Grooving

@ External Grooving 2~G38

Summary of External Grooving

KGBA / KGBAS
KGB / KGBS — Will be switched to KGBA / KGBAS G11
KTGF-F / KTGF G12
S...KTGF Sleeve Holder G13
KTG — Will be switched to KGBA G14
KGD (Integral Type for Automatic Lathe) G19
KGD (Integral Type) G20
KGD-S (0° Separate Type) G21
KGDS-S (90° Separate Type) G22
KGM (For automatic lathe) G32
KGM-T G33
KGMM / KGMS G34
KGMU G35
KGH / KGHS G36
KGA G37
KGMW (For Aluminum Wheel) G38
g Internal Grooving G39~G59
Summary of Internal Grooving G39
EZG EZ Bars@G22 G41
VNG System Tip-Bars G43
HPG 2-Edge Tip-Bars G44
PSG-S — Will be switched to EZG Tip-Bars G44
SIGE-EH / SIGE-WH / SIGE-WH-90 G47
GIV / GIV-E / GIV-W G52
KIGBA G54
KITG — Will be switched to KIGBA G55
KIGH G56
KIGM-V G57
KIGM-8 / KIGMU-8 G58
KGIA G59
Face Grooving G60~G96
Summary of Face Grooving G60
EZFG G64
VNFG System Tip-Bars G66
HPFG 2-Edge Tip-Bars G67
PSFG-S — Will be switched to EZFG Tip-Bars G67
TWFG / TWFGT Twin-Bars G68
KGDF (Separate Type) G74
KGDF-Z (Integral Type) G78
KGDF (90°separate type) G79
GFVS-AA /GFVT-AA G84
GFV G86
GFVS /GFVT G88
KFMS G92
KFMS-8 G94
KFTB-S G95
GIFV (Boring Bar Type) G96

Technical Information G97~G104

Recommended Cutting Conditions G97
Guide for Grooving G102
/// Alternative Toolholder Reference Table for Grooving Toolholder G104

3akas nHctpymeHTa: http://steelcam.org G1
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| Grooving @

Summary of External Grooving s

B KGD Grooving (External Grooving & Turning) (G15~G27)

- Integral Type

Type KGD

Edge Width (mm) 2.0~8.0
Grooving Depth (mm) 6~30
Ref. to Page G20

- Integral Type for Automatic Lathe

Type KGD
Edge Width (mm) 2.0~4.0
Grooving Depth (mm) 10~21
Ref. to Page G19
- Separate Type
Type *KGDS-S
Edge Width (mm) 3.0
Grooving Depth (mm) 10
Ref. to Page G22

* The separate type toolholders can accept all
the blades if their hand is matching.

- Separate Type
Type *KGD-S
Edge Width (mm) 2.0~5.0
Grooving Depth (mm) 10~25
Ref. to Page G21

* The separate type toolholders can accept all
the blades if their hand is matching.

Low Cutting Force Low Feed General purpose High Feed Copying

GS GL GM PH CM

3akas nHcTpymeHTa: http://steelcam.org
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M External Grooving(Ge~G14, G36, G37)

Type KGBAS KGBA KGBS KGB KTG
Edge Width (mm) 0.33~4.8 0.33~4.8 0.5~4.8 0.5~4.8 0.75~4.5
Grooving Depth (mm) 0.8~5.0 0.8~5.0 1.0~5.0 1.0~5.0 2.0~5.0
Ref. to Page G9 G9 G11 G11 G14
'd —\
I.l"
oW oW e We
Ground Ground Chipbreaker GM MY Ground Ground Chipbreaker Ground
L Chipbreaker Full-R Chipbreaker Chipbreaker J Chipbreaker Full-R Chipbreaker
General (Square) |Full-R (Round)|GM Chipbreaker|MY Chipbreaker - N4
—_—— * These shallow groove types of the previous system will be
Edge 4 e ‘.I switched to the system on the left.
Shape | AL LA KGBS —— KGBAS
em— - &?g :l—’ KGBA

® Deep Grooving (Grooving Depth: ~25mm)

Type KGHS KGH KGA
Edge Width (mm) 4.0~-8.0 4.0~12.0 3.0-5.0
Grooving Depth (mm) 13 13~17 20~25
Ref. to Page G36 G36 G37
. -
¥ /
Ground Chipbreaker Molded Chipbreaker Molded Chipbreaker

