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The World's Thinnest
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Chipbreaker lineup you can choose depending on application
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Excellent chip control due to new 3D chipbreakers

P F ﬁﬁ“ﬁ PF chipbreaker

PQ ﬁﬁ“ﬁ PQ chipbreaker
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Chipbreaker for finely breaking chips with double
projection at medium feed range (f=0.04-0.1mm/rev).
Corner R(re)=0.1mm is newly added in lineup,
combining both sharpness and fracture resistance

/NRA (R (re) =0.03mm)
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Depression in center of chipbreaker curls chips
stably at low feed range (f=0.01-0.05mm/rev).
Small corner R (r € )=0.03mm effectively reduces
the boss remaining on the workpiece surface.
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PG chipbreaker for nonferrous metals is now available.
Applicable for various type of workpieces with chipbreaker lineup
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Possible to save waste of material at cut-off operation
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When using 1.3mm width insert, see the recommended cutting conditions on page 6.
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Improved insert clamping force by innovative toolholder design
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New slit design R shaped surface on the toolholder
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Toolholder clamps insert equally and, firrﬁif/

JJiRVEERTRE
IHRFZIRZTIFTEEB.
VHEE ARG RERE
TIRTI R EZBEEEA

R shaped surface on the
toolholder increased the

N7 contact area between insert
eelligtEEr and toolholder.

[ TE{Al Back side] [TIE#I5R{A] Front side (insert side)]
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Insert clamping force improved by firmly fastening the front side (insert . . . . .
side) of the toolholder. Insert clamping force and installation improved by increasing contact
area between insert and toolholder
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. GDM ‘iJ/GDG ‘*I GDM-type/GDG-type ¢ % enk #F Classification of usage P Cf:biitel /il\f/:ﬁe\ 0 @
@2 F~E#rd /5 1% # Continuous to light Interruption / 1t Choice M * 4% 0 @
O: W@ ~BHE /% 2 # Continuous to light Interruption / 2nd Choice Stainless Steel
@ i <§“/a7 1:£ % Continuous / 1st Choice N shgk £ S ("
O ’3‘/ % 21 # Continuous / 2nd Choice Non-ferrous Metals
a5k s =t 7= (mm) Dimension ifg(lg MEGACOAT Ct%;ie
shere = " w(W) | Rf
ATAmBoAr CERI(E Edge [ ~; | (re) | M | L | H | @ |PR1225|PR1215| GW15
Handed insert shows Right-hand Width |Tolerance CornerR (re)
GDM 1316N-003PF 13 0.03 10 [ ] [ ]
> 1316N-015PF ’ 015 | 16 a7 ® ®
25, 1516N-003PF 15 003 |, ' ° o
= 1516N-015PF T |x0.04| 015 | -l @ °
. 2020N-003PF 2.0 1.7 e o
27 2520N-003PF 2.5 0.03 |21 ] 20 |43 [ ] [ ]
Low Feed Rate
2-edge 3020N-003PF 3.0 2.3 [ ] ([ ]
GDM 1316%/,-003PF-15D| 1.3 1.0 [ } [ ]
16 | 3.7
" o 1516%/,-003PF-15D| 1.5 1.2 o Y
Al 2020%/,-003PF-15D| 2.0 |+0.04| 0.03 | 1.7 15° [ ] ([ ]
15 Ra &
Lie-2v @ Im 2520%/,-003PF-15D| 2.5 21|20 | 43 [ ] [ ]
15°Lead Angle
Low Feed Rate
2-edge 3020%/,-003PF-15D| 3.0 2.3 (] ()
GDM 2020N-010PQ 2.0 1.7 [ ] [ ]
- o 2520N-010PQ 2.5 |+0.03| 0.1 21|20 | 43| - [ ] [ ]
e @ ZEE
2 4
- Medium Feed Rate 3020N-010PQ 3.0 2.3 [ ) o
7 0 2-edge
GDM 2020R-010PQ-15D| 2.0 1.7 [ ] [ ]
e s
g i @I%‘%@é
R P 2520R-010PQ-15D| 2.5 |+0.03| 0.1 21|20 | 43| 15° [ ] [ ]
15 Ra s
des .00 DIE
15°Lead Angle
Medium Feed Rate 3020R-010PQ-15D| 3.0 2.3 [ ) [ )
2-edge
GDG 2020N-005PG 2.0 1.7 [ ]
i L. 2520N-005PG 2.5 |£0.02| 0.05 |21 |20 |43 | - [ }
EERE @ Iﬁ
2 4
Low Cutting Force 3020N-005PG 3.0 2.3 [ )
2-edge
GDG 2020R-005PG-15D| 2.0 1.7 [ ]
P =| ,e—
i ,
A R 2520R-005PG-15D| 2.5 |+0.02| 0.05 | 2.1 | 20 | 43 | 15° [ }
15 A&
i o7 v v
15°Lead Angle
Low Cutting Force 3020R-005PG-15D| 3.0 2.3 [ )
2-edge

