | GBA43% | GBA43% 330MY GBA43%L | &
|19 | x| x| o
= z @ @ | & @& [175MY~200MY[230MY~265MY|  300MY 400MY
———— % % | % (00.03~0.08 | (00.04~0.09 | (10.05~0.1 10.05~0.12 | 10.05~0.12
Carbon Steel 150020 © | goa00 8000 - - - | @0.03~0.08 | (@0.04~0.09 |(@0.05~0.1 ®0.05~0.1 @0.05~0.1
(®Max. 0.3 (®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8 -
i\f ‘y/% * (10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1 %
Alloy Steel 1305900 - = ls0is0lsos0| - - - | ®0.03~0.1 (@0.04~0.08 | @0.05~0.09 | 20.05~0.1 @0.05~0.1 5
(®Max. 0.3 (®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8 Q
* * * (10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1 o
Stainless Steel o050 - = 6050l 6os0| - - | ®0.03~0.1 (@0.04~0.08 | @0.05~0.09 | (@0.05~0.1 (®0.05~0.1
®Max. 0.3 ®Max. 0.3 ®Max. 0.5 ®Max. 0.5 (®Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation s : 2nd Recommendation
@ GB insert (Ground Chipbreaker) @) changes to GBA type.
Recommended Insert Grade (Cutting Speed: m/min) Dfat Grooving (mm/rev)
- ; ® f at Traversing (mm/rev) )
) Cermet PVD Coated Carbide |Carbide| CBN | PCD ® / ap (mm) <
Workpiece o | o S =B I
Material $%/8|8|8| 2|2 |83|6B0O%|GBOO% | GBOOU | GBOO% | GBOOY | §
F|lR|L|g | g8 @ |gg 050-100 | 125-200 | 230-300 | 330-400 | 400~480 |
* * ‘A’ * (10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 (10.05~0.12
Carbon Steel = 150520 100950] 805300 | s0igo| - - - | @Traversing NA. | @0.04~0.09 | @0.05~0.1 (@0.05~0.1 @0.05~0.1
(®Traversing NA. | ®Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8
ﬁ * * (0.03~0.07 (10.04~0.08 (10.05~0.09 10.05~0.1 @0.05~0.1
Alloy Steel = 1302200/ 80130 | 80480 | 80-160| - - - | @Traversing NA. | @0.04~0.08 | @0.05~0.09 | @0.05~0.1 (20.05~0.1
(®Traversing N.A. | @Max. 0.3 (®Max. 0.5 (®Max. 0.5 (®Max. 0.8
* * * (10.03~0.07 (10.04~0.08 (10.05~0.09 (10.05~0.1 (10.05~0.1
Stainless Steel - ~ o000l 6050 l6ots0| " - - | @TraversingNA. | @0.04~0.08 | @0.05~0.09 | @0.05~0.1 @0.05~0.1 =
(®Traversing N.A. | @Max. 0.3 ®Max. 0.5 ®Max. 0.5 (®Max. 0.8 ©
* (10.03~0.08 (10.04~0.09 (10.05~0.1 (10.05~0.12 (10.05~0.12 8
Cast Iron - - - - - 60-100 - - @Traversing N.A. | 20.04~0.09 @0.05~0.1 (20.05~0.1 @0.05~0.1 (&)
(®Traversing N.A. | @Max. 0.3 ®Max. 0.5 ®Max. 0.5 (®Max. 0.8
* * (10.05~0.12 (10.05~0.15 (10.05~0.15 (10.08~0.15 (10.08~0.15
Aluminum - - - - © 15000 - |150-2000 @Traversing N.A. | @0.05~0.15 | @0.05~0.15 | @0.08~0.15 | @0.08~0.15
(®Traversing N.A. | @Max. 0.5 ®Max. 0.8 (®Max. 0.8 ®Max. 0.8
* * (10.05~0.12 10.05~0.15 (10.05~0.15 (10.08~0.15 (10.08~0.15
Brass - - - - - 150-300 - 200800 @Traversing N.A. | 20.05~0.15 @0.05~0.15 (20.08~0.15 @0.08~0.15
(®Traversing N.A. | @Max. 0.5 (®Max. 0.8 ®Max. 0.8 (®Max. 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation vt : 2nd Recommendation
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@ TGF insert (Ground Chipbreaker)