3akas nHctpymeHTa: http://steelcam.org
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| Grooving %

Summary of External Grooving s

B KGM Grooving (External Grooving & Turning) (G28-G3s)

Type KGMM KGMS 5
Edge Width (mm) 3.0~5.0 3.0~5.0 f_-r""
Grooving Depth (mm) 4.8 48 e

Ref. to Page G34 G34
Molded Molded Chipbreaker Ground
Chipbreaker Full-R Chipbreaker

Type KGM KGM KGM-T KGMU
Edge Width (mm) 1.5~4.0 3.0~8.0 2.0~6.0 3.0~5.0
Grooving Depth (mm) 10~16 9~25 17~30 3.5~45
Ref. to Page G32 G32 G33 G35
S
Molded Molded Chipbreaker Ground Deep Grooving /
Chipbreaker Full-R Chipbreaker Cut-off
G4 3akas nHcTpymeHTa: http://steelcam.org
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B External Grooving of Precision Parts (G12, G13, G19, G32)

For Automatic Lathe

Type KGD Type KGM
Edge Width (mm) 2.0~4.0 Edge Width (mm) 1.5~4.0 &
Grooving Depth (mm) 10~21 Grooving Depth (mm) 10~16
Ref. to Page G19 Ref. to Page G32

Molded Chipbreaker ~ Ground Chipbreaker

| Grooving %

Type KTGFF | KTGF S-KTGF

Edge Width (mm) 0.33~2.5 0.33~2.5

Grooving Depth (mm) 0.8~25 0.8~2.5
Ref. to Page G12 G13

Ground Chipbreaker

B For Aluminum Wheel External Grooving (External / Facing / Copying) (G38)

Type KGMW
Edge Width (mm) 6.0~8.0
Grooving Depth (mm) 25
Ref. to Page G38
1-edge
PCD
3akas nHcTpymeHTa: http://steelcam.org G5
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Grooving Inserts