[ TR AH—2 104 i
\ Inserts are sold in 10 piece boxes. 1

PQEmIHEREF] ~ K35 P # 3 & & ¥ The comer-R(re) of PQ chipbreakers are small, designed for automatic lathe.

<PFR#Ah[HERE i~ (R¥% 3 i 4] ) PF chipbreaker has large corner R(re) type, too.
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For cutting conditions, see 6 page.
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Note) Using PF/PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (See figure below).

PF/PMesh 4 2t & 25 %
Groove bottom created by PF/PM chipbreaker
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. GDM ‘tJ/GDMS =+ ¢ * /& 5§ Classification of usage P R - 6 £ o (™) @)
GDM—type/GDMSftype Carbon steel / Alloy steel
@ i@ F~wri /515 # Continuous to light Interruption / 1st Choice M * 54k 0 @
O: @ ~EFE /% 2% # Continuous to light Interruption / 2nd Choice Stainless Steel
®: ‘i“/?):, 1iE # Continuous / 1st Choice K B PN
O 4 /% 2% $#% Continuous / 2nd Choice Cast Iron
G i
;{ L . £ =+ (mm ) Dimension if‘g(le) %tﬁr?e? MEGACOAT
P T j‘ﬁe‘ P De;stcrip)t‘\‘on 7 E—(W) &R
W72 w2 ¥ 2t <7 (R) Edge [~z | (re) | M | L | H | 6 | TN90 |PR1225/PR1215
Handed insert shows Right-hand Width |Tolerance| Cormer® (re)
GDM 2020N-020PM 2.0 0.2 1.5 [ ] [ ]
2520N-020PM 25 0.2 |1.95 [ ]
+0.03 20 -
3020N-025PM 3.0 025 |23 [ ] [ ]
277 2-edge 4020N-030PM 4.0 0.3 3.3 ® [ )
GDM 2020R-020PM-6D | 2.0 0.2 1.5 [ ] [ ]
: 2520R-020PM-6D | 2.5 |+0.03| 0.2 |1.95| 20 6° [ ] [ )
e
%’?E 274 2-edge 3020R-025PM-6D | 3.0 025 |23 43 [ ] [ ]
e 8 .
1 GDMS 2020N-020PM 2.0 0.2 1.5 [ ] [ ]
3020N-025PM 3.0 |£0.03] 0.25 | 23| 20 - [ ) [ )
15 4] 1-edge 4020N-030PM 4.0 0.3 3.3 [ ] [ ]
GDMS 2020R-020PM-6D | 2.0 0.2 1.5 [ ) [ ]
e 3020R-025PM-6D | 3.0 |£0.03| 0.25 | 2.3 | 20 6° ° )
174 1-edge y 4020R-030PM-6D | 4.0 0.3 3.3 [ ] [ ]
GDM 2420N-020GM 2.4 0.2 |1.95 [ ) [ ) [ )
3020N-020GM 30 0.2 53 [ ] [ ] [ ]
3020N-040GM ’ +0.03 0.4 ’ 20 | 43 [ ] [ ] [ ]
K5 4020N-020GM o 0.2 ' [ ) [ ) [ )
e 5| e 297 A000N-0A0GM |
«;i 3 For general purpose 4020N-040GM 4.0 0.4 3.3 [ ) [ ) [ )
R 2-edge 4020N-080GM 0.8 [ ) o [ ]
D
h '§ - ., GDMS 2220N-020GM 2.2 0.2 |1.75 [ ) [ ] [ )
S ==
N L 3020N-040GM 3.0 |0.03| 04 |23 |20 |43 - ) ) ()
i~ 1o ‘ ~
For general purpose 10 4020N-040GM 4.0 0.4 |33 e e °
1-edge ) . )
o TRBIRIONE ! @ ¥ Ll sutem

Inserts are sold in 10 piece boxes.