Recommended Insert Grade (Cutting Speed: m/min) @ fat Grooving (mmirev)
- - @ f at Traversing (mm/rev) )
) Cermet PVD Coated Carbide | Carbide| CBN | PCD ® 7 ap (mm) <
Workpiece oo ol 22 g
Material 8 = 3 & = E g 8 é TGF32°% TGF32% TGF32%L TGF32% o
i
£ L B | 2| & g | & SE&| 033050 | 075~095 | 100~145 | 150~250 12
o X | XX
0.01~0.05 0.02~0.07 0.03~0.08 0.03~0.08
Carbon Steel w W A e * - - - Traversing N.A. | @Traversing NA. | 20.03~0.06 0.03~0.06
150~220|150-220100~150| 80~180 | 80~180 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
0.01~0.04 0.02~0.06 0.03~0.07 0.03~0.07
Alloy Steel ¥ ¥ 3 ¥ * - - - Traversing N.A. Traversing N.A. 0.02~0.05 0.02~0.05
y 130~200|130-200 80~130 | 80~160 | 80~160 (3)Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
0.01~0.04 0.02~0.06 0.03~0.07 0.03~0.07
Stainless Steel b - ¥ ¥ * - - - Traversing N.A. | @Traversing NA. | (20.02~0.05 0.02~0.05 k=
70-150 60~100 | 60-130| 60~130 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2 o
* 0.01~0.05 0.02~0.07 0.03~0.08 0.03~0.08 8
Cast Iron - - - - - - - Traversing N.A. Traversing N.A. 0.03~0.06 0.03~0.06 (&)
60~100 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
* * (10.01~0.05 0.02~0.07 0.03~0.08 0.03~0.08
Aluminum - - - - - - Traversing N.A. Traversing N.A. 0.03~0.06 0.03~0.06
150-400 1502000 ; Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
* * 0.01~0.04 0.02~0.06 0.03~0.07 0.03~0.07
Brass - - - - - - Traversing N.A. Traversing N.A. 0.02~0.05 0.02~0.05
150-300 200-800 Traversing N.A. Traversing N.A. Max. 0.2 Max. 0.2
. . % : 1st Recommendation ¥ : 2nd Recommendation
@ TG insert (Ground Chipbreaker) @) changes to GBA.
Recommended Insert Grade (Cutting Speed: m/min) Feed Rate (mm/rev)
Workoi Cermet PVD Coated Carbide Carbide) CBN | PCD 2
orkpiece o =& e
q (=3 o o
Material 2 3 8/ 8/8 5 2 83| TGOO™ | TGOOM. | TGOOM. | TGOO% | TGOO™ | §
Fl R |2 2 3 § |gg 075-095 | 125~200 | 230~300 | 330~400 | 430-450 x
= o)
Carbon Steel w0 - | - - - -] -] - |0030.07]0.030.08 | 0.050.1 |0.05-0.120.05-0.12| E £
o o
<]
o @]
Alloy Steel oo - | - - -1 -1+ - 002006003007 0.05-0.09 0.050.1|00501|S| &
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation s : 2nd Recommendation
@ GH insert (Ground Chipbreaker)
Recommended Insert Grade (Cutting Speed: m/min) Dfat Grooving (mm/rev)
- . " @ f at Traversing (mm/rev) %)
Workoi Cermet PVD Coated Carbide | Carhide| Ceramic ® 7 ap(mm) ¥
orkplece ®©
. o o
Material s/ s/8| g g 2 © | 3 GH GH GH GH g
Z|L |2 | 2|8 < || 45 | 5570 | 7580 | 100~120 i4
