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MEGACOAT for long tool life and high efficiency machining
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<) 7}% ﬁ‘ét 1 Iﬂ 7L Master of Grooving

‘ 2 ‘lﬁ' 'fﬁ‘ky Ry w—‘ Good chip control
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Covers a variety of workpiece materials. New chipbreakers are now available
. Fg 7}%: }i Z_ vV U High precision edge preparation
W 3R 7 52 £40.03mm (15 2,3,4)

High precision molding technology tolerance +0.03mm (Edge width 2, 3, 4mm type)
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Long tool life and high efficiency machlnmg by hlgh oxidation resistance and wear resistance.
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Integral type toolholder with wide 11neup and Separate type toolholder for high-mix low-volume production are available.
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Inserts lineup for External grooving, Traversing and Cut-off.
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Good chip control to contribute productivity improvement
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Long tool life coating "MEGACOAT"
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TiCN PR1225: 1st. Recommendation for cut-off , grooving and traversing
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it B s A(C) PR1215:With superior wear resistance, recommended for grooving and cut-off under the
Oxidation temperature stable conditions.
1st. Recommendation for machining of cast iron.
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Good wear resistance and fracture resistance
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Stable cutting and long tool life at grooving and cut-off
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Varlous lineup
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Available two types of toolholder, Integral type and Separate type.

- %87 integral type % 337 separate type

( .‘2 3 /i (=0 /f-/r Various groove width and depth) (LE 5 % ’]fi & ‘E_ 24 é_ Suitable for high-mix low-volume production)
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Toolholder and Inserts for Face grooving.
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The new "W grip" is applied for more rigid clamping
and stable machining.
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Prevent the insert from side-slip causing unstable machining
and insert brakage
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Upgrade the accuracy of indexability.
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Only separate type is available for Face grooving GDFMAI-GDENS 2] 657 % € 7 & KGDA ch7 8 1 o i.]
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.KG ﬂll /KGD J 7}% /i ,:l\ J KGD / KGDF type grooving tool series
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Copying (CM chipbreaker)

A 331903

90 “separate type holder
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Face grooving
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Integral type holder
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Expanding KGD series lineup
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Straight type holder
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Copx ing ((M chipbreaker)
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Straight type
holder
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Integral type toolholder with wide lineup (for various groove width and depth)
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Separate type toolholder : Applicable for various types of grooving and cut-off, such as external and face cutting by replacing blade parts.
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Integral type / Separate type Selectlon Reference
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integral type separate type
c BR 7 R A SA cH & i‘.ﬂf‘f’ 42
Various toolholder lineup Suitable for high-mix low-volume production
HEIREF (BE/BEL/FE) & $j AT A
Available for various groove depth (shallow /medium / deep) Suitable for grooving with various width
FLl Gl L ¥ T Hd LH7 FRY A3 RET
Optimum overhang length Applicable for various groove width by replacing blades
T Jal
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¥ }A}}ﬁ% Iﬁﬁv'} b_‘_mﬁ\@ \ ’fr’l = Suitable for difficult-to-cut material

Available for low-rigid machine and workpiece
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For small machine with limited work space 7 ’EF = A }é\‘ ( J—’%&"ﬁ 7 *F)
(Swiss type machine, small lathe, etc.) Toolholder cost reductlon (replaceable blade)
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Make sure right hand / left hand
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Combination of Toololder & Blade (for grooving, traversing, cut-off)

7 # 248 (KGDR/L @@ —C) Toolholder
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Right-hand Blade for Right-hand Toolholder,
Left-hand Blade for Left-hand Toolholder

@_’é % '4'\%3-5\: 900 90°separate type

7 % B - (KGDS R/L .. —C) Toolholder
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et ®) 7 22 )7 F
M7 R
Left-hand Blade for Right-hand Toolholder,
Right-hand Blade for Left-hand Toolholder

Combination of Toololder & Blade (for Face Grooving)

.A’\ %g’;\ 0 ’ 0°separate type
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All face grooving toolholder (Right-hand) is applicable
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@22 < (L) Left-hand
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All face grooving toolholder (Left-hand) is applicable
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Blads : Lait-bund
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Toolholder hand is opposite as the one assembled. (Only for 0° separate type)

.;Ei ’3’- 7 ’,‘«Er 900 90°separate type

7 4% j\’fg (KGDS R/L .. _C) Toolholder

= +
mmﬂ 7 ¥ (KGDF RL- 00 -0@ _C)Blade
TER 7E SR SRR
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TL— I EmER) Right-hand Blade (face grooving) for Right-hand Toolholder,
‘Hisde : Right-hesd 'ﬁ.ﬂﬂ] Left-hand Blade (face grooving) for Left-hand Toolholder
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Classification of usage P &)
A L1 NI A ("}

.lE F 7 ! ( Ii ﬁ %; ) @ L@Qﬁ‘"’%”‘t/ 5‘1 1 LE# (@ Continuous - Interruption / Ist Choice) o
AppliC?{lble Inserts ) Ol f~#4 /% 2EH (© Continuoss - Interruption / 2nd Choice) P
(Grooving & Traversing) @: i/ % 1% (@Continuous / Ist Choice)

< < 193 7% 2 F

e / ;}J: Dimensigwmra) Ang(lz Cérmet MEGACOAT erabide
Shape A% W o )

et Description AR M L H 0 % g g g

Right-hand Insert shown {olerance o~ =~
GDM 2420N-0206M 2.4 0.2 1.9 e e o
3020N-020GM 30 0.2 9.3 ® o o
3020N-040GM ) +0.03 0.4 ™ [ I NN |
4020N-0206M o 0.2 e o o
4020N-040GM 4.0 0.4 3.3 90 | 4.3 e | e o
4020N-080GM 0.8 ’ - ® o o
5020N-040GM 5.0 0.4 19 o e o
5020N-080GM ) +0.04 0.8~ e o o
) 6020N-040GM 6.0 o 0.4 5.9 e | e o
2 g:’ 6020N-080GM ) 0.8 ™ @ o o

& % General Purpose 2-edge 8030N-080GM 8.0(£0.05] 0.8 6 30 5.5 . .

,,% . GDMS  2220N-020GM 2.2 0.2 |1.75 ® o o

- 3020N-040GM 3.0(+0.03| 0.4 | 2.3 ® | e o

g 40205-0400N [ 4.0 0.4[33]20 |43 - @ @] @
= R 5020N-080GM 5.0 40, 04 0.8 4.2 e o o
General Pulrpose 1-edge 6020N-080GM 6.0 0.8 5.2 [ ] [ ) [ ]
GDM 2420N-0206L 2.4 0.2 1.9 ® o o
3020N-0206L 3.0 0.2 9.3 @ o o
3020N-0406L S [40.03] 0.4 ] ™ e o o
4020N-0206L 4.0 0.2 3.3 20 | 4.3 - e o o
4020N-0406L ) 0.4]™ e e o
"32%39 5020N-0406L 5.0 +0.04 0.414.2 @ o o
Low feed 2-edge 6020N-040GL 6.017 0.415.2 ® O o
GDG 2520N-020GS 2.5 2.0 e & o o
3020N-020GS 3.0 0.2]23 e & o o
g 3520N-020GS 3.5 2.8 90 | 4.3 ® o o o
# 3 4020N-040GS 4.01]+0.02 3.3 ’ - e & o o
& 5020N-040GS 5.0 0.4 4.2 e o o o
PRt 6020N-040GS 6.0 5.2 e & o o
Low cutting force 8030N-040GS 8.0 6.0 30 5.5 . . ‘ .
) GDM 3020N-150R-CM | 3.0 1.5 | 2.3 ® o o
g +0, 03

% 8 4020N-200R-CM | 4.0 2.0 3.3 e o o

% = 20 |4.3] -

o < 5020N-250R-CM | 5.0 2.5 4.2 o o o

i Z . +0. 04

2 e 6020N-300R-CM | 6.0 3.0 | 5.2 e o o
GDM 2020N-020PH | 2.0 0.2 1.5 o O
K 3020N-030PH | 3.0(%0.03] 0.3 | 2.3 | 20 - e o

. 8 #ien

'/?- E " 27 4020N-030PH | 4.0 0.3 3.3 o O

I gh feed 2-edge

o= 4.3

W GDNS  2020N-020PH | 2.0 0.2 1.5 o o
9]
< 3020N-030PH | 3.0(+0.03| 0.3 | 2.3 | 20 - o o