| Grooving %

D
. Applicable |nsertS P [Carbon steel / Alloy steel [ ) (") @) @) Classification of usage
M |Stainless Steel o (4 O @: Continuous-Light Interruption /
(mm)| K |Cast Iron () O | 1stChoice g
Descriptio A od N [Non-ferrous Metals @ | ©: Continuous-Light Interuption /| & %
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys @ | 2ndChoice Q %
GBA43_ 12.70 476 55 Hard materials (~40HRC) o @) @) @: Continuous / 1st Choice | © O
GBA43%.480 12.70 5.00 55 H Hard materials (40HRC~) O: Continuous / 2nd Choice Q%
u— @©
(Previ Dimension (mm) ["MC| Cermet 'EA;(E)% PVD Coated Carbide | Catide Applicabl &)%
_ revious pplicable o
L Destiee Description) | v | g | re g g § 8 8 8|8 g Toolholders =
Handed Insert shows Right-hand E 8 E = E E E E =
GBA327. 033-005 *1 - 0.33 | 0.8 X
050-005 *2 |GBA32%. 050*2 | 0.50 | 1.0 [ ) [ )
050-005 *2 - 050 | 1.2 o o0 e
075-005 |GBA32Y. 075 | 0.75 0.05 () o0 0 e
095-005 095 |0.95 ' L ) (L I JL )
100-005 100 | 1.00  JK ) ( JL K JK )
110-005 110 110 | 2.0 [ 2K )
120-005 120 | 1.20 [ J ( 2 J
125-020 125 | 1.25 (] [ JX ) ( JE K JK )
130-020 130 1.30 [ ) ( JK )
140-020 140 | 1.40 | 25 o ( JJ KGBAW.---16
145-020 145 145 | 2.0 @ KGBAS'Y%:--16
145-020 . 145 | 25 o Y0 KIGBA!/--+16 (Internal)
150-020 |GBA32%. 150 150 | 2.0 [ )
150-020 . 1.50 [ J (2 J
160-020 |GBA327. 160 160 | 25 | 0.2 (] I
170-020 170 | 1.70 [ J (I J
175-020 |GBA32%. 175 175 | 2.0
175-020 - 1.75 [ J (L JK )
200-020 |GBA32%. 200 | 2.00 o [ J ( JK
225-020 225 225 | 25 [ ) [ 2K )
250-020 250 | 2.50 [ J ( 2 J
300-020 300 3.00 [ ) [ JK )
GBA437. 125-010 . 125 | o () () G9
125-020 |GBA43%. 125 |1.25 | ° [ JK ) [ J (L JK ) G11
140-020 140 | 140 | 35 | 0.2 ) Y0
145-020 145 145 | 2.0 G54
145-020 - 1.45 0.2 (] ( JL JK ) (Internal)
150-010 - 1.50 0.1 [ ) [ )
150-020 |GBA43% 150 | 1.50 ( 2 ) (] @ ©® 0 ® gAY ..22-15
170-020 170 1.70 ( [ 2N J KGBAS'%:--22-15
175-020 175 1.75 0.2 [ ) ® O ©® @ KIGBAY--22 (ntemal)
185-020 185 | 1.85 | 35 [ J L JL ) (L I JK )
195-020 195 | 1.95 ( 2K J
200-010 - 2.00 0.1 [ ) [ )
200-020 |GBA43%. 200 2.00 [ 2K J [ 2 J [ JK ) o
225-020 225 | 225 0.2 (] ()
230-020 230 | 2.30 o ( 2K ) ( 23K J [ J
250-010 - 250 | 50 | 0.1 Y ) 1
250-030 | GBA43%. 250 250 | 4.0 [ 2K ) o @ =2
250-030 - 250 | 5.0 ([ ) [ 2K ) #1
265-030 |GBA43%. 265 2.65 | 4.0 03 ( J @ @ 2
265-030 . 265| 50 | [ J [ #1
280-030 |GBA43%. 280 2.80 | 4.0 ([ ] [ } @2
280-030 - 2.80 (] [ J
5.0 #1
300-010 - 3.00 0.1 [ ) [ )
300-030 |GBA43%. 300 3.00 | 4.0 [ 2K ) [ ) @ =2
300-030 . 300 | ) (L JK ) #1
325-030 |GBA43%. 325 325 | 0.3 RIR ”
330-030 330 3.30 | 4.0 [ ) [ ) [ ]
330-030 - 330 | 5.0 [ ) o0 e #1
- Dimension B shows available grooving depth. | Recommended Cutting Conditions @ G97

*1. The edge width tolerance of GBA32%. 033-005 : 0.33 %%
*2.The edge width tolerance of GBA32%. 050-005 : 0.50:3%
*MC indicates MEGACOAT Cermet.
* Applicable Toolholders
1:KGBA"....22-25T5, KGBAS '%...22-25T5, KIGBA'%...22
2:KGBA"....22-25T5, KGBAS'%...22-25T5, KGBA"....22-25, KGBAS'%...22-25, KIGBA'...22
o @ : Std. Item