. PM/GM%‘?’;’I‘%#&E—‘*’ E"Il",:«"? (B EFE%‘ Recommended Cutting Conditions of PM / GM chipbreaker

2% E Feed Rate (Mm/rev)
g7 f’fr Recommended Insert Grade PM GM
e - 7 % W(mm) 7 % W(mm) %3
7 ¥4 7 Workpiece MEGACOAT Edge Width Edge Width Remarks
PR1215 PR1225 2~4 2.2/2.4 3.0/4.0
F 4 Carbon Steel Y¢ 100~200| % 80~200
0.08~0.18{0.05~0.18| 0.08~0.2
& % 4 Alloy Steel ¢ 80~180 | % 70~180 -
W
Wet
* k4 Stainless Steel | Y 60~150 | % 60~150 [0.06~0.12|10.05~0.12|0.08~0.15 ¢
o] 0.1 B
LCJ,W %2 fFeed rate f (mm/rev)  High 4#i4% Cast Iron % 100~200 - 0.08~0.18(0.05~0.20/0.08~0.22
% : % 13 1st Recommendation ¢ : % 24 2nd Recommendation
B 520547 3% Indication of Description @7 % Width ®#7 4355 Chipbreaker Symbol
(6)= % Hand of Tool
P 20:2mm PM:* % Cut-Off
@4t B 32 8 Accuracy 30:3mm R:+ < 7 Right-hand PH:i#+* % Grooving and Cut-off
M: M Class M 40:4mm N: & > % Neutral (% 2% % ) High feed
| | | |
G D M S 30 20 R-025 |[PM-6D
| | | | |
@57 & i Series (3) & i No. of edges ®)7 ¥ ER Insert Length (D4R (re ) Corner-R(re) (9433t & Lead Angle
4 GD 7 HiEEL 24 20:20mm 0.20:0.2mm 507
Cut-off GD series Without Indication: 2-edge 0.25:0.25mm Without Indication
Si14& S:1-edge 0.30:0.3mm 6D: 6°




. KGDT‘;’]( B ksl ﬁé * ) KGD-type (for automatic lathe) 7 % 1.3 ~4.0mm Edge Width
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Handed insert shows Right-hand
) B 7 g & % Spare Parts
B3 4y 1S & < (mm) W
Stock | Cutting Dia. Dimension (mm) viEr =
A 5 Edge Width Screw Wrench
Description
R | L |¢oDmax|H1=h| H2 | H3 | H4 B L1 L2 7 A | MIN. |MAX. ‘é
KGD/, 1010JX-1.3 [ BN } 20 10 8 10 18 | 9.5
2 120 1.0 | 1.3 | 1.3
1212JX-1.3 ® o 24 12 10 12 195|115
KGD®/, 1010JX-1.5 [ BN } 20 10 8 10 18 | 94
2 4.5 120 1.2 | 1.5 | 1.5 |SB-40120TR| LTW-15S
1212JdX-1.5 [ BN } 24 12 10 12 195114
KGD®/_ 1212F-1.3 [ BN ) 195115 10 | 1.3 | 1.3
24 12 2 10 12 85
1212F-1.5 [ BN } 19511412 | 15 | 15
KGD"/, 1010JX-2 [ BN } 20 10 8 10 18 | 9.15
2
1212JX-2 [ BN } 24 12 12 | 120 | 19.5|11.15] 1.7 | 2.0 | 3.0 [SB-40120TR| LTW-15S
10
1616JX-2 [ BN } 32 16 - 16 24.5|15.15
KGD"/, 1010JX-2.4 [ BN J 20 10 8 10 18 9
2
1212JX-2.4 [ BN } 24 12 12 | 120 | 19.5| 11 2.0 | 24 | 3.0 |SB-40120TR| LTW-15S
45 | 10
1616JX-2.4 [ AN ] 32 16 - 16 245 | 15
KGD"®/, 1212JX-3 [ BN } 24 12 2 12 19.5|10.8 3.0
10 120 24 | 3.0 SB-40120TR| LTW-15S
1616JX-3 [ BN } 32 16 - 16 245|148 4.0
KGD"®/, 1212F-2 [ AN ] 19.5|11.15| 1.7 | 2.0 | 3.0
24 12 2 10 12 85 SB-40120TR| LTW-15S
1212F-2.4 [ BN } 195 11 20| 24 | 3.0
KGD"/, 1616JX-3D38| @ | @ 38 16 - 10 16 29 | 14.8
2012JX-3D42| @ | @ 6 12 | 120 10.8 | 2.4 | 3.0 | 4.0 |[SE-50125TR| LTW-20
42 2 | - 14 31
2020JX-3D42| @ | @ 20 18.8
<KGD™1212JX-38¢ it % % 54.0mm=2 7 %, e (i Ml R A @ : i EF St item