0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
ok | K| | K . ] . - - - -
Carbon Steel 150-220|150-220| 100°150| 80200 | 80~180 o008 | Gporals | B0I-02 o025
0.07~0.18 0.07~0.18 0.1~0.23 0.15~0.27
Alloy Steel w > ¥ * - - - 0.07~0.13 0.07~0.13 0.1~0.18 0.15~0.22
y 130~200|130~200| 80~130 | 80~180 | 80~160 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
0.07~0.16 0.07~0.16 0.1~0.21 0.15~0.25
Stainless Steel b - o v |k - - - 0.07~0.13 0.07~0.13 0.1~0.18 0.15~0.22
70-150 60-100 | 60-150 | 60~130 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
KW10 KW10 KW10 KW10
0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
* i\( 0.07~0.15 0.07~0.15 0.1~0.2 0.15~0.25 z
; } R R R {3 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0 ©
Cast Iron 60~100 | 150-300| 150-300 | A5/ AG6N 265/ AGGN A65/ AGGN AB5 / AGGN S
0.03~0.07 0.03~0.07 0.05~0.09 0.05~0.09 (&)
Traversing N.A. Traversing N.A. Traversing N.A. Traversing N.A.
Traversing N.A. Traversing N.A. Traversing N.A. Traversing N.A.
. * 0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
Aluminum - - - - - - - 0.07~0.15 0.07~0.15 0.1~0.2 0.15~0.25
150-400 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
* 0.07~0.2 0.07~0.2 0.1~0.25 0.15~0.3
Brass - - - - - - - 0.07~0.15 0.07~0.15 0.1~0.2 0.15~0.25
150-300 Max. 1.0 Max. 1.0 Max. 1.5 Max. 2.0
T % | % 0.02~0.05 0.02~0.05 0.02~0.05
ard Materials - - - - - - 0.01~0.03 0.01~0.03 0.01~0.04
40-80 | 40-80 | (3)ax, 0.1 Max. 0.2 Max. 0.2
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation vt : 2nd Recommendation
@ GHU insert (Molded Chipbreaker)
Recommended Insert Grade (Cutting Speed: m/min) @ fat Grooving (mm/rev)
cVD ) : @ f at Traversing (mm/rev) @
Cermet ooty Cante| PVD Coated Carbide|  Ceramic ® /1 ap (mm) X
. p X
Workpiece e | o | o ©
Material 2 2|8 § 2| 2| w2 GHU GHU GHU g
z (8] o o ¥ © Y
- - - 5 o o < < 40 50 60
Carb s | ﬁ * 0.06~0.12 0.06~0.12 0.06~0.15
arbon Stee - - - - - - 0.05~0.1 0.05~0.1 0.05~0.12
130-200 80-180 Max. 1.0 Max. 1.0 Max. 1.5 =
Al Steel ¥ * 0.06~0.12 0.06~0.12 0.06~0.15 ©
[o) ee - - - - - - 0.05~0.1 0.05~0.1 0.05~0.12 °
Y 100-180 80-160 Max. 1.0 Max. 1.0 Max. 1.5 Q
* 0.06~0.1 0.06~0.1 0.06~0.12 o
Stainless Steel - - - - - - - 0.05~0.08 0.05~0.08 0.05~0.1
60-130 Max. 0.8 Max. 0.8 Max. 1.2
* Above cutting condition is for external grooving. Set both cutting speed and feed rate lower than 10% for internal grooving. % : 1st Recommendation ¢ : 2nd Recommendation
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Recommended Cutting Conditions/