Inserts are : .
. y R : Std. ltem (Right-hand Only)
sold in 10 piece boxes. | 3akas uHcTpymeHTa: http://steelcam.org
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. Appllcable Inserts P |Carbon steel / Alloy steel [ ] (") @) @) Classification of usage
M |Stainless Steel o (4 O @: Continuous-Light Interruption /
(mm)| K |Cast Iron o O 1stChoice g
De ptio A od N |Non-ferrous Metals @ | ©: Continuous-Light Interruption /| § %
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys @ | 2ndChoice %%
GBA43_ 12.70 4.76 55 H Hard materials (~40HRC) ) O O @: Continuous / 1st Choice E,Q
GBA437.480 12.70 500 55 Hard materials (40HRC-) (: Continuous / 2nd Choice 9%
“ ®
Dimension (mm) |'MC| Cermet '85% PVD Coated Carbide | Catide & %_
_ Previous Applicable S
Insert ( e <
Description Description) g/z|8(g|8 21818/2| Toolholders
W B |re|5\3|glglz |E|&|8|8
Handed Insert shows Right-hand a|lF|F|F|a o oo X
GBA43%. 350-010 - 350 | 50 | 0.1 (] o
o025 350-030 |GBA43% 350 | 3.50 0.3 [ ) L JE (I 2 I )
A ] 400-010 . 4.00 0.1 () o KGBA¥Y....22-35
Ay 400040 |GBA43Y. 400 | 4.00 ©0 00 © e ® o KGBAS,.2235
O] [i= 5.0
. 430-040 B [430| 7| ® RO @0 0 @ KGBA.22
-_— 450-040 450 | 450 ‘ e RO eoeeo0o
480-040 480 | 4.80 o R® (L JL LK)
@ GBA43%. 140-010GM 1.40 0.1 [ )
150-020GM 150 o KGBA... 2215
Lasa -
? 175-020GM | 175 | oo o KGBAS',...22-15
nl'\ 185-020GM | 1.85 0.2 L4 KIGBAY...22 (nema)
) oo 200-020GM 2.00 o
g o “ eyl 230-020GM 2.30 D)
olded Chipbreaker | | A v“‘ BEeneTl _ o
Q) = S 250 ® KGBA'....22-25T5 £
GM Chipbreaker <) 265-030GM 2.65 @ e 3
il AEENa| KGBASY,...22-25T5 8
o 300-0306M 3.00 0.3 ® KIGBA%...22 (itemd) | G9 5
"fﬂ 330-030GM 3.30 | 5.0 [ J G11
! 350-030GM 3.50 ° KGBA....22-35 —
- | KGBASY...22-35 G54
400-040GM 4.00 0.4 o KIGBA'...22 (ntemal) |[nfernal)
GBA437. 175-020MY |GBA43". 175MY | 1.75 & & & O | o
Laaa =
185-020MY 185MY | 1.85 35 | 02 [ ] [ ] [ ] ( ] KGBASY,...22-15
230-020MY 230MY | 2.30 e o o o
ﬁ 250-030MY |GBA437. 250MY | 2.50 | 4.0 o #2
L 250-030MY : 250 | 50 e & @ |
mk— . % /Mm}" 265-030MY | GBA437. 265MY | 2.65 | 4.0 ( ] #2
olded Chipbreaker 4 ki 265-030MY . 265 | 5.0 o o o *1
Chipbreaker il 300-030MY | GBA437. 300MY| 3.00 | 40 | o4 o *2
300-030MY - 3.00 | 5.0 [ ) [ ) [ ) #1
H r" 330-030MY |GBA43%. 330MY | 3.30 | 4.0 R %2
! 330-030MY - 330 | 5.0 o o R 1
350-030MY |GBA43%. 350MY | 3.50 [ ) [ ) [ ) o KGBA"....22-35
5.0 KGBASY;...22-35
400-040MY 400MY | 4.00 0.4 ® |® (@ | KIGBA%...22 (ema)

[ Dimension B shows available grooving depth. | Recommended Cutting Conditions ® G97
* MC indicates MEGACOAT Cermet.
* Applicable Toolholders
1:KGBA"....22-25T5, KGBASY ...22-25T5, KIGBA'%...22
2:KGBA"/.....22-25T5, KGBASY; ...22-25T5, KGBA"....22-25, KGBAS' ...22-25, KIGBA'k...22

® Rake Angle (o) after ® Rake Angle (o) after

Instaliment of GBA-GM type Installment of GBA-MY type

o Insert Description o Insert Description

10° GBA43%.150-020GM GBA43%.175-020MY
GBA43%.175-020GM 15° !

15° 2 GBA43%.350-030MY
GBA43%.265-030GM 14° GBA43%.400-040MY
GBA4TLI00-030GM | Lipsae e oo sl e conerof e

12° !
GBA43%.400-040GM

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

@ : Std. Item SRRRRRENRRESRREARERES .
R : Std. ltem (Right-hand Only) I . ; !
3akas nHcTpymeHTa: http://steelcam.org | ___soldini0pieceboxes. | (G7
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| Grooving %