4.0mm-width insert can be installed in KGM%/.1212JX-3, but is not recommended due to the toolholder's rigidity.

2 = =
. 7 ’l& ﬂIJ %Gkuz\’ T /é @7 4m% ~t Shank Size @ig * 7 % Applicable Inserts
Toolholder Identification System GDM/GDMS|
16x16mm ) ! =
7 % Edge Width 3~4mm
| |
KGD R| 1616 JX|- 3 | D38
| | |
(D)7 4% é7% % Toolholder Hand (3)7 48 > £ Toolholder Overhang Length (5)4c 1 /= Cutting Dia

R:+ £ 7 Right hand ¢ Dmax
o 120mm
L:%z <7 Lefthand 38mm
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Tips for Machining

..?‘ﬂfﬂ BLERTI A28 1)

Toolholder overhang (L2) is eS|gned to be minimum length

Ryppdr ERPE72 2 T7 0K

Control chattering due to the minimum and optimum overhang length

B, 1

Easy to use without constraint of overhang length depending on machine specification

5.0 °§7~i§,:ﬁ'i7ﬁf %g"ﬁiiﬁn—ﬁb]%?
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Product lineup with maximum cutting diameter 42mm

72) KGDW....-3D387| 2 ~ -3D42 4] 7 51 {741 B 454 3t @ 362 e 1 PF
i leRfE P
R2ERF7 PREA A1 BTG @361
Note) When machining the material larger than ¢36mm with KGD/,----3D38 or KGD%/,-+--3D42 type toolholder,
please use 1-edge insert.
Maximum workpiece diameter for 2-edge insert is ¢ 36mm.

B PF/PQ/PG%7k ’fg«‘fﬁl'ﬁ%‘*ﬁ! iE % % Recommended Cutting Conditions of PF / PQ / PG chipbreaker

B2 Feed Rate (Mm/rev)
#ET_}%— 7 & ’H ?" Recommended Insert Grade PF PQ PG
v?ti;r igi:ie MEGACOAT A2 AL Carbide 7 % W (mm) Edge Width 7 % W (mm) Edge Width| 7 & W (mm) Edge Width R;mi’j;s
PR1215 PR1225 GW15 1.3/1.5 2.0 2.5/3.0 2.0 2.5/3.0 2.0 2.5/3.0
T B w * _
© S 70~180 | 70~150
arbon Steel 0.01~0.04|0.02~0.06|0.02~0.08| 0.03~0.1 |0.04~0.12 - -
& £ PAq * _
Alloy Steel 70~180 | 70~150
T ki PAY * - - - ~ ~ R _
ey 60~150 | 60~120 - 0.01~0.03|0.01~0.04|0.01~0.05|0.02~0.07|0.02~0.08 s
il 801‘200 - 505100 0.01~0.05/0.02~0.07|0.03~0.08| 0.04~0.1 |0.04~0.120.01~0.04/0.01~0.05|
48 _ _ _ - _ _ - ~ ~
Aluminum 200~450 0.01~0.05(0.01~0.06
3G i i 1001‘200 - - - . - {0.01~0.07|0.01~0.08