RS
High fe;d | edge 4020N-030PH | 4.0 0.3]3.3 e o
@15 & & Standard Stock
SKODAFADKNZI % 31)7 487 % 2 & F 2 £ ek
Combination of KGD / KGM toolholder and Insert
7 L1'L -)\ #"—’ A & Insert setting angle of KGD / KGM toolholder [ . o i i
#T7 1GDMNew insert Bk ‘G Conventional insq
KGDA]--- 0~ k1 EKGMA]--- 5°
New KzD type (0°) i— Conventional KG; type (B - -
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Conventional toolhol
M

Not recommended for installing conventional insert on new toolholc
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Applicable Inserts
(Cut-off PM chipbreaker)

@ A
Classification of usage

@b F~%F /% [HEH (@ Continous - Interruption / 1t Choice)
@ : Li j’\’*‘fﬁi / :): 2 Siﬁ (@ Continuous - Interruption / 2nd Choice)

Stainless Steel

€ GG

2 < (mm)
Dimension(mm)
i el
escription - 1N =
Right-hand Insert shown =5 =5
GDM 2020N-020PM 0.2 | 1.5 o o
2520N-020PM 0.2 | 1.95 o o
+0. 03 20

3020N-025PM 0.25| 2.3 o o
27 4020N-030PN 0.3 ] 3.3 o o

2-edge
2020R-020PM-6D 0.2 | 1.5 o o
2520R-020PM-6D +0.03 ) 0.2 | 1.95| 20 o o

17 :é

#r < 27 3020R-025PM-6D 0.25| 2.3 4.3 o o

3 2-edge
GDMS 2020N-020PN 0.2 | 1.5 ([ o
3020N-025PM +0.0310.25 ] 2.3 | 20 o ([

17

1-edge 4020N-030PM 0.3 | 3.3 o o
(GDMS 2020R-020PM-6D 0.2 | 1.5 o o
3020R-025PM-6D +0.03(0.25 | 2.3 | 20 o o
17 4020R-030PM-6D 0.3 ] 3.3 o o

1-edge

AL i PMETA el o RIVSRT TR (LRIAR) -
1. When grooving with PM chipbreaker (for cut-off), bottom cutting shape is not flat. (see Right Fig.)

@ il

Indication of Insert Description

GDF: =45 1t %

5 < fand

D% L Right-hand
DL Left-hand

No Indication:2-edge

020
030

St 1-edge

il

P A4, o & A0
Bottom cutting shape of PM chipbreaker

Efratar (¢
GM: i <# 4% Grooving & Traversing
PM:+7 457
CM: ]

Cut-of f
Copying

g, cut-off)

150R-11.5mm (2R)
Full-R

(Hm;
Chipbreaker (F:

GM:3E % General Purpose
DM:i% 4 Deep Grooving

1*exh &His 1 ERY

1.

LiFaRRIR >4 ’%éﬁ&‘#&([ﬁ]lifiﬁﬁ)t’

Make air blow or other measures to completely eliminate chips from the insert mounting part (Fig.1).

2 M7 B R R B AT AR (RIRIZ2A R ) -

2. Set the insert to the toolholder and push until it contacts with the toolholder’s surface for fixing the insert’s back end (See Fig.1 and Fig.2).

3 # e &ﬁ? LR (ZEe 4 6. 5Nn(8mmENm))

3. Keeping the insert fit to the t

4 @ mFEn s PRGN Y YR P A E G A (R2R3AR) -

4. Before using the unit, make sure that no gap is between the insert and the toolholder’ s surface, and that the insert is mounted without tilting (See Fig.2 and Fig.3).

Fy
In

® 1 Fig.1

# 2 Fig.2

¥R P aYRER
< }“wg 7 1 ﬂ’ﬁ? = Setting the insert (Common procedure for integrated and separate types)

Iholder’s surface, tighten the insert clamp bolt at an appropriate torque. (Recommended tightening torque : 6.5 Nem (8Nem for 8mm width))

W 3 Fig.3

@: %% 4 & Standard Stock

Incorrect




.KGD‘E;IJ( - 'E_g ‘3;'] ) KGD type (integral type)

|
J L2 ol
- WPt
Al [ :
L3 ~
= Ll
A AT E+E (R) Right-hand shown
. 7 ‘f& R "j' Toolholder dimensions
, —*Si) . v kg 8 & Spare parts
Tt~/ = . . .
s P e % = (mm) Dimension %E(ﬂlg) PRI oy
e E g § J.:‘k‘] . Clamp Bolt Wrench
& Description
= R | L |HI=h | H2 H3 B L1 L2 i3 F1 A T MIN | MAX /
(mm) | (mm)
KGD R/L 1616H-2T06 A A| 16 4.0 16 | 100 [27.7]28.0|15.2 HESX16
6 2020K-2T06 A A2 20 | 125 |28.0 19.2 6
2525M-2T06 A Al D 25 | 150 |28.0 24.2 HH5X25
KGD R/L 1616H-2T10 A A| 16 4.0 16 | 100 [30.2]30.5|15.2 HESX16
10 2020K-2T10 A A2 20 | 125 |30.5 19.2 10
2 - - 1.7 2.0 3.0 V-4
2525M-2T10 A A D 25 150 |30.5 24.2 HH5X25
KGD R/L 1616H-2T17 A A| 16 4.0 16 | 100 [31.2]31.5]15.2
17 2012K-2T17 [ IN ) 2 12 | 125 11.2 17 HH5X16
2020K-2T17 [ IN ) - 20 | 125 |32.5| - |19.2
2525M-2T17 ® 0 2 25 | 150 24.2 HH5X25
KGD R/L 1616H-3T06 A A 16|40 16 | 100 |27.7]28.014.8 HESK16
6 2020K-3T06 A A2 20 | 125 |28.0 18.8 6
2525M-3T06 A Al D 25 | 150 |28.0 23.8 HH5X25
KGD R/L 1616H-3T10 ® O 6 4.0 16 | 100 [30.2]30.5|14.8 HESX16
10 2020K-3T10 ® 0 2 20 | 125 18.8 10
3 - 30.5| - 2.4 3.0 4.0 W4
2525M-3T10 ® 0 2 25 | 150 23.8 HH5X25
KGD R/L 1616H-3T20 ® O 6 4.0 05 16 | 100 |34.2]34.5|14.8
2012K-3T20 [ JN ) ' 12 | 125 10.8 HH5X16
20 20 34.5 20
2020K-3T20 [ IN ) - 20 | 125 - | 18.8
2525M-3T20 ® 0 2 25 | 150 | 35.5 23.8 HH5X25
10 KGD R/L 2020K-4T10 ® O 2 20 | 125 90,5 18.3 10 HH5X16
2525\-4T10 o0 % 25 150 | 23.3 HH5X25
4 20 KGD R/L 2020K-4T20 ® 0 2 - 20 | 125 |34.5) - |18.3] 3.4 % 4.0 | 5.0 HH5X16 LW-4
2525M-4T20 ® 0 2 25 | 150 | 35.5 23.3 HH5X25
25 | KGD R/L 2525M-4T25 ® 0 2 25 | 150 |40.5 23.3 25
10 KGD R/L 2020K-5T10 o 0 2 20 | 125 505 17.8 10 HH5X16
2525M-5T10 o0 2 25 | 150 ' 22.8
5 KGD R/L 2020K-5T17 A A2 - 20 | 125 - | 118 4.4 5.0 | 6.0 L4
17 ———37.5 e 17 HH5X25
2525M-5T17 A Al D 25 | 150 22.8
25 | KGD R/L 2525M-5T25 ® 0 2 25 | 150 |40.5 22.8 25
15 | KGD R/L 2525M-6T15 ® 0 2 25 | 150 |32.5 22.4 15
6 - - 5.3 6.0 | 6.0 HH5X25 LW-4
30 | KGD R/L 2525M-6T30 ® 0 2 25 | 150 | 45.5 22.4 30
KGD R/L 2525M-8T25 ® 0 2 7.0 25 | 150 44.2 1 22.0
8 25 43.3 6.0 25 | 8.0 8.0 | HH6X25 LW-5
3232P-8T25 ® 0 32 - 32 | 170 - 129.0

R AR
HOTE 4 a7 i i 5l emE iR (T 4200 b e > 27 7 g iR 618mr T ) ®:tiF 8.2 Standard Stock

. P P
T dimension shows the distance from the Toolholder to the cutting edge. (When using 2-edge insert, set the groove depth under 18mm.) A2011£87 i TR
Scheduled to be in stock August 2011



KGD-S type (0°separate type)

<A RET S E(R)

A

E

Lw

Right-hand shown

B KGDS-SAI(E £90& ~ &)

