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GBA type GM Chipbreaker
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Prevent frequent machine stop at

automated / unmanned production line
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GBA type GM Chipbreaker
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Good chip control tormeet wide application range
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Sharp cutting edge and MEGACOAT PR1215 realizes excellent surface roughness
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Stable machining at automated production line (prevent frequent machine stop)

m Multi Bump Design
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Center bump and dent squeeze and control chips
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Helps modifying chip shape
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Stable chip control at shouldering and chamfering
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Front bump:Stabilize chip control at low feed rate
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\ Smooth chip control due to optimum bump layout on the chipbreaker )
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GM chipbreaker showed stable chip conLrol from low feed to hlgh feed range.
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SCr420 (¢40) Vc=200m/min ap=3mm f=0.1mm/rev

W B FEFRZE Chipbreaker VIBRAR chip

TEEETHE FHHERE Groove surface roughness (528 : £ x 2000, 4% x 10 Scale 2000x10)
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GM chipbreaker improved surface roughness compared with Conventional Ground Chipbreaker F.
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c BEZEH Auomotive part
+ Ve=120m/min

SCM
- f=0.08mm/rev
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- REEH Auomotive part
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GM chipbreaker breaks chips finer compared with competitors ground chipbreaker G.
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GM chipbreaker Competitor (ground chipbreaker) G
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GM chipbreaker showed stable chip control at grooving and taper cutting compared with
conventional 3D chipbreaker H.
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. ﬁ;ﬁﬁ#ﬂ% Standard Stock Items

2 R=F(mm) MEGA iE R
’z;aif il F',? Dimension (mm) COAT TIAFRIE
Description Applicable
BARAMTIFERAEFHER) A| T | ¢d| W| B | re |PRI215 Toolholder
Handed insert shows Right hand.
GBA43%/. 150-020GM 1.50 (]
175-020GM 1.75 o KGBA"L...22-15
185-020GM 1.85/ 35| 0.2 (] KGBAS“./-L:..22-15
200-020GM 2.00 o
230-020GM 2.30 (]
250-030GM |12.70| 4.76| 5.5 | 2.50 ® |(GBAY..22-25
265-030GM 2.65 ® |KGBAS*/...22-25
300-030GM 3.00 0.3 ® KGBA®/...22-25T5
330-030GM 3.30 5.0 o KGBAS?/....22-25T5
350-030GM 3.50 ® | KGBA¥/...22-35
400-040GM 4.00 04| @ |KGBAS"...22-35

. ﬁ,ﬁ *E ﬁ;’l* Chipbreaker geometry

®: kRAEEETF Standard Stock

GBA437/.150-020GM

GBA43%/.175-020GM
1
GBA43%/.230-020GM

GBA43%/.250-030GM
!

GBA43%/.400-040GM

B ERAMER

Material Application Map

. %N,JHI Steel machining

‘ x%ﬁsﬂ’]ﬂ I Stainless Steel machining
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T EEE Continuous | SBHFEE Light Inermpiion
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. ?E?—?—t)] ﬁ“ %%ﬁ: Recommended Cutting Conditions

TIR# R
(WIHIEE m/min) (DY A0 T At A 1 45 328 B (mm/rev) £ at Grooving (mmrev)
Insert Grade (24 1) i3k 45 10 TR 934533 £ (mm/rev) £ at Turning (mm/rev)
WY ﬁIJ w7t (Cutting Speed: m/min) AN I . #=iF
Workpiece Material | MEGACOAT Q@ E B 45 M TATAYYIER(mm) ap at Turning (mm/rev) Remants
GBA437/.175-020GM | GBA43"/.250-030GM
PR1215 GBAR/L150-020GM v 2 GBA43"/.400-040GM
GBA437/.230-020GM | GBA43/.350-030GM
HRE(SXXCE) (10.03~0.12 10.03~0.12 10.04 ~0.15 10.05~0.15
Carbon Steel 80 ~ 220 (20.03 ~0.08 (20.03~0.09 (20.05~0.1 (20.05~0.1
(SxxC ete) (3@Max0.3 (@Max0.3 (3Max0.5 (3@Max0.8
BEHM(SCME) (1)0.03 ~0.12 (1)0.03~0.12 (1)0.04 ~0.15 (1)0.05~0.15 3BT
Alloy Steel 80 ~ 200 (20.03 ~0.08 (20.03~0.09 (20.05~0.1 (20.05 ~ 0.1 Wet
(SCM etc) (@Max0.3 @Max0.3 (@Max0.5 (@Max0.8
TN (1)0.03~0.1 1)0.03~0.1 1)0.04 ~0.12 1)0.04 ~0.12
(SUS304%) 60 ~ 150 (20.03 ~0.08 (20.03 ~ 0.09 (20.05 ~ 0.1 (20.05 ~ 0.1
Stainless Steel (SUS304 etc) (3Max0.3 (@Max0.3 (@Max0.5 (@Max0.8