@ GAinsert (Molded Chipbreaker)

Recommended Insert Grade (Cutting Speed: m/min)

@ f at Grooving (mmirev)
@ f at Traversing (mm/rev)

N Cermet oD s| PVD Coated Carbide | Carbide ® / ap (mm) g
orkpiece = ©
q o o
Material 218191 8 8| o | & | 2 GA GA GA £
Z|z|lo0o|lo |l |2/l 2 = o
FIE R B E ¥ x ) 3 30 40 50 o
G S % * 0.06~0.18 0.06~0.21 0.06~0.25
arbon Stee - - - - - - 0.05~0.15 0.05~0.17 0.05~0.2
130-200 80-180 Max. 0.8 Max. 1.0 Max. 1.3 =
FT— Y * 0.06~0.15 0.06~0.18 0.06~0.22 IS
oy Stee - - - - - - 0.05~0.12 0.05~0.15 0.05~0.18 °
y 100-180 80-160 Max. 0.3 Max. 0.5 Max. 0.8 Q
* 0.06~0.1 0.06~0.1 0.06~0.12 O
Stainless Steel - - - - - - - 0.05~0.08 0.05~0.08 0.05~0.1
60-130 Max. 0.8 Max. 0.8 Max. 1.2
. . % : 1st Recommendation ¥ : 2nd Recommendation
@ GIAinsert (Molded Chipbreaker)
Recommended Insert Grade (Cutting Speed: m/min) Dfat Grooving (mm/rev)
oD N N @ f at Traversing (mm/rev) )
Workopi Cermet cuieicanice| PVD Coated Carbide | Carbide i1 ap (mm) <
orkpiece ©
wn
. =} o o
Material 2/ 8/ /8| 8 |a|a|¢8 GIA GIA GIA £
Z|z|lo0o|lo|le2e |22 = &
FIF R P x| 3 30 40 50 e
* 0.04~0.08 0.04~0.09 0.05~0.1
Carbon Steel - - - - - - 0.02~0.08 0.02~0.08 0.05~0.08
60-120 60-120 Max. 0.3 Max. 0.4 Max. 0.5 <
P * 0.04~0.07 0.04~0.07 0.05~0.08 &
oy Stee - - - - - - 0.02~0.07 0.02~0.07 0.05~0.08 °
y 60-100 60-100 Max. 0.3 Max. 0.4 Max. 0.5 Q
* 0.04~0.07 0.04~0.07 0.05~0.08 o
Stainless Steel - - - - - - - 0.02~0.07 0.02~0.07 0.05~0.08
60-80 Max. 0.3 Max. 0.4 Max. 0.5
. % : 1st Recommendation v : 2nd Recommendation
@ GMN insert (CBN / PCD)
Recommended Insert Grade (Cutting Speed: m/min) Dfat Grooving (mm/rev)
@ f at Traversing (mm/rev) )
Workpiece CBN PCD /I ap (mm) f
©
Material KBN510 KPDO001 GMN4 £
)
(ﬁgxfgg) (KPD010) GMN2 GMN3 GMN5 GMN6 o
0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20
Aluminum - 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20
150-2000 Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8
B 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20 -
rass - 0.05~0.15 0.05~0.15 0.08~0.18 0.10~0.20 €
200-800 Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8 o]
* 0.04~0.09 0.05~0.1 0.05~0.12 0.05~0.15 S
Cast Iron 150500 - 0.04~0.09 0.05~0.1 0.05~0.12 0.05~0.15 o
Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8
] 0.02~0.05 0.03~0.07 0.03~0.08 0.05~0.1
Hard Materials - 0.01~0.03 0.01~0.05 0.03~0.08 0.05~0.1
80-120 Max. 0.1 Max. 0.2 Max. 0.3 Max. 0.4

* Above cutting condition is for external grooving. Set feed rate lower than 20% for face grooving.

% : 1st Recommendation



@ GV insert (Ground Chipbreaker)