Grooving Inserts

. Appllcable Inserts P [Carbon steel / Alloy steel [ ] (") @) @) Classification of usage
M |Stainless Steel L L O @: Continuous-Light Interruption /
(mm)| K |Cast Iron o O 1stChoice g
De ptio od N |Non-ferrous Metals @ |: Continuous-Light Interruption /| § %
GBA32_ 9.525 3.18 4.4 S |Titanium Alloys @ | 2ndChoice o} %
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) () O @) @: Continuous / 1st Choice | &2
GBA437.480 12.70 5.00 55 Hard materials (40HRC~) ©: Continuous / 2nd Choice | © %
@
Dimension (mm) |'MC| Cermet %5%5 PVD Coated Carbide | Catide ) & %_
o (Previous Applicable o
Insert Description L 2z|8|lol® v vl 9|o <
Description) | w | B | re |E18|8 g|& 88 s Toolholders
T x| x|
Handed Insert shows Right-hand o = E|F|E Ela|a|k
GBA32R 200-100R 2.00 1.00 R R KGBAR...16
Prvers— - 25 KGBASL...16
300-150R 3.00 1.50 R R KIGBAL...16 (Intemal)
GBA43%. 100-050R |GBA43%. 050R | 1.00 | 2.0 | 0.50 | @ [ JK @ ©® ® ® KGBAY...22-15
f , 150-075R 0758 150 | . [0.75 | @ © 0 (00 0 @ KGBASL.215 |~g
— 200-100R 100R |2.00| °° [1.00 | @ @0 [0 @ @@ KGBAL.22(md) |1y
R -
ruA 250-125R 125 | 2.50 1.25 oo o000 N 22
FullR (Round) KGBAS'...22-25
4.0 KGBA“/t/...22-25T5 G54
v KGBAS'%...22-25T5 | (|nternal
300-150R 150R | 3.00 1.50 o0 ® 00 e KIGBAh...22 (rlema) ( )
KGBA'L...22-35
_ 400-200R 200R | 4.00 | 5.0 |2.00 R ® |® ® ® ®) KGBASY..22-35
KIGBA'%...22(Internal)
[- Dimension B shows available grooving depth. | Recommended Cutting Conditions & G97
*MC indicates MEGACOAT Cermet.
| Applicable Inserts P |Carbon steel / Alloy steel Classification of usage
M |Stainless Steel @: Continuous-Light Interruption /
(mm)| K'|Cast Iron 1st Choice g
De ptio od N |Non-ferrous Metals [ ] (: Continuous-Light Interruption / :o: %
GBA32_ 9.525 3.18 4.4 S [Titanium Alloys () 2nd Choice %%
GBA43_ 12.70 4.76 5.5 H Hard materials (~40HRC) ®: Continuous / 1st Choice | & |2
GBA43R/L480 1270 500 55 Hard materials (40HRC~) O . (O: Continuous / 2nd Choice Q %
@
Dimension (mm) | CBN | PCD - & %_
. i pplicable [o
Insert Description D(Pre\(lct)y S 2|8 |5|2 Toolhold <
escription) | \y B re % % g § oolholders
Handed Insert shows Right-hand X | ¥ & X
GBA32R 125-010 |GBA32R 125 1.25 R KGBAR...16
2.0 | 01 KGBASL...16
150-010 150 |1.50 RIR KIGBAL...16 (Interal)
GBA437%. 125-010 |GBA437. 125 125 2.0 0.1 [ J
125-020 125 ) ) 02 @O . G9
Y KGBA'....22-15
150-010 01450 0.1 e e KGBAS#..2215 |G11
150-020 150 35 | 02 @@ KIGBAY...22 (nteral)
200-010 200 200 0.1 ( 2 J G54
200-020 200 02 @O {|mema|)
250-010 250 250 0.1 ( JJ KGBAR/LL/...22-25
Y : KGBAS':...22-25
250020 250 4.0 02 |10 ® KGBAY....22-25T5
300-010 00|40 0.1 LALJ KGBAS'...22-25T5
300-020 300 ) 02 @ @® KIGBAY...22 (Internal)

\~ Dimension B shows available grooving depth. \

Recommended Cutting Conditions & G97

GBA type applicable for KGBA / KGBAS type toolholders is also usable for KGB / KGBS type toolholders.

@ Rake Angle (o) after Installment of GBA type

GBA327/.000-000 GBA43%,.000-000 |GBA43%.000-O0O0-R (Full-R)
o Insert Grades o Insert Grades o Insert Grades Full-R Description
TN90,PV7040,PR930 0° KBN510, KBN525 10° TN90,PV7040,PRI30 050R-150R
107 PRITIS,PR1215,PR905 TCA4ON,TN9O,PV7040, PRI30 Gl AT
KPD001,KPD010 10°|  PR1115PR1215,PRI05 TNS0,PV7040,PR90 200R
KPD(501 KPDb10 14° PR1115,PR1215,PR905
20° KW10 20° KW10 KW10 050R~200R

For GM Chipbreaker and MY Chipbreaker, ref. to page G7.