KGDS-S type (90°separate type)

<A BET £ (R)

Right-hand shown

]

L1

1

H2

@7t (7 A7)

Toolholder dimensions (toolholder and blade)

B it 7 t5
, %;D .= 4e ?5" YTy SDtL?)i TS R & <t (mm) Dimension(mm) W1c,lb§c‘g(('r“nﬁ))
1 : T E BB Unit Description Toolholder Description |Blade Description
i Ei sl (FREAERAE) @ Py @ PY
B & ;| Std. Stock Description| R | Rish [H2 | K3 | B | L1 | L2 [ L3 | FL | A | T | MIN|uAx
m) | )~
KGD R/L 2020521175 | @] @] KGD r12020-C 20 | 12 20 | 122 93.4
2|1 2525521175 | @] @] Kebpr2szsc | PRI mory 25 | 147 | %Y gg.q| 1| 1T 2030
KGD R/L 20205-3T10S | @] @] KGD®/L2020-C 20 | 12 20 | 115 23.0
10 25050-3T105 | @ | @] KGDRL2525-C | KGDRA-3T10-C | 25 | 7 95 | 140 | 32.9 2.0 10
; 3232031105 | @ | @] KGDR/3232-C 32 | - 32 | 160 80|, , a0l a0
KGD R/L 20205-37120S | @] @] KGDRL2020-C 20 | 12 2 |12 923.0] ~ I
20 2550-31205 | @ | @ KGDRL2525-C | KGDpu-3120-C | 25 | 7 95 | 150 | 42.9 2.0 20
3232031205 | @ | @] KGD #/1.3232-C 32| - 32 [170 3.0
KGD R/L 20205-4T10S | @ @[ KCDwL2020-C 20 | 12 20 | 115 2.5
10 252504T10S | @ | @] KGDR1.2525-C  |KGDRa~4T10-C | 25 | 7 9 | 140 |32.9 9.5 10
32324T10S | @ | @] KGD #1.3232-C 32| - 32 | 160 32.5
0° KGD R/L 202054720 | @] @] KGD r1.2020C 20 | 12 2 |12 - |25
4| 2 2505041205 | @ | @ KGDRL2525-C | KODRA-4T20-C | 25 | 7 |11.6] 25 | 150 |42.9 975 3.4 20 | 40 5.0
3232041205 | @ | @] KGDR/L 3232-C 32| - 32 170 32.5
KGD R/L 20205-47255 | @] @] KGDRL2020-C 20 | 12 20 | 130 2.5
% 9525541255 | @ | @] KCDRL2525C | KGDRA-4T25-C | 25 | 7 95 | 155 | 47.9 9.5 %
323241255 | @ | @] KGDr13232-C 32 | - 32 175 32.5
KGD R/L 202055710 | @ @] KGDwa 2020-C 20 | 12 20 | 115 22.0
10 25255571105 | @ | @] KoDr 2525-C | KGDRa-5T10-C | 25 | 7 95 | 140 | 32.9 7.0 10
; 3232051105 | @ | @] KGDR/L 3232-C 3| - 32 | 160 0], , 50 60
KGD R/L 2020551255 | @ | @] KGDw 2020-C 20 | 12 20 | 130 2.0] * S0
% 2525051255 | @ | @] KGDR2525-C | KGDRA-5125-C | 25 | 7 95 | 155 | 47.9 97.0 %
3232051255 | @ | @] KGDrL 3232-C 32| - 32 175 32.0
. KGDS R/L 20205-37T10S | @ | @] KGDS /1 2020-C 20 | 12 20 |12
90° | 3 | 10 ot | @ @ st sz | OOVR-SIC o 15025197 - [24] 10 | 3.0 |40

AL R R T
7 o7 FAlHE A 5

2.

3.

KGD-83] : + < R)” e+ =R 7 4

TRT NG R R

=EL)7 =S L)7 #

KGDS-53] @ == R)7 ez £0)7 > 2= L)7 EHpRe =R
(RS R T Ui TR SR o St

Te

v W plaEE e (T8 20mm b g 0 29 7 R EF wl8mm T )

Note) 1. In case of normal mounting position, toolholder body may interfere with tool presetter
2. Toolholder description and blade description are printed on toolholder body. (Unit description is not indicated.)

3.

KGD-S

: R-hand Blade for R-hand Toolholder, L-hand Blade for L-hand Toolholder.

KGDS-S : L-hand Blade for R-hand Toolholder, R-hand Blade for L-hand Toolholder.
The toolholder is applicable for all blade with suitable hand.
T dimension shows the distance from the Toolholder to the cutting edge. (When using 2-edge insert, set the groove depth under 18mm. )

@i % & B Standard Stock




2 =+ (mm)

ck

N 3 <\ EPIS
Aoi;ar(ﬁ?g:; z%;le/]k 7 J& A F éit_ock Dimension(mm)
=% Description of Toolholder
e e [ v [ v [ s [ om
& E KGD R/L  2020-C ° ° 104 20 20
=\ 2525-C ) ) 129 25 25
= :
. 3232-C o o 149 32 32
A7 (Q0R) AR A © < (mm)
i s e Jie ) ; : ;Jvf T‘ ol Stock Dimension(mm)
75 escription of Toolholder
ilglgﬁrrhand Sh_zw(nR) R L L B Hl
L@‘ ‘ I KGDS R/L 2020-C o (] 122 20 20
H l 2525-C o o 147 25 25
L
7 45 4;;”& R q <t (Hllﬂ)
Blade shape il é, Stock Dimension(mm)
ABEA 5L <E(R) Description of Blade
Right:;land Shown R L L T w
KGD R/L -2T17-C o [ J 51.2 17.2 1.7
”7@5 -3T10-C o [ J 44,2 10.2 2.4
} , -3T20-C [ J [ ] 53.2 20. 2 2.4
-4T10-C o o 44.2 10. 2 3.4
@ - -4T20-C o [ J 94.2 20. 2 3.4
@) s “4T25-C D ° 59.2 25.2 3.4
; -5T10-C [ J [ ] 44.2 10. 2 4.4
L w02 0m0 [ ] [ ] 59.2 25.2 4.4
@: -4 & B Standard Sto
.%K rr-;"' Spare parts
R &~ Spare parts
?’?ﬂ]ﬂ%}_(?ﬁrﬂ’%"’) ElI‘(“lF"’ (74%) P+
Clamp bolt (For nsert Clamp) Fixing bolt(For Blade) Wrench
g eh3
Unit Description \.@])
KGD § ee=-- S BH6X10TR SB-60120TR LTW-25

. \\.__;Lt 7 ﬁ(é\ T;}/g-;ml 7 _’};EP ) Setting the blade (Separate-type toolholder)

AHB I ER FAFaiEr 23 fiﬁfdf&(ﬁ]llf‘ ) o

1 % ek

1. Make air blow or other measures to completely eliminate chips and dusts from the serration part (See Fig.4).

2 WgEd ke il R

2. Fit closely the serration joints of the blade

3 iyt g (Ekid 8

& (RIOAB) ©

and toolholder (See Fig.5).

Nem) (H5% )

3. Tighten the blade fixing bolts at an appropriate torque (Recommended tightening torque : 8 N-m). You can tighten them in any order (See Fig.5).

4 B R B ED 4

4. Set the insert after setting the blade.

t’b—_fiu

100 joint

® 4 Fig.4

o)
=11}

7 *g
Toolholder

® 5 Fig.5

Blade fixing

7R LG

No gap between blade and
toolholder

bolt



W 7 A (0 R e ET)

Recommended Cutting Conditions (Grooving, Cut-off)