Recommended Insert Grade %I"“ Cleaig ([miE)
X ) at Traversing (mm/rev)
(Cutting Speed: m/min) ® 7/ ap (mm)
: PVDCoated| . | SVh | Gvi | Gvih | GV 2
Workpiece Cermet Carbid Carbide | 100SS~300SS 1458~1858 | 200B~280B | 300B~400B ®©
Material aride 1005-~3008 =
= o R o
5§/ 8 ¢ g S o GV | GV | GV | GV | GVA
4 O (8] I 4 ™ " . "
= = = o & < | 100AR~150AR 100BR 150BR | 280C~300C | 340C~400C | 430C~500C
Carbon Steel % | % % | * 0.03-0.08 | (00.03-0.08 | (10.04~0.09 | (10.05-0.12 | (10.04~0.09 | (10.05-0.12 | (10.05-0.12
arbon Stee - 0.03-0.08 | 20.03-0.08 | 20.04~0.09 | @0.05~0.1 0.04~0.09 | 20.05~0.1 0.05-0.1
120-180| 120~180 80~120 | 80-160 | 80~140 Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5
Aoy Stea BBl ]~ [Ty [GoEer (qotraon gotha1 T gostaer gnoser T gucces
O ee - .03~0. .03~0. .04~0. .05~0. .04~0. .05~0. .05~0.
y 100-160| 100~160 80~100 | 80-140 | 80~120 Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5
Stainless Steel % | g | sk 00301 | 200301 | B004008 | @0.05-01 | 2004008 | 200501 | 00501 |E
ainless Stee - - 05~0. 105~0. 0501 |E
70-130 60-100 60-130 | 60-110 Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5 | ®
* 0.03-0.08 | (00.03-0.08 | (00.04-0.09 | (00.05-0.12 | (0.04-0.09 | (0.05-0.12 | 10.05-0.12 |
Cast Iron - - - - - 0.03-0.08 | 20.03~0.08 | 20.04~0.09 | @0.05~0.1 0.04~0.09 | 20.05~0.1 0.05-0.1 | O
60-100| 3Max. 0.3 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.3 Max. 0.5 Max. 0.5
* 0.05-0.12 | (00.05-0.12 | (10.05-0.15 | (10.08~0.15 | (10.05~0.15 | (10.08-0.15 | (10.08-0.15
Aluminum - - - - - 0.05-0.12 | @0.05-0.12 | 20.05~0.15 | 20.08-0.15 | @0.05~0.15 | 20.08-0.15 |(20.08-0.15
150-300] (9max. 0.5 Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.5 Max. 0.8 Max. 0.8
* 0.05-0.12 | (00.05-0.12 | (10.05~0.15 | (10.08~0.15 | (10.05~0.15 | (10.08~0.15 | (10.08-0.15
Brass - - - - - 0.05-0.12 | @0.05-0.12 | 20.05~0.15 | 20.08-0.15 | 0.05~0.15 | @0.08-0.15 |(20.08-0.15
100-250] (9max. 0.5 Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.5 Max. 0.8 Max. 0.8
* Use PVD coated grade or carbide for traversing with edge width 1mm (GV#.100SS / 100S / 100A) % : 1st Recommendation s : 2nd Recommendation
@ GVF insert (Ground Chipbreaker)
Recommended Insert Grade %Ia' Clooyps (/=Y
X X at Traversing (mm/rev)
(Cutting Speed: m/min) ® /I ap (mm)
(2]
. cvbo | PVD Coated GVF?, GVF%, GVF? GVF¥ GVF%, =
Workpiece Cermet Coated ) Carbide - y y y y © 2
- Carbide | Carbide 200A~340A | 250B~350B | 400B~490B | 350C~450C | 500C~600C | £ S
Material o 3
T} o s o o
28 2 8 5 2 8 g GVFY. | GVFL | GVF% o
E|E | R | P | B | E| & | g |00ARIEMR| 150BR | 200BR
0.03-0.08 0.04-0.09 0.05-0.1 0.05-0.12 0.05-0.12
PAq DAq B x| Kk B g . ) ) %
Carbon Sted bbb~ |oohlson| | 30030 | zaskoss |sommal |gocsor’ | zassol
% % 0.03-0.07 0.04-0.08 0.05-0.09 0.05-0.1 0.05-0.1
Aoy e bojofinlottn]  |afholwtio] - |ZESL |jenen om0 |sseny el
Stainless Steel % % ¥ 00301 | 3004008 | 2005000 | 00501 |@005.01 | E
ainless Stee - - - - g
70-150 60-100 60-150 | 60-130 Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8 ]
* 0.03-0.08 0.04-0.09 0.05-0.1 0.05-0.12 0.05-0.12 g
Cast Iron - - - - - - - 0.03-0.08 0.04~0.09 0.05~0.1 0.05~0.1 0.05~0.1 o
60-100] 3Max. 0.3 Max. 0.3 Max. 0.5 Max. 0.5 Max. 0.8
* 0.05-0.12 0.05-0.15 0.05-0.15 0.08-0.15 0.08-0.15
Aluminum - - - - - - - 0.05~0.12 0.05-0.15 0.05-0.15 0.08~0.15 0.08-0.15
150-400| @Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8
* 0.05-0.12 0.05-0.15 0.05-0.15 0.08-0.15 0.08-0.15
Brass - - - - - - - 0.05~0.12 0.05-0.15 0.05-0.15 0.08~0.15 0.08-0.15
150-300] (m)Max. 0.5 Max. 0.5 Max. 0.8 Max. 0.8 Max. 0.8
+ The ap should be under 0.5mm if a good surface finish is required. % : 1st Recommendation ¢ : 2nd Recommendation
@ FTK Recommended Cutting Conditions
Workpiece Recommended Insert Grade (Cutting Speed: m/min) Edge Width (mm) £
M atgrial Cermet |CvDCoated Caride|  PVD Coated Carbide | Carbide 4.0 ‘ 5.0 ‘ ‘ ‘ e
TN90 | CR9025 | PR660 | PR930 KW10 f (mm/rev) &
Carbon Steel s * w w - ~ ~
120~200 | 80~180 60~130 60~130 0.05~0.15 | 0.05~0.15
Alloy Steel < * ¥ ¥ . - -
y 100~160 | 70~150 | 60~130 | 60~130 0.05~0.15 | 0.05~0.15
; Y * * * B =
Stainless Steel 80-150 | 60~140 | 50~120 | 50-120 0.05~0.15 | 0.05~0.15 5
o
* - - o}
Cast Iron B - - . 50-100 0.10~0.30 | 0.10~0.30 o
Aluminum . . . . * 10.05~0.25 | 0.05~0.25
200~450 : : : :
Brass : : . . * 10.05~0.25 | 0.05~0.25
100~200 ) ) ) ’