.PF/PQWF}?"I‘%@—‘ ‘5.1 Feed Rate of PF / PQ chipbreaker

% % 142 1st Recommendation

Y ¢ % 24t 2nd Recommendation

(7 #1457+ S45C Workpiece)

EAH LA 7 % W (mm) 2% # Feed Rate (MmM/rev)
Chipbreaker Edge Width 0.02 0.?4 0.06 0.08 0.1 0.12
1.3/1.5

PF &7/ 2

PF chipbreaker
2.5/3

PQ #7 i, 2
PQ chipbreaker 2.5/3




B 4 1 F ] Case Studies

“57 ﬁ'}t Pure Iron

<% &8 % Solenoid
-Vc=114m_ min
«f=0.06mm/rev

BN wet
+KGDR1616JX-2
+-GDM2020N-010PQ

T al

STKM13A

<¥F Pipe T
-Vc=115m_min >
+f=0.035mm/rev
<R Wet
+KGDR1212JX-2
+-GDM2020N-010PQ

015
<ﬂ6‘5

PR1225

2,000pcs

i A SA
Competitor A

s A 5B
Competitor B

i AL A 0. 05mm/reveite 16 2T A &2 % %> 500~1, 000pes F 4 4R
KGD#] £.0. 06mm/revefe 1 i i+ 7 & &&= > £2, 000pcs
Tool life of Competitor A was unstable even at f=0.05mm/rev. Frequent fracture after machining 500-1000 pcs.
KGD-type was stable at f=0.06mm and processed 2000 pcs.
(395 % = =i ) Evaluation by the user

fte 11, 000pcsis > KGDAJ &2 &8 AL S-BAp st » B IR =8 L 4Fen7 7 ki
KGD type showed machining stability and better edge condition than Competitor B after machining 1000 pcs.

(4294 % 3= ) Evaluation by the user

SUM22

<X RE 1% vave
-Vc=110m_min
+f=0.07~0.15mm/rev

<R wet
+-KGDR2020K-3T20
+-GDM3020R-003PF-15D

¢ 22

S45CF

« (L Cam
-Vc=124m_ min
«f=0.05mm/rev
<R wet
+-KGDR1616X-3D38
-GDM3020N-010PQ

¢ 33

w 7

PR1225

PR1225

s 4 &C
Competitor C

13,000pcs 2} and more

At & D
Competitor D

f4r113,000pcsis > KGDAI # AL 5Ch {47 7 e fi > ¥ 2 &7 42813, 000pcs

KGD type showed better edge condition against Competitor C after machining 13,000 pcs and further
machining was possible.

(13%5% == ) Evaluation by the user

B A EDAn o KODhd f s 4e > modn B4 0 A [ JER
KGD improved tool life and cut-off surface roughness compared with Competitor D.
Chip control was smooth.

(345 % 3= ) Evaluation by the user

S48C

<% K8 % vave
«Vc=80m_, min
+f=0.035mm/rev

o B 54 wet
-KGDL1212JX-2
+-GDM2020N-010PQ

SUS316L

«ift 3% &8 Union
«Ve=70m_ min
«f=0.06mm/rev

< B FY wet
-KGDL1616JX-2
+-GDM2020N-010PQ

PR1225

PR1225

R 5 A
Conventional A

# AL E
Competitor E

KGDenk ot e SAchd & % 2. 672
KGDé*» #7542 & Rz=5um it + @ & ik 55 42 B NGo

KGD showed 2.6 times longer tool life than Conventional A.
KGD satisfied the required cut-off surface roughness Rz=5 ;zm, although Conventional A cannot.

(43452 == ) Evaluation by the user

KGDerd &t 8 4k 5Beiid & 5 1.5

PQETHIH L daddl=L 112 827 » A 41 25 2R
KGD achieved 1.5 times longer tool life compared with Competitor E.

PQ chipbreaker controlled burr formation and improved surface finish, too.

(19#4.% = 3= )Evaluation by the user

21 iPhone* APP ~ # 3 [&§ e
EIEIERET S

fntt BB HER R

APP 4% =&
TEHRFNEREN

App Store % !
App Store %" KYOCERA™ .
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b T N SRR 3#ADp StorelKMepple inc SRHETT.
#PadCHBENATET. http://www. kyocera. co. jp/prdct/tool/index. html
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