{7 * A7 HE R n/min)
Recommended Insert GradeCutting Speem/min)
A A 11 b P
Workpiece Material B 1 C?m%t MEGACOAT A A %
TN90 PR1225 PR1215 GW15
}1"\‘,% 4% Carbon Steel PAq * 5 B
(SxxC%#) GM 100~220 80~200 100~200
& &4k Alloy Steel GL PAS * PAq B
(SCM =) PM 80~200 70~180 80~180
7 4% 4% Stainless Steel PH PAS * PAq B
(SUS304 % ) M 70~180 60~150 60~150 .
e
4248 Cast Iron GS _ B * B
(FC ~FCD%*) 100~200
N ] i ] *
' 200~500
GS
th : : : *
) 100~200
% 148 1st. Recommendation ¥¢i% 24& & 2nd. Recommendation
.3}'& 2—%“*7’ ﬂA‘J f}— l/i( 3@“{; A /;IE‘) Recommended Cutting Conditions (f, ap)
.1{% /f— Grooving .ﬁi # traversing
- GMEF A TR - GMEF A TRTET
g N Norpiece a0 QEadh,  BENT AN
B e . s —
7 g S - 6
Y I L AN
L s — s -
(mm) 34 (if) 2.0 4mm
L e
1 1 1 1 1 1 1 <3mm
0-10 o, 0'<20 y )0' 30 0.40 0.10 0.20 0.30 0.40
e (mm /rev)Feed £ (n /rev)reet
- GL#7 A 1 ) AN « GL#7 A A 41 AN 4
GL Chipbreaker Workpiece Material : Steel GL Chipbreaker traversing  Vorkpiece Material : Steel
o e I [ S s O
2 s - e
ap
g4 - ) 2.0 [~
1 1 1 1 1 1 1 1 0 [
0.10 0.20 0.30 0.40 .
% (mm /rev)Feed L L L
0.30 0.40
% (mm /rev)reed
- Qs A 1 B SR o OMEF A (Bid4e 1) A+
CM_Chipbreaker Workpiece Material : Steel CM Chipbreaker (Copying) Vorkpiece Naterial : Steel
v 4.0 —
N — L — .
W "3 3.0
X 34 ] a
1 1 1 1 1 1 1 (m) 2.0
0.10 0.20 0.30 0.40
e (mm /rev)reed L0
1 1 1 1 1 1 1

- PHEF A H; WA

PH Chipbreaker Workpiece Material : Steel

T — I —E—
g2

N I R
(mm)

1 1
0.10 0. 20 0. 30 0. 40
4 (mm /rev)reed

L) atigi i 7 0T GEE) lTmm ™

Above conditions are in case toolholder’s T dimension is under 17mm

1
0.10 0.20
e (mm /rev)Feed

« PHEF A 4, (F 40 1)

PH Chipbreaker (Finishing)

A

Workpiece Material : Steel

b

i oM

ap L0 3 4m 2 width grooving is not recomended
(lllﬂl) 1 1 1 1 1

1
0.10 0.20
e (mm /rev)reed

2)% 7 el GEIE) GlTamrd > %1 7 8mmena 7 8 o 3 6 55 r 9060 2 i & i 5

In case T dimension is more than 17mm for all "toolholders except 8mm insert width type, use up to 90% of recommended cutting conditions at traversing.

.3}'& 1‘:‘%‘*7’ 'd“] f‘,; i+ ( 3@1“{;) Recommended Cutting Conditions (Feed)

. 1{% '/f— Grooving
« GSET A 1) WAl
GS Chipbreaker Workpiece Material : Steel

552 -

0.10 0. 20 0. 30 0. 40
g% (mm /rev)reed
GS #74 ¥ RA P > 73] R
Set up depth of cut (apg

W7 % cutorr
- PIE A 4 i

PM Chipbreaker Workpiece Material : Steel

!
0.10 0. 20
e (mm /rev)reed

for traversing less than radius size.

1
0.30  0.40  0.50

1
0. 30 0.40

1
0.30 0.40

10



OCHET A 1 (el it iR ) Bt o iF (ap)iit i

CM chip-breaker [ about max. a.p. for pulling up ] Recommended ap for pulling up.

B+ 27 % (ap:mm) Max. ap
DegL?;;tion 7 #% A% Description of Toolholder
GDM 3020N-150R-CM 0.24 0.20 - - -
4020N-200R-CM - 0.24 0.20 - -
5020N-250R-CM - - 0.30 0.20 -
6020N-300R-CM - - - 0. 30 0.25

. 4 I Ae 1 & BE point of 0D turning

st gl (1) (BHREEH 1 htgh)
Point (1) (Traversing after grooving)
1 )& %0, bmmye +ocofe e 1 pE(BILA BB )
over 0.5mm of groove depth : For Roughing (Refer to fig 1)
BRGS > #7 #2220 lim £ R4

(7 7 enf THE-- W)

! . (i#iF 0.5mm 2+ qude 1 pF)
Before traversing, pull the tool back by 0.lmm after grooving. Pull back the tool by 0.1mm before traversing
(Put the load on edge from single direction.) (over 0.5mm of groove depth : For Roughing)

B 1 fig 1
HEA 7 45154230, lnm

2 )iEi#0. 5mmr T oz o 4e 1 pE(BI2A PR ) N
Less 0.5mm of groove depth : For Finishing (Refer to fig 2)
BRI RES -
(2 F&%%)
Available to traverse continuously after grooving.
(Dwell motion is not required)

ng fig 2

B RS
Cii 0.5mm 2% o 4o 1 pF)

Traversing continuously after grooving
(Less 0.5mm of groove depth : For Finishing)

o 4v 1 & 8L (1) point (1D
]. )% + 4§— *i - é‘ (m 3 7€> }3@ ) In case of expanding groove width (Refer to fig. 3) -
;‘?;-'* P& FU4p 1 o Please program to make steps at each pass.

2 )ﬁ\ I'é 2z 7f§ 4v 1 For finishing
(F0.5mmrs b eddl & 7 B i@ { 47 )
(Leave the material more than 0.5mm total to get bettter chip control.)

AT ¢ e 1 R R I

Caution) Recommend not feeding the tool toward to center when traversing without center. B3 fes
g

.A;\ 2 ‘;”J 7 'ﬁ: "_;'l 'g-, ‘ft’*w —? %“‘5 5\: JJ'%] 31 Descriptions of separate type toolholder and indication of setting up to machine.

7 & ’fr'7 = %EF“—?Z ki ”ﬁ AW o No gap between blade and tool block. e

scrlptlon of Clamp bolt

TEREAS

scription of Fixing bolt

7 ARG

Description of Toolholder

7 {5 AR B

Lot number of Toolholder

‘¥ KYOCERE

7 3114

Description of Blade

E L
Turret of the lathe

7 e /
Lot number of Blade B 24 # A
No gap here

11



-

S

i@ % At Lo ©
Classification of usage P O
[ ]
.GDFM/GDFM A @2~ /% | E4# (@Continuous - Interruption / Ist I
O aF~%4/ % 288 (»Continous - Interruption / 2nd O
@: i§/ % 154 (@ Continuous / 1st Choice)
< (mm) EBAL | ymoAcoNT
Dimension(mm) Cermet
I‘;;k i‘l%’{“ﬂ W o Lo
Shape Description ~E . M L 0 § § E
tolerance = & &
2 GDFM 3020N-030GM 3.0 0.3 | 2.3 ([ J (] ()
# +0.03
& 4020N-040G6M 4.0 3.3 % L3 o o ()
% 5020N-0406) 5.0 0.4 | 4.2 e e @
i +0. 04
& 6020N-040GM 6.0 5.2 A A A
GDFM 3020N-030DM 3.0 0.3 2.3 o o ()
+0. 03
4020N-040DM 4.0 3.3 o o o
2 20 | 4.3
x5 5020N-040DM 5.0 0.4 | 4.2 o o ([
K £ +0. 04
o 6020N-040DM 6.0 5.2 A A A
=)
z s GDFMS  3020N-030DM 3.0 0.3 | 2.3 A A A
v & £0.03
- 4020N-040DM 4.0 3.3 A A A
& 20 4.3
5020N-040DM 5.0 0.4 | 4.2 A A A
17 . - +0.04
[ e 6020N-040DM 6.0 5.2 A | A A
FuTAE D }l" L; P.Aﬁi—if PF (X - o @: 1% E 3% Standard Stock
See page 6 for indication of insert description A2011£87 35 2t 5
Scheduled to be in stock August 2011
. 7 i'lx ;7\: ’I‘S’: Advantages of chipbreaker .GM%&% Yy fﬂﬁf’@g Comparison of chip control (GM chipbreaker)
i # GM %7k < iEi* > Cutting Condition
General Purpose, GM chipbreaker Ve=150m/min  f =0.05~ 0. Imm/rev GDFM5020N-040GM SCM415 B Vet
G AR Tl R S i

Smooth wall design from front

edge to back side
e I 7
L R s

Changes chip shape and stabilizes

chip evacuation direction

7 L HIT SRR
Front edge wall

BB oo PEAe Prente R EJR M

Improves chip control at shouldering

e IR R A kG
Convex wall
e f ) %
F A el

Changes chip shape and stabilizes
chip evacuation direction

Gently raised wall shape
BRI

Constantly curled chips

Ty 7 AR
Flat cutting edge line
o Ry RS i R

Improves chip control

er \-’!"135’s W A%k Curved front edge line
*7 iy A4k i T2 4% B Stabilizes chip shape