% : 1st Recommendation vt : 2nd Recommendation
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CERACUT Plunge & Turn Recommended Cutting Conditioy

B GMG * GMM * GMN * GMGA
Recommended Insert Grade (Cutting Speed: m/min) Grooving Traversing
. Cermet ooae atice Ly Carbide Width (mm) Width (mm) £
Workpiece 0 @
Material 8 & 3 8 8 g 20-30 | 40 | 50 6.0/80 20-30| 40 | 50 |60/80|§
Z 4 [i4 4 x
4
i o o & o < f (mm/rev) f (mm/rev)
Carbon Steel 10;}’220 80?2700 80?5700 80}‘2'00 0.05~0.15 | 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40
Alloy Steel 80?2?00 70?\{80 70?{80 70‘580 0.05~0.15 | 0.10~0.25 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.30 | 0.20~0.40 | 0.25~0.40
Stainless Steel 70?;?60 Goﬁso 60‘550 60?\{50 0.05~0.15 | 0.10~0.20 | 0.15~0.35 | 0.20~0.35 | 0.10~0.20 | 0.15~0.25 | 0.20~0.40 | 0.25~0.40 E
o
Cast Iron 105’5200 70?1750 0.05~0.20 | 0.10~0.30 | 0.15~0.40 | 0.20~0.40 | 0.10-0.25 | 0.15~0.35 | 0.20~0.45 | 0.25-045 | 3
Aluminum zootsoo 0.05~0.20 | 0.08~0.25 | 0.10~0.25 | 0.12-0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30
Brass 1000000/ 0.05+0.15 | 0.08+0.20 | 0.10~0.25 | 0.12-0.30 | 0.10~0.20 | 0.10~0.25 | 0.10~0.25 | 0.15~0.30
@ See the notes below for traversing conditions. k-t Recommendation - 2nd Recommendalion
@ Case of KGM Toolholder
Recommended Conditions
ap (MAX) mm under 80% of Edge Width| - ap=<0.8w f W
f (MAX) mm/rev under 10% of Edge Width| - f=0.1w 2
(ap)x(f) shall not exceed 1/2 of ap(Max)*f(Max) g o i
Load (g —— WM 5005 | 30 40 5.0 6.0 8.0 © ‘ re
apxf ~0.20 | ~0.36 | ~0.64 | ~1.00 | ~1.44 | ~2.56 = m
- apxf< 3x0.8wx0.1w=0.04w? 1
® Case of KGM-T Toolholder (Deep Grooving Type)
Use 90% of KGM conditions
® Case of KGMM / KGMS / KFMS-8 Toolholder
Recommended Conditions
ap (MAX) mm under 50% of Edge Width| - ap=0.5w
f (MAX) mm/rev under 4% of Edge Width - £=0.04w
apxf should be as follows. (Under 50% of KGM)
Load () Edge Widh () 5 025 3.0 4.0 5.0 6.0 8.0
apxf ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28 )
+ apxf=0.02w
@ Case of KIGM Toolholder
Recommended Conditions
ap (MAX) mm under 70% of Edge Width| -+ ap=0.7w
f (MAX) mm/rev under 8% of Edge Width | -+ f=0.08w
apxf should be as follows. (Under 70% of KGM)
Load (m?) EdeWidh (nm)} 50 4.0 5.0
apxf ~0.25 ~0.44 ~0.70
- apxf=0.04w”