Inserts are
sold in 10 piece boxes.

CBN & PCD Inserts are 1

8 (343) 382-52-03 | sales@sverla-ekb.ru
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- Lever Lock
External Shallow Grooving Toolholders

B KGBA
T @ Alternative Toolholder Reference Table
| . 4 o KGBA <= (KGB)
oo b 72 KGBAY.--22-15 | KGB.--22-15
< L2 L1 2 KGBA?.--22-25 | KGB.---22-25
'/ '
Yo KGBAY.---22-35 | KGB.--22-35
M T KGB,---22-25
o ] KGBAF/.---22-25T5| (Available grooving
Right-hand Insert for Right-hand Toolholder, depth has a limit)
« Right-hand shown Left-hand Insert for Left-hand Toolholder.
- Short shank type is not available for KGB / KGBS.
B KGBAS
2 @ Alternative Toolholder Reference Table
| r ‘ o KGBAS = (KGBS)
l i o g o KGBAS.---22-15| KGBS.---22-15
S A %1 KGBASH.---22-25| KGBSY.---22-25
Al _
1 ; * KGBASW,---22-35| KGBS?.---22-35
-
2 KGBS'.---22-25
Left-hand Insert for Right-hand Toolholder, KGBAS"/ ---22-25T5| (Available grooving (]
« Right-hand shown Right-hand Insert for Left-hand Toolholder. depth has a limit)
@ Toolholder Dimensions >
Spare Parts 3
. . 8
Std. Dimension (mm) Clamp Set | Wrench s
L Applicable Inserts
Description ® G6~G8 —
RIL[HI=h|H3| B [L1|L2|F1| A | T
KGBAPL 2020K-16 ® @ 20 20 (125 25
2525M-16 e el s 4.0 55 | 150 24 30| - 25 LGBA-16%.S GBA32%itp e
2020K22-15 @@ 20 20 [125 25
2525M22-15 @@ 25 40| o5|150|%55] 30 | 10|40
2020K22-25 @@ 20 20 [125 25
2525M22-25 @ @ 25 |40 25150255 30 |20 |45
2020K22-25T5 ®® 20 4.0 20 |125 255 25 50 FT-15
2525M22-25T5 @ @® 25| |25 (150|777 30 | 7 5.5 LGBA-22%.S GBA43fitp e
2020K22-35 ® @ 20 4.0 20 |125 255 25 3.0 ’
2525M22-35 @ @® 25| " | 25|150|"77| 30 |
2020H22-15* [ ) 1.0 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 40|20 [125 25
2525M-16 ® ®| 25| 45| 25 | 150 25 30| - 2.5 LGBA-16:S GBA32'rtp e
2020K22-15 @ @® 20 45|20 [125 o5 27 1040
2525M22-15 @ @® 25 50|25 150 32| )
2020K22-25 @ @® 20 45|20 (125 27
2525M22-25 @ @ 25|50 25 150| 2° |32 |20 |45 LGBAZ2US FT-15 GBAII D o
2020K22-25T5 ® ® 20 45|20 |125 5 27 20 R Rip
2525M22-25T5 ® @® 25 50|25 ]|150 32 |~ 55
2020K22-35 ® ® 20 45|20 |125 o5 27 3.0 ’
2525M22-35 @ @® 25 50|25 150 32 |7

- Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth. \ * mark indicates short shank type
- Clamp Set : KGBA%....LGBA-OORS for Right-hand Toolholder, and LGBA-OOLS for Left-hand Toolholder.
KGBASH....LGBA-OOLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.