74, * DT
Deep j;%oving, DM chipbret%ler

oF oW 2R

Concave portion
e Ay 5
Changes chip shape smooth

AT R 2 AL U
T B

Smooth wall design from
front edge to back side
R
AL HLE P S g
i

Reduces cutting resistance
Changes chip shape and stabil
chip evacuation direction

e k7 7 e A5k Curved front edge line
=7 fy A4k e0fE T2 B Stabilizes chip shape

#AEL (mm /rev)Feed

.I,F"Jﬁl “v 1 Groove wall machining

" £ el 8
’EEJ 1.0 %&r}? Kf
m O

)

i

i =

m 05

0.15

@8 f (mm /rev)reed

.ﬁ: e 1 Turning
ﬁ : 2‘5%
— ——————

hed
ap
(mm)

0.05

0.8

0.2

0.15

0.1

e (mm /rev)reed

12



13

BKGDF 7

KGDF type

AR S

=

H2

+ % (R) Right-hand shown

F1

=

= © © 2] =
AR T 5 =< (L) Left-hand shown L r |
. 7 ‘fgr S "j' Toolholder dimensions
= B _ 5 o
o T2 B 2 < (mm)  Dimension(m) (m) ETE 2
* E" g = p o Stock AR — imension(mm w(ﬂ( ) D (um)
n = /%_- E l E i 4 A ToolholdergDeslcription Blade is:c]ription i
4 "é i E Unit Description @ P9 @ Pl§
B 5 L R|L Hi=h |[H2 |H3 | B | L1 |L2 [FL | T | W |MIN | X
| @)~
KGDF R/L2020X25-30S | @ | A | KGD R/L ~25-3A-C % | 30
13 2020530-34S | @ A ~30-3AC 118 | 36 13 30 | 40
2020540-31S | @ A 40-30C 40 | 50
2020050-38S | @ | A ~50-3B-C 50 | 65
5 2020565-38S | @ | A “65-38-C 120 | 38 5 65 | 8
2020X85-38S | @ | A | KGD Y 2020-C 85-3-C_| 20 | 12 |11.6] 20 9.9 85 | 110
20205110-38S | @ A “110-38-C 10 | 14
2020050-3CS | A A 50-30-C 50 | 65
2 2020165305 | A | A “65-30.C 127 4 2 65 | 85
2020485-3CS | A | A ~85-3CC 85 | 110
o | 2 20205110-3C5 | A | A 110-3C.C 130 48 2 g |01t
KODF R/L2525525-30S | @ | A KGD R/L -25-3A-C R
13 2525530-3AS | @ | A 30-30-C 143 | 36 13 30 | 40
2525540-30S | @ | A ~40-3A-C 40 | 50
2525550-38S | @ A “50-3B-C 50 | 65
5 2525565-38S | @ | A ~65-3B-C s | % 5 65 | 8
2525Y85-38S | @ | A | KD Y 2525-C 85-3-C | 25 | 17 |11.6] 25 29,9 8 | 110
25255110-38S | @ | A “110-38-C 10 | 14
2525150-3CS | A | A 50-30-C 50 | 6
2 2B2X6530S | A A “5-3C.C 12 | 4 2 65 | 8
2525185-3CS | A | A ~85-30-C 85 | 110
2 25255110305 | A | A 110-3C.C 195 | 48 2 10 | 145
@:1- 4 & % Standard Stock
@KGDFA] 7 & = & 41514 7 & 3% Indication of KGDF unit description A2011E87 TR A%
&AL 7 & AR T Scheduled to be in stock August 2011

EXELY S

Unit description (Unit description is not marked)

+ % 7 Right-hand : KGDFR* + + S

« B 5+ %7 (R) Right-hand shown

% % 7 Lefi-hand ! KGDFL« « « S

« M7 5 =+ 7 (L) Left-hand shown

AL EAHIEFELER) K

-

.

e ER) I EZ S

(7 = A 43150 &)

Toolholder (Toolholder description is marked)
= #+ 7 Lefthand : KGDL «

~

« B7 3 =+ 7 (L) Left-hand shown

+ % 7 Right-hand : KGDR -

N

« W7 3 ++ 7 (R) Right-hand shown

R-hand Blade for L-hand Toolholder, L-hand Blade for R-hand Toolholder

cEEARLEYE o e Rl G e
Unit description is shown on the lavel
AGERREET e ARE 7 o T ITS B S

&35 -

not marked on

s A SRR o

Blade and tool holder are avaiable to assemble when purchasing ind ividually.

«7 5% E 7 48 (BHEX10TR) /7 3% %03 5k

(SB-60120TR)/ = = (LTW-25) -

Insert clamp bolt (BH6x10TR)/Blade fixing bolt(SB-60120TR) come with tool holder.

I

(7 35 )

Blade (Blade description is marked)

+ %+ 7 Right-hand : KGDFR » « « -C

« B 5+ %7 (R) Right-hand shown

%% 7 Lefthand : KGDFL « + « -C

« B 5 =+ 7 (L) Left-hand shown




@

Toolholder dimensions

= —g . 7 ﬁ- A
© X . . W
* ';;9 i = 4v %ﬂ %O'jk FS R 7 45|55 & < (mm) Dimension(mm) Wi((ﬂ]g()mm) ;*ziD (imm)b_
L = —]; 3 ’_E_‘_é‘, A %f,_: ; Toolholder Description| Blade Description
£ & 7~ ‘—f Unit Description @ P9 @ P16
5o B Z R|L Bsh [ H2 [H3 | B |LL |12 |FL| T | W [wN |
(nm) | (mm)
13| KGOF RIL202015-14S | @ | A KGO R/ 25-2A-C 118 | 36 3 % | %
2020535485 | @ | A “35-4B-C 3 | 50
2020550485 | @ A “50-4B.C 50 [ 10
5 2020870485 | @ | A| “T0-4B-C - 5 701 100
20205100-485 | @ | A T100-4B-C 100 | 150
20208150485 | @ | A| “150-4B-C 150 | 220
20205220485 | @ | A ] KD *h 2020-C 2204BC | 20 | 12 |11.6] 20 2.2 220 | oo
02013515 | A | A “35-40-C % | 50
2020850-4CS | A | A “50-40-C 50 10
2020070-4CS | A | A 7040 701 100
2 202051004C5 | A | A 100-40.C 130 | 48 2 100 | 150
2020X150-4CS | A | A “150-4C-C 150 | 220
. 20205220-4CS | A | A 920-4CC , [ e
13 | FOOF RIL2525125-14S | @ | A FOOF R 25-4A-C 113 36 3 % | %
2525035485 | @ | A “35-4B-C 3% | 50
252555048 | @ A “50-4B.C 50 [ 10
5 P525XT0-485 | @ | A | “T0-4B-C s | 5 701 100
2525X100-485 | @ | A Z100-4B-C 100 | 150
P595X150-48S | @ | A | “150-4B-C 150 | 220
2525X220-4BS | @ | A | KGD Y% 2525-C 204BC | 25 | 17 |11.6] 2 2.2 220 | oo
53515 | A | A “35-40-C % | 50
P595X50-4CS | A | A “50-4C-C 50 | 10
BNT0-4CS | A A 7040 701 100
2 2525K100-4C5 | A | A 100-40.C 195 | 48 2 100 | 150
2525K150-4C5 | A | A “150-4C-C 150 | 220
25250220405 | A | A 220-40-C 20 | o
, KODF R/L2020K25-585 | @ | A | FOOF R/L25-5B-C %%
2020035585 | @ | A ~35-5B-C 3 | 50
2020550585 | @ A “505B.C 50 T
15 2020875585 | @ | A ~T55B-C 120 | 38 15 T 115
2020X115-585 | @ A “115-58-C 115 | 180
2020X180585 | @ | A | “180-5B-C 180 | 235
20201235585 | @ | A o 235-5B-C 25 | oo
20 020525505 | A[A] O R2020C 5500 | 2| 12 |11L.6] 20 e 4.2 %%
2020135505 | A LA ~35°50-C % | 50
2020550-5C5 | A A 5050 50 |
2020815505 | A LA T5o50C T 115
2 0200115505 | A A 1550 130 | 48 % 115 | 180
20208180505 | A [A ] 180-50-C 180 | 235
; 2020123550 | A [A 235-50-C s [ [
KGDF R/L2525K25-585 | @ | A OOF R/L ~25-5B-C % | %
2525135585 | @ | A | “355B.C % | 50
2525X50-585 | @ | A | “50-5B-C G
15 BBNT5BS | @ A “T5-5BC 145 | 38 15 B 115
9595115585 | @ | A 1558 115 | 180
9525K180-585 | @ | A| “180-5B-C 180 | 235
2525X235-585 | @ | A o © 935-5B-C 25 | o
%0 2555825505 | A A O R22C o550 | 2 | 1T |16 25 e 2.2 % | 5%
” 9525535505 | A A 3550 155 | 48 - 3 | 50
P55N50505 | A A 5050 50 1
2BINT550S | A LA “T5-50-C T 115
. 25X 1550 | A A 15-50-C 162 | 55 " 115 | 180
P595X180505 | A | A “180-50-C 180 | 235
25251235505 | A LA 935500 235 | oo
@& & 7% Standard Stock
.Lﬁ% W ’fg /i # "_E'_. @ i'] %}Eu%\ 7:[' = /;‘ Indication of Face Grooving tool Unit Description 2%83§?0 Pl i;:g&&f; 22::3112?1 tt(()) t:; 11]:1 Zi(;f:kk f(\)l;gtléitef(;lolll
,,:”ﬁ&,%j?:ﬂ M—,f“ .1'% i 1}% f_ 25(_0 D{ih Vhat is min.D and max.D for ?
R £ 7 Right hand 2 &‘FT‘J’ ﬁ’»;f"’ e d'J:%I;r‘i ﬁl F’—%: ’ ;”x_ 7 *F? Ap v L _rf’?%[fl °
L2+ 7 Letthan 2