. GMG / GMM / GMGA 8030 (Face Grooving)

Recommended Insert Grade (Cutting Speed: m/min) Face Grooving Traversing

) Cermet| o o]  PVD Coated Carbide |Carbide Width (mm) Width (mm) 2
Workpiece o - - ©
Material = S s 2 S < 8.0 8.0 g

Z 2 |z | 2 2 | 2 4

o & e e f (mm/rev) f (mm/rev)
Carbon Steel 0550 | s05e0 | s0teo | 5660 0.1~0.2 0.1~0.25
Alloy Steel 80???60 70?:1760 70??60 70‘~A1'60 0.1~0.2 0.1~0.25
Stainless Steel 70?}?40 60?\;730 601‘1'30 60?{30 0.1~0.2 0.1~0.25 E
Cast Iron . . . - e Xeo | 05 | 01~03 0.1~0.35 3
Aluminum 2000300 | 0-08~0.25 0.08~0.30
Brass 10050 | 0:08~0.25 0.08~0.30
% : 1st Recommendation v : 2nd Recommendation

B FMM * FMN

Recommended Insert Grade (Cutting Speed: m/min) Face Grooving (FMM type / FMN type) Traversing (Case of FMM type)

) Cermet|cs o PVD Coated Carbide |Carbide Width (mm) Width (mm) °
Workpiece © 5
Material g | 2|5 8| 8|2 3.0 40 | 50/60| 30 40 |50/60 | § O_E

Z 2 |2 | 2 2 | g 4
3 e e o f (mm/rev) f (mm/rev) >
Carbon Steel 10500 | 80500 | 805500 | 562500 003~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 E
o
Alloy Steel 05500 | 71050 | 70550 | 70%s0 0.03-0.05 | 0.03~0.08 | 005010 | 0.05~0.10 | 005025 | 0.10~0.30 3
Stainless Steel 5o | eoiso | 56260 | s05is0 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~030 | § | ==
(o]
Cast Iron o Xe0 | 707550 | 003005 | 0.03~0.08 | 0.06~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | 8
Aluminum 2o | 0.03~0.05 | 003~008 | 0.05~0.10 | 0.05~0.10 | 0.06~0.25 | 0.10~0.30
Brass 10500 | 0.03~0.05 | 0.03~0.08 | 005~0.10 | 005010 | 005025 | 0.10~0.30

Set the feed rate 1/100 of edge width on the first groove and check chip evacuation. % : 1st Recommendation ¥ : 2nd Recommendation
FMN type Inserts are only for Deep Grooving, and when used for traversing. set to ap=0.2mm and under.

@ See the notes below for traversing conditions.
ap and f of FMM

Recommended Conditions
ap (MAX) mm under 50% of Edge Width| - ap=0.5w
f (MAX) mm/rev under 3~5% of Edge Width | -« f= [0.03 (Min.)~0.05 (MAX.)] w
apxf should be as follows.
Load () Edge Width (mm) 3.0 4.0 5.0 6.0
apxf ~0.09 ~0.14 ~0.25 ~0.36
- apxf=0.01 w?
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CERACUT Plunge&Turn

Guide for Machining -

B Guide for External Machining

® Point ( I ) (Traversing after Grooving)

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

® Grooving Depth under 0.5mm: At finishing (Refer to Fig.2) Before traversing, pull the tool back
: P ; about 0.1mm after grooving
Traversing subsequent to grooving is possible because shallow groove depths (Grooving Depth Over 0.5mm: At roughing)
relate a small load on the cutting edge. Fig.1

(Dwell-motion is not necessary.)

® Point ()
When widening the groove width, apply the “Step Turning”
as shown in Fig.3.
The widened groove and side walls should be finished last.
(For better chip control, ap over 0.5mm is recommended.)