M ERMMEVIEI TS, NETIEITAAYIRLERE ., 48 E ARG 420%,
Above cutting condition is for external grooving. For internal grooving, set both cutting speed and feed 20% lower .
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e Right-hand Shown '
T
AFRIIFERAFR)IIA, EFLIFEREFL)TFR,
R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.
Hl KGBAS#!
- 2n
T m
J 4
|
L2 |+ L1 ]
afl ! -
,,,,,,,,, s KENEFTIR) E T
o Right-hand Shown _ 210
AFR)IFERAEFLV IR, EFLNHEREFR)TIF,
L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.
. jjﬂRTJ- Toolholder Dimension
EF 4 Spare Parts
’ ,-Sit-ozki R TJ- (mm) Dimension(mm) i w;ﬁ;h
] = lamp Set rencl s,
== '—i Alﬁlﬁbljjlﬁr
ipti = = ic nsert
peion R|L|Hi=n H3| B |L1[L2 [F1|A | T N 8] T
g | |
KGBAF/. 2020K22-15 ® e 20 20 |125 25
2525M22-15 e@ 25 40| 25150255 50 | 10|40
2020K22-25 ® e 20 20 [125 25
2525M22-25 e @25 |49 25 150|255 30 | 20|45
2020K22-25T5 ® e 20 4.0 20 (125 25.5 25 20
2525M22-25T5 ® e 25 ) 25 |150 | 30 } 55 LGBA-22%/.S FT-15 GBA43%E! 1ype
2020K22-35 ® @ 20 4.0 20 (125 25.5 25 3.0 ’
2525M22-35 e e 25 i 25 [150 | 30 )
2020H22-15" [ ] 1.0 | 4.0
2020H22-25" [ ] 20 | 4.0 20 | 100 |25.5| 25 | 2.0 |45
2020H22-35" [ ] 3.0|55
KGBASF?/.  2020K22-15 ® ® 20 45|20 |125 25 27 10140
2525M22-15 ® @ 25|50 25 |150 32 i }
2020K22-25 ® @® 20 (45|20 125 o5 27 2045
2525M22-25 ® ® 25 50|25 150 32 | | !
2020K22-25T5 | @ (@] 20 4520 [125[ oo |27 |, ¢ LoBa-22%:s)  FT-15 GBA4S & Type
2525M22-25T5 ® ® 25 50|25 150 32 i 55
2020K22-35 ® ® 20 45|20 (125 o5 27 3.0 ’
2525M122-35 ® @ 25|50 25 [150 32 |7

E TR RRTIHEZETIRMER, GMETEENERATNIERSR TR,

Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth
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KGBA%. -5 F(R) JIFFE FLGBA-ORS, ZEF(L)7I#i&FALGBA-OLS,

KGBASRALE--- 5 F(R) JTI#HEBALGBA-OLS, ZA¥F(L)JI#HEHLGBA-ORS,
+ Clamp Set : KGBAR/L...LGBA- RS for Right-hand Toolholder. and LGBA- LS for Left-hand Toolholder
KGBAS®/....LGBA- LS for Right-hand Toolholder. and LGBA- RS for Left-hand Toolholder

@ LIEGBAZI-GMJI K FTHIBT (o)

Rake Angle after Installment of GBA-GM (o)

o NRES

Insert
10°

GBA43%/. 150-020GM

15° z

GBA43%/,. 175-020GM

GBA437/. 265-030GM

12° !

GBA43%/. 300-030GM

GBA43%/. 400-040GM

oFRTRETIE, EE PRI,

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

W T LR HESME VIS TI AT KGBAR By F2 AR EY

External Grooving Toolholders KGBA Short Shank types are available
F3HINEINCERFIHSKTIE RS, AIRHKGBAR2020K22-0 O (£ 125mm) 8 EIKGBAR2020H22-O O (£1£100mm),

T A AP A VIETRERE TR,

®: RAEETF Standard Stock

S RFE,

*represents short shank type.

Actual Groove Depth after Installment of GM Chipbreaker

TIHFES mKIER
Toolholder Max. Groove Depth

KGBAPR/ * % *x*x*22—-15 35
KGBASF/ * %% %x%22-15 ’
KGBAPR/ %% %% %2225 40
KGBASF/ *x ***x22-25 '
KGBAPR/ * % x % %22-25T5
KGBASH/ % x*%22-25T5 20
KGBAR/ * % %% *22-35 5.0

KGBASP/ % % *x x*x22—-35

For NC lathe and HSK tooling, KGBAR2020K-O O(Overall length 125mm) short shank type KGBAR2020H22- O O (Overall length 100mm) is available.
No longer required for the users to cut the shank portion.
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* Right-hand Shown

AFR)IFEREF LR, EFL)NHFHEREFR)IIA

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

. HHRTJ- Toolholder Dimension

& = =
7N = g 14: Spare Parts
I-SIEZOZki g% R TJ- (mm) Dimension(mm) JRRA RE
ﬂ _:.q 7®s Clamp Set ‘Wrench iﬁ_ m 7] )—"1'
Description Applicable Insert
RIL[¢A|[¢D|H |L1|L2| F | T
KIGBAF/. 4032-22 ® ® 40 | 32 | 30 |250| 30 |23.0| 3.0 LGBA-22%S FT-15 GBA437: B 1ype

E1) TR RRNFEETIRMES,

« Dimension T Shows the distance from the Toolholder to the cutting edge.

SERRATAN TSR, RIEKIGBAR/4032-228GBA43R/.O O O-O O OGMT] /Bt A42.8mm,

« Available Groove Depth for KIGBA®/1.4032-22 with GBA43%/. O O O-O O OGM is 2.8mm.
#2) IBA: EF(R)IVFEALGBA-LILS, AF(L)NI#FiEALGBA-LIRS,

Clamp Set : LGBA- [ILS for Right-hand Toolholder. and LGBA- [JRS for Left-hand Toolholder.

. ﬁ'% G BA;_—:F& —G M jj }:Il- HTJ- HI‘J —ﬁ‘ﬁﬁ (OL) Rake Angle after Installment of GBA-GM (o)

NRES

Insert

Q

+1° | GBA43%/.150-020GM
GBA43%/,175-020GM
+6° ?

GBA43%/.265-030GM
GBA43%/.300-030GM
+3° !

GBA43%/.400-040GM
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aRTFRETI A, EEPRIBAAAR

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

®: tRAEETF Standard Stock
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