R

KGDF
#5  H

e
v

KGDF Face grooving

D:

w1 e (HER)

ia. (F

27 &N B

$ode B .
e S Ai1Smm | f ek e ke
; il . .
Min. diameter (outside of groove) for the first plumging B:l5mm 17 45547 2 »
For 1-edge type insert
25:25mm C:o20mm v
30 :30mm 17 4847 v
. ~25mm For Lot e inse
or 1-edge type insert
. D:32mm
235 :235mm

Whoir T 4o g e i (
FR7 2 AR

i i E gD

dhd 1 0 3

Refer max. diameter (outside of groove) to "oD (mm)" in the
chart for holder spec.

peek s BT d G ek 2] e

"It indicates the available range for the 1st plunging.

Outside diameter of the groove is shown.

oD(MAX)

oD(MIN)

E

i’% W ﬁ"l i JZoD  Face Grooving Dia.(Out side)

MIN: % f@( A %‘uéef‘ £xig ) minimum (Shown in the description)

MAX: = f@"( ‘}%1‘] %{,Z{ ) maximum (Refer to the spec chart)

14



‘7 *E < "f Toolholder dimensions

o T L _ e P aaiie
X Eﬁ " g : E Stock A Sy— 2 < (mm) Dimension(mm) Wi(d%()mm) oD (mm)
‘% : i‘ = i § " .3.‘5‘.])5 ﬂlﬁfu Toolholder Description | Blade Description

E 4 . nit Description
B 5 L R|L| @ @ P16 fsh |H2 |H3 | B [ L1 [L2 [F1 | T | W |MIN |mix

(mm) | (mm)
KGOF R/L 2020125685 | A D] ¥GOF R/L 25.-6B.C % | 3%
2020535685 | A A “35-6B-C 35 | 50
2020550 685 | A A 5068 50 | 15
15 2020575685 | A A “T5-6B.C 120 | 38 15 5 | 115
2020X115-685 | A [A ] 115-6B.C 115 | 180
2020K180°685 | A | A 180-6B.C 180 | 235
2020X235-6BS | A [ A | vrr 1y oion ~935-6B.C 235 | oo
0 02015608 | A[A] KD R2020-C o550c | 20 | 12 |11.6) 20 s 2442y % | %
2020835605 A A 3560 35 | 50
2020050605 | A A “50-60-C 50 | T
M0XT5 605 [A A T5H0C 7 115
2 2020X115-665 | A A 115-60-C 130 | 48 2 115 | 180
20205180°6C5 [ A A “180-60C 180 | 2%
o |6 20205235605 | A A 23560 g [ o
KCOF R/L 2525425-6BS | A | A | TOOF R/L —25-6B-C % | 3%
2525535685 | A A 356D 35 | 50
2525550 685 | A A “50-6B.C 50 | 15
15 2525X15-68S | A A | “T5-6B.C 145 | 38 15 115
2525K115-685 | A A 115-6B.C 115 | 180
9505X180-685 | A | A | “180-6B-C 180 | 235
95250235685 | A A | v 1 omor 035-6B.C 235 | o
20 RN D55cc | 2 | 1T |1L6] 25 e 82 % [ 5%
” 2525X35-605 | A A ~35-60-C o 0 35 | 50
BBX50605 A A 5060C 50 | 15
BIXT5 608 | A LA ~T5-60C 5 115
. BX5608 [ A A T15-60C 62| 55 . 115 | 180
2525K180°605 | A A “180-60C 180 | 235
25255235605 | A LA 23560 235 | oo

. ? I Spare parts

A2011£87 5F 2

Scheduled to be in stock August 2011
AN:20114 107 38 % 7 Scheduled to be in stock October 2011

% 1% Spare parts

= EL % Xl P+
& 2% Clamp bolt! (For Insert Clamp) Fixing bolt(For Blade) Wrench
LA )
Unit D ipti
nit Description g)
KGDF R/Ls <<=+ S BH6X10TR SB-60120TR LTW-25

.’J‘ 1i4f a1 Fﬁﬁjﬁt 3;3"‘{:- ?T LR "j’ limitation of groove expansion for small diameter.

AT AL 3P T L 7 R T Her ) K5 e

ot HE TR D A (oo )ie et fe -

Please be aware of the limit diameter when expanding the groove to the center. There is no limit diameter to expand the groove outside.

XL

Interference

BaES R E @d
Limitation of groove expansion

28
oD 25 26 27 I
over
] 5L Description ad
oF RL_aoasms |, |, |,
2525X25-3AS
2020X25-4AS
T oRoRYOR_AAQ | 6 3 0 0
2525X25-4AS (& mE)
Tameses | |, |
2525X25-5AS Yo renaining Boss
Tameses ||, |
2525X25-6AS

BOKGDFR2020X25-3AS %S 025 a4 i6 > £ 39 = it 7 ff @%b 1 b 5
B L 4 SR g ] pdinkie

KGDFR2020X25-3AS with @25mm as first cut towards the center, it will encounter rubbing of the holder cartridge when @d is 4.0mm. However, if the first cutoD was

27mm and above, it will be able to transverse cut towards the center without interference.
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. 7 "I“EF < —J' Blade dimensions

, g ke 7 4= 7 45
, B q =t (Il'll]l) Fﬁe\’Groojti:lnj‘Dliqz 7B i\igj_‘,‘] 5
254k 7 ‘f}.?'_’l‘]ﬁi Stock Dimension(mm) oD (mm) Applicable Inserts Mes@ErmiiGn @F
Shape Description of Blade @ P12 Toolholder
R|L|L|T/|A |MIN MAX @ Py
KGDF R/L  -25-3A-C ® | A 2 30
~30-3A-C @ | A [11.35] 13 30 10
~40-3AC ®| A 10 50
~50-3B-C o A 50 65
~65-3B-C o | A 65 85 |GDEM 3020N-030GM
-85-3B-C ® | A |UB B, 85 | 110 |GDFM 3020N-030DM
~110-3B-C ® | A 110 | 145 |GDFMS 3020N-030DM
~50-3C-C A A 50 65
~65-30C A | A 0P = 65 85
~85-30-C A | A 85 | 110
~110-3CC A A 0P 110 | 145
KGDF R/L  -25-4A-C @ | A [11.35] 13 2% 35
~35-4B-C ® | A 35 50
~50-4BC o A 50 70
~70-4BC o A 70 | 100
~100-4B-C ® | A |9¥ DB 100 | 150
~150-4B-C ® | A 150 | 220 |GDFM 4020N-040GM
~220-4B-C ® | A 3 [ 220 o |GDFM 4020N-040DM
~35-40C A A 35 50 |GDFMS 4020N-040DM
~50-4C—C A | A 50 70
~70-4CC A | A 70 | 100
~100-4CC A A 0P 100 | 150
~150-4CC A | A 150 | 220
~220-4C-C A A 220 )
L KGDF R/L  -25-5B-C ®| A 2 35
~35-5B-C o A 35 50
~50-5B-C o A 50 75
- e ~75-5B-C ® | A (1935 15 | 115
= @ “115-58-C o A 15 | 180
= © ~180-5B-C o | A 180 | 235 k6D L/R--C
~235-5B-C o A 235 | o
1 ~25-50-C A | A [54.35] 2 % | 3% KGDS R/L=-C
T A TA = > —{GDF 5020N-040GM
T A=A 4 B —=—|GDFM 5020N-040DM
—c rew 25715 GDFUS 5020N-040DM
“115-5CC A | A 115 | 180
~180-5C-C A | A 180 | 235
-235-50-C A | A 235 | o
~75-5D-C A A 75 | 115
“115-5D-C A A 115 | 180
~180-5D-C A | A |62 180 | 235
~235-5D-C A | A 235 | o
KGDF R/L  -25-6B-C A | A 2 35
~35-6B-C A A 35 50
~50-6B-C A A 50 75
~75-6B-C A | A |19.35] 15 75 | 115
~115-6B-C A | A 115 | 180
~180-6B-C A | A 180 | 235
~235-6B-C A | A 235 | o
~25-60-C A | A [50.35] 20 2% 5| oeu 6020N-040K
~35-60-C Al A 35 50
—ic YNEEDN 5 = —5—|GDFM G020N-040D
e iC e 75T 715 CDFS 6020N-040DM
~115-6CC Al A 115 | 180
~180-6C-C A | A 180 | 235
~235-60-C Al A 235 | o
~75-6D-C A | A 75 | 115
~115-6D-C A | A 115 | 180
W3 +<= 3R -180-6D-C A A 66.35) 32 180 235
Right-hand Shown -235-6D-C A A 235 0o