Note: If the workpiece is not supported at the center, T(g"r‘gegjii;‘g B:%?ﬁ%ﬁgrtg gm‘fi/'_‘\?
O—E reduce the feed rate when grooving towards center fir;:ighinzg)
1g.
> 9
£
>
(]
o
O
B Guide for Face Grooving
(Toolholder Selection)
(D Choose the best tool depending on the groove width. 4
The machining Dia. @D listed in the catalog indicates the depth *jtm—
of the first plunge of face grooving as shown in Fig.1. gT
_ _ E E;
< s
® Confirm Grooving Depth (dimension T)
T
Fig.1
(@ Toolholder's hand is recommended so as to be Toolholder R-hand Toolholder L-hand
mounted in reverse. (Fig.2) Insert (No Hand) Insert (No Hand)

G78

This will provide smooth chip flow and chip

clearance.
E@ =0

(Traversing Tips)
Traversing direction should be from the outer
diameter to the inner diameter as shown in Fig.3. ‘_
This improves chip evacuation.

M

J
L]
|

Fig.2 Toolholder's Hand and Rotation

Fig.3



CERACUT Plunge&Turn

B Guide for Face Grooving (Continued)

® Point ( I ) (Traversing after Grooving)
(D Grooving Depth Over 0.5mm: At roughing (Refer to Fig.4)
Before traversing, pull the tool back about 0.1mm after grooving, instead of
traversing subsequent to grooving.
(Failure to pull the tool back before traverse cutting will result in an unbalanced
load applied on only one side of the cutting edge.)

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

Fig.4

(® Grooving Depth under 0.5mm: At finishing (Refer to Fig.5)
Traversing subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge.
(Dwell-motion is not necessary.)

Traversing subsequent to grooving
(Grooving Depth under 0.5mm: At finishing)

Fig.5

| Grooving ﬁ

® Point (II)
When widening the groove width, apply the “Step Turning”
as shown in Fig.6.
The widened groove and side walls should be finished last.
(For better chip control, ap over 0.5mm is recommended.)

0.1Tmm

Fig.6
@ Trouble shooting

Trouble Countermeasures

(This can handle most of the cases).

@ Increase the cutting speed for finishing process only.

If the method is not successful, try @

as follows. 905 ‘
Whitish trace remains at the | (@ Check the insert edge's parallelness. — @
groove bottom. Adjustment: Apply the insert edge to ?ﬁ;

the work face and adjust the toolholder
within the angle of +5'. (Fig.7)

Fig.7

(D Apply the toolholder's reverse mounting.
Adjust the coolant flow to the cutting edge.

(® When widening the groove, do not machine one deep groove.
Instead, repeat shallow grooving and turning.

Chips are entangled.

Insert cracks when ) o
. Reverse the facing direction.
traversing.

Check the edge's parallelness.

Groove is not straight. Decrease the feed rate.
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Cermet Insert /
Grooving Insert with Molded Chipbreaker

Guide for Machining s

B Guide for Grooving by Cermet Insert (Steel)

1. Set the f under 0.12mm/rev (0.05~0.10mm/rev normally).
2. Coolant is recommended.

3. Set the cutting speed Vc=150-220m/min.

4. Set the toolholder overhang as short as possible.

B How to Improve Surface Finish (when surface roughness below 3 /m Rz is required)
1. Increase the cutting speed (Vc=220m/min.MAX)
2. Program dwell-motion at the groove bottom.
3. Apply a light hone to the cutting edge by hand lapper.

Evacuation

M Chip Control of Grooving Insert with Molded Chipbreaker *........ i i oo
® Advantages of MY Chipbreaker T
1. Molded chipbreaker curls chips spirally and o of

front rake and front projections.

"""" ) back projections.

evacuates chips easily.

2. High precision molded Insert with
economical 3 cutting edges.

3. Can be used in automated production.

GBA-MY

3-Edge Molded Chipbreaker

Good surface finish of groove wall due to Less cutting force due to rake
narrow chips' evacuation by the effect of angle 14 -15° when installing
side rake and front projections. on toolholder.

=] -
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