ST B o o= s o
.L’%’; ™ ’I‘% /i * 7 iK g 78 77 /é’: Indication of blade for face

£ 7
e

R+
L=

Right-hand

Left-hand

i

Width

groove

C: 7 fmehg k&

20mm/25mm

Shank Height for 20mm/25mm square shank

KGDF

R

C

KGDF ]
Ho EH e

o1 4 (HER)

Indicates avairable outside groove dia.
for the Ist plunging.

KGDF Face grooving

25 :25mm
30 :30mm

235 :235mm

. 27 &304k B
Al3mm For 2-edge type insert
B:l5mm 17 6547 #7

For l-edge type insert
C:20mm i .
7 3 7
~95mm lr iy #H7 5
or 1-edge type insert
D:32mm

@: =% & & Standard Stock

A2011 28" 5F Tk
AN2011#100 3¢ T 5

Scheduled to be in stock August 2011
Scheduled to be in stock October 2011
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m A

)

Recommended Cutting Conditions (Face grooving)

a7 P A2V A m/min)

Recommended Insert Gradéutting Speedm/min)

f#i’

A4 £
WorkpieceJ ’Llaterial (%rmet MEGACOAT Remar?ks
TN9O PR1225 PR1215

ﬁ'\'? 4% Carbon Steel PA * %
(SxxC%) 100~220 80~200 100~200
& & 4K Alloy Steel Ye * A
(SCM%) 80~200 70~180 80~180
7 44k Stainless Steel PAS * PAG &5
(SUS304 % ) 70~180 60~150 60~150 Fet
ﬁ;%ﬁii Cast Iron _ _ *
(FC~FCD% ) 100~200
4% Aluminum - - -
% 4 Brass - _ _

QUi HhEE A R(H5 E)

Chipbreaker Selection(Face grooving)

% 148 1st. Recommendation

A AE(10mm A 7% )

Shallow Grooving(under 10mm)

/
Vide Grooving

Nar

RiE4e 1
Plunging
‘F

A A1

G T

Multiple plunging

Traversing

£ GM

General Purpose, GM chipbreaker

SE RAFPEOMET A 8 7 48 0 FRDMEr A

=& (10mmr2 + )

Deep Grooving!

10mm)

Y¢i % 248 2nd. Recommendation

RiE4r

Only for plunging

RiE4ca
A

Multiple plunging

EE D

Deep Grooving, DM chipbreaker

Please try DM chip-breaker when experiencing unstable chips evacuation with GM for plunging.

@i i 7 ¥ (it i)

./ﬁl 4v 1 Grooving
« M%7 A

W #

AN

Sr 1 Trav
« GM#7 4 1

GM Chipbreaker

Recommended Cutting Conditions (f, ap)

ersing
e
Workpiece Mater

VI H « DM¥7 A 4

ial : Stee

DM Chipbreaker

RiEAe 1
Plunging
+

A AL

Traversing

d*GM
General Purpose,
GM chipbreaker

WA A

Workpiece Material : Steel

G Chipbreaker Vorkpiece Naterial : Steel
s~ S N L LX)
R e— S R ol v
s E— w w
(mm) :.: (mm) Lok o N (mm) Lo 4mm
‘ 3mm x ’ s |
Il Il Il Il | | | | | L
005 0.10  0.15 0.20 0.25 0.06 0.10 0.15 0.20 0.25 0.30
2% (mm /rev)reed 2% (mm /rev)reed
« DM¥7 A 1 A g ./'; v ( Plo 4c 1 ) Side grooving DMET A 1 B > R R
Dl Chipbreaker Vorkpiece Material : Steel =
- GM/DM s A 4t R
G Chipbreaker orkpiece Naterial : Stee
6 f----- 1 R —
) ||
e || E—— 6 o I e
R L] B
(nm) g ML ;}EE
--------------------------------------- I I S
s} (o
. ) e N
0.05 0.10 0.15 0.20 0.25
2% (mm /rev)reed | | | | |
0.05 0.10 0.15 0.20 0.25 0.30

17

% (mm/rev)reed

1
0.05 0.10 0.15 0.20

0.25 0.30

24 (mm /rev)Feed

7 tgx30%

DM Chipbreaker Max. Depth of Cut: Edge widthx 0.3



.l}%’y W *il ‘;ij’t a F‘f”g‘_ ,!}\_L Points for face grooving

1) 7 {58 3%

Toolholder Selection

o e o g RFATAR N
PR FERE G B B B T

Check available min and max dia as well as width and depth.

W EHA 42

Expand groove width (Plunging, Traversing)

R R e den
L IER LAY

Recommend traversing from outside to inside to get better chips evacuation.

2) 4 il (2 f
Feed rate

N R TR

ETR

WU B B R

Set proper feed rate to create
continuous chips for face grooving

on steel.

"";nb>

RiEHe 1 (e +Rle 4c1 )
Plunging (Face & Side grooving)

FA 41

Traversing

4 ) ﬁi B 1T }“i,ﬁ iﬁ%@vPOints for traversing

A 27770, bmr F 2o 3-8
To remove over 0.5mm depth of cut (cp), take the following three steps.
@K 74t 1 Plunging
@2:37 20.1mm Pull back the tool by 0. lm
@ﬁ #4r 1 Traversing

715 J; E]l Refer to fig.1

@:h 5 EHH L HE (54 W)
B SRR AL o
BT o
To expand groove width (Refer to fig.2)

Leave steps at each pass for finishing

B .7 %0, bum!4 T 2 #-4
May take the following two steps continuously
for less than 0.5mm D.0.C

(D% #4r 1 Plunging
@K A4 Traversing
FiEFRfAel (HT R

Traversing subsequent to grooving is possible (Refer to fig.3)
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! KYOCERA

|

A R PE |

B3 KGD” k7] 0 e i 4e
-0, S A 1 A

KGDR1010JX-2
| I | | | l ' =5
S loxlomm | 120mm | WS

v tg:2. 0~4. Omm
L8| B
| . J L
7B EE o o P
/ — T =5 \‘ //
L Y L : )l )
'Y / = £§p§ L | :ﬂ
KGDR1616 - AH’*’§§ EJ .
O+AFEHT - +(R)
m’ 5%
e € 4 (mm) 7 igW(mm) ET = ¥ =
A @)
.:l:J é R| L|eDmax/Hl=h| H2 | H3 | H4 | B | L1 | L2 | F | A |MIN.|MAX. E K
KGD r/L1010JX-2 @ |@| 20 | 10 | 2 8 |10 18 19.15
1212JX-2 | @ |@| 24 | 12| 2 10 | 12 |1201(19.5011.15/ 1.7]2.0]3.0| SB-40120TR LTW-15S
1616JX-2 @ |@| 32 | 16 | - 10 | 16 24.5115. 15
KGD R/L 1010JX-2.4 @ |@| 20 | 10 | 2 8 |10 181 9
1212]X-2.4 | @ |@| 24 | 12| 2 45 10 |12 [120119.5] 11 |12.012.4 /3.0 | SB-40120TR LTW-15S
1616JX-2.4 | @ |@| 32 | 16| - | "~ 7110 |16 24.5| 15
KGD r/L1212]JX-3 | @ | @ | 24 | 12| 2 10 | 12 19.5/10.8
- . SB-40120TR LTW-15S
1616JX-3 | @ |@| 32 | 16 | - 10 | 16 120 24.5(14.8 2.413.014.0
KGD R/L 1212F-2 |@|@| 24 | 12| 2 10 |12 19.5[11.15/ 1.7]2.01(3.0
- : : : SB-40120TR LTW-15S
1212F2.4 | @ |@| 24 | 12| 2 10 | 12 85 19.5/ 11 12.012.4 3.0

®:HFELE
ADVANCING PRODUCTIVITY
B

EEMA EICERT2RES




KGDA] - = % 71

BGDM / GDMS / GDG % BWGDM / GDMS &
5, k| A )\l e | A St am)F) e
2 NN | Sg 4 NIE \ g &
A 7 - {
/ =+ é ) 5 = | g / =+ % 75 | R 2|
S| E|E|E i 2l gl e
7524 (R) 2ile)| T E|E|B 7524 (R) i) | E|E| B
GDM gg;gg—g;ggm 2.4 8% o oo GDM  2020N-020PM |2.0| 0.2 o o
- . [ K JK )
3020040 130 . 01 @ @ @ 2520N-020PM 2.5( , |0.2 o o
iggggfgiggx , 00-038.2 o oo 3020N-025PM 3. 0(% %30, 25 o e
- . 40 @ @
w99 4020N-080GM | .5 @ @ ® 27 ) 4020N-030PM (4.0 0.3 e o
GDMS 2220N-020GM [2.2] 0.2/ @ | ® | ® GDM  2020R-020PM-6D[2. 0|  |0.2 o e
3020N-040GM [3.0[,75/0.4 @ | ® | ® 2520R-020PM-6D(2. 5[, 510.2| | @ | @
4020N-040GM 4.0/ (0.4 @ | ®| ® | mesze 3020R-025PM-6D|3. 0|  0.25 o e
e
g |CDN 2420N-020GL 2.4] 0.2l @| @] ® a GDMS 2020N-020PM (2.0 (0.2 |e|®
30208-020GL |, | 0.2 @] @] @
3020N-040GL |~ 7| 510.4 @ | @ | @ 3020N-025PM |3. 0| "l0.25 o e
40208-0206L | | 0.2 @] @] @
“J020n-0100L & i1 el ol e _ 4020N-030PM (4.0 0.3 o o
GDG  2520N-020GS |2.5 AEIEIE b| GDMS 2020R-020PM-6D|2. 0|  |0. 2 ol 0
3020N-020GS [3.0/ , (0.2 @ | ®| ®| ® ’ ~ N
i 3020R-025PN-6D|3. 0|, 5[0. 25 o e
3520N-020GS |3. 5 IO '
s 3l 4020N-040GS [4.0] (0.4 @ | @] @] ® ITSEE! 4020r-030PN-6D|4. 0| 10.3) | @] ®
@ kLR
i 55> | GDM  3020N-150R-CM 3.0, |1.5| @ | @ ®
i +
.| 0.03 WGDGS 4] (CBN - &7 )
j” 4020N-200R-CM 4.0/ (2.0 @ | @ | @
27 4l
2=t (mm) MCEBGP? CBN | 4%
GDM  2020N-020PH [2.0|  |0.2 K s ok e £
/ . j_]/ /k .:t] é e | R | = - _
3020N-030PH |3.0/)750.3| | ®| ® bl 22| &
*% 2 4| (re) = = =
N 4020N-030PH (4.0, (0.3 || ® GDGS 2020N-020NB (2.0 (0.2 @ | @ | ®
5 CDMS 2020N-020PH (2.0 [0.2| | e@| ® 3020N-020N8 | 1 |0-2 ®
wr - N i 3020N-040NB | | ,[0.4] @ | @
3020N-030PH 3. 0], "5]0. 3 K & :
4020N-020NB n 0.2 °
3 103 4020N-030PH |4.0]  10.3 LA 173 4020N-040NB | 0.4 @ | ®
DR A R
a1 PMEFA 3 (27 57 ) s o
e 3 2 e ] - H PM&T A 1) e 2 0%

— WiE et g AR f H R A App Store T §¢ |
T @ it B At A 1A I App Store #&
an Wi E R SR IR X7 F s 2 « 7
HH NS Sniliil i S ADDA SR Lo N 8 KYQCERA )

] KYOCERA Eagn - 45 2]t 258 app

s iPad7™ ¥ i *

"KYOCERA Cutting Tools" & # App Store £z ADVANCING PRODUCTIVITY
Goog]e P|av 24T _____——
* TR BT St YT TSR EEMA EICRIRT IR ES
) BRI b
* B~ BIBRTL 2 el
* KYOCERA % BRRBAHAE /5 ¢ {g KYOCERA .....-...
e LTS S0L351  PAOT5 608 31
g Etj**itﬁ*i http://www. kyocera. co. jp/prdct/tool/index. html




| R

l;"J Case studies

# ¥ Gear 10
V=113 ~164 m/min

+f=0.06 mm/rev

SET @0 @)
«GDM4020N-040GM )‘ ¥

(PR1225)
“KGDL2525X-3T10S

GM &7 4 ‘
Giihipbreaken 1500 & /C  1500pcs/edge
(PR1225)

&K
(PVD KA & 4)

Competitor K
(PVD Coated Carbide)

i AL

N 5CF( T cm—mf)

= Sleeve
V=103  m/min

+£=0.12 mm/rev -
WET

+GDM3020N-025PM

(PR1225) N -
*KGDL2525X-3T20S

033

250pcs/edge,

(PVD_@@H TEE)
Competitor L
(PVD Coated Carbide)

R S

KGD A #, A GM#r A + (PR1225) >
At w A mKig v A LGR
BT RS o R
Results

-KGD-type and GM chipbreaker (PR1225)
improved tool life to 6 times of Comp. K.

: -
\3 b L a s B
ML —n
GM Chipbreaker

kK
Competitor K
‘No burned chips and good chip control.

gt 435)

Evaluation by the user

&5

KGD2 ]*7' #7PMETA 1 (PR1225)

BHUWARRY PR HEKE T C RERE

FULRYEE (HB ARV FEL 7 7 F)

Results

‘KGD-type and PM chipbreaker (PR1225) showed good edge condition after

machining same number of workpieces as Comp. L.
‘Available for further machining. (Comp. L caused chipping)

(Fgpit * F3=4)

Evaluation by the user

SCM435( s ] 4

—— Copying )

TR Ball Stud

*Ve=100~160 m/min

+f=0.15~0.25 mm/rev

«ap=0.3 mm

WET

GDM3020N-150R-CM
(PR1225)

*KGDR2020X-3T10S

M %74 H,

CM Chipbreaker

(PR1225)

800 & /C  800pcs/edge

KL
R A &EA

Conventional A

---.MM4WW@

Tk Piston
<Ve=150  m/min
+f=0.05 m/rev(i£) Grooving

0.1-0.15 mm/rev(4 )
Traversing

«ap=1- 1.8 mm(# ) Traversing|
WET
*GDFM4020N-040GM

055

(PR1225) 18 g
KGDFL2525X504CS

G #¢4 4f

GM Chipbreaker

40:B/c é.é%
(PR1225) i

2R ASB
B

Conventional

5
o TR R I A4 0 i e+ R R AL
E NP A =
CENRC 7 R T R

Results

rE&HEI2R

-Resolve issues such as chip-bite and tangled chips due to its surperior
evacuation performance

=> Resolve brakage of edge caused by chips.

‘Doubled tool life by reducing damage on the edge.

(R F3=4)

Evaluation by the user

R

&

KGDF ek 1 BONETA 12 52 @ 7 A S ™ B e -2 2 4
(f3i-7 B9 F 3R 3D

417 MEGACOAT™ it > 7 7 BrdfFajr g Hus £ i #

(Fl7 PP hosh i dysh)

Results

- KGDF + GM chipbreaker improved chip evacuatoin compared to B.
(Resolved frequent brakage of holder. )

- Smaller wear on the edge provided by MEGACOAT make the tool life longer.
(Lower running cost by longer tool life)

(PR

#32)

Evaluation by the user

a N

RESHISH

ADVANCING PRODUCTIVITY

EEMOEICERTIRES

OVKHOCER 4. 44+

T612-8501 AR R A f 3 ETE
TEL:075-604- 3651 FAX:075-604-3472
http://www. kyocera. co. jp/prdct/tool/index. html
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