M External Grooving Toolholders KGBA Short Shank types are available

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

@ : Std. Item

3akas nHcTpymeHTa: http://steelcam.org G9
8 (343) 382-52-03 | sales@sverla-ekb.ru



= GB inserts will be switched
Grooving Inserts > e

. Applicable Inserts P |Carbon steel / Alloy steel
M |Stainless Steel Classification of usage
(mm) K |CastlIron @: Continuous-Light Interruption / 1st Choice
Description A T N  |Non-ferrous Metals () Continuous-Light Interruption / 2nd Choice
GB32_ 9.525 3.18 S |Titanium Alloys @: Continuous / 1st Choice
GB43_ 12.70 476 H Hard materials (~40HRC) O: Continuous / 2nd Choice
GB43%/.480 12.70 5.00 Hard materials (40HRC~)
. . PVD |,
Dimension (mm) |Cermet| /. Il PCD Applicable Ref.fo Page
Insert Description C |Z|=2|lg|9/o|B|2 for Applicable
W | B o |2|8/8|8|2(8|8| Toolholders Toolholders
o|o|x|c ¢ o
Handed Insert shows Right-hand re |- |o o (X
GB32%. 050 * 0.50 | 1.0 | C0.05 AR
oo 075 0.75 AR
A oM 095 0.95 RIR
L — 100 1.00 20 A|A KGB, .16
|| 12> 125 coto 2B KGBSY% 16
L 145 1.45 R|R
eneral (Square J—LT 150 1.50 AR
(C(?l'nemsl(')i:mlerld) 200 200 2 5 A R
y (Corner is Chamfered) 250 2.50 . RIR
GB43%. 125 0.1 AN
125 1251201 o5 |alala
145 1.45 | 2.0 0.2 |[A|R|R
GB32 type
150 150 0.1 AN
150 02 |AIAIA KGB™. --22-15
175 1.75 0.2 [A|A|R KGBS'/%&  ---22-15
o 185 1.85 | 3.5 0.2 |A|AIR
c
-g 200 200 0.1 AN
S A 200 02 |AlAlA
6 230 2.30 0.2 |A|AIR
250 250 0.1 AN
— 250 ) 0.3 [AlA|A
General (Square) T 265 265 03 A R R R ~
(Comer s R shape) 280 2.80 | 40 | 03 |[A[A[R KGB /LL 2225
KGBS'/&  --22-25
f 300 3.00 0.1 VAN
I 300 ) 0.3 |A[A|A
330 3.30 0.3 |A|AIR
GB43 type 350 0.1 A
350 3.50 03 |Alala G11
400 0.1 A .
GB insert changes to GBA type. 400 4.00 5.0 0.4 A A A ESES/LL/H ;g gg
Check th rner-R(re)of th Ll
inszft \:/th(\:c(’:h:ngirEg Jorthe 430 4.30 0.4 A R R
450 4.50 04 |A|R|A
480 4.80 04 |R|R|A
GB43%. 125 1.25 | 2.0 R
KGB™. ---22-15
150 1.50 35 = KGBS'/%:  --22-15
200 2.00 0.1 R
250 2.50 40 R|KGB". ...22-95
300 3.00 | A|KGBSY:  -..22-25
GB43%. 050R 1.00 | 2.0 0.50 VANVAN
KGB®L ---22-15
< 075R 1.50 a5 0.75 JANPAN KGBSYs  ..22-15
£ A 100R 2.00 100 | |AlA
b - ih 125R 2.50 40 1.25 VANVAN KGB", ..22.25
. Y e -
150R | 3.00 150 | |ala KGBS': 2225
KGB". ---22-35
Full-R 200R 4.00 | 5.0 2.00 A KGBSY: ..22-35
\~ Dimension B: shows available grooving depth. \ Recommended Cutting Conditions ® G97
- The edge width tolerance of GB32%.050 is different 0.50:3% (*)
* Material selection standard when changing to GBA.
GB Inserts = GBA Inserts
TC40N TC40N / PV7040
TCE0M TN9O
PR630 PR1215/PR1115
PR930 PR1215/ PR1115
KPDO10 KPD001(KPD010)
* Check the corner-R(rz)of the insert when changing. A\ - Will be switched to new item(Check Availability)
e ATT T oSS s - — s — - — - y R : Std. ltem (Right-hand Only)
' Inserts are | CBN&PCDInsertsare Will be switched to new item (Check Availability)
1

1
G710 _ soidintopieceboxes. i soldin tpisceboxes:pylerita: hitp://steelcam.org
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Top Clamp

External Shallow Grooving Toolholders [for GB / GBA Insew

B KGB (will be switched to KGBA @ G9)

T
ESS A N s -
b < L L2 72 L1 A
pLed : )
M :
< T
«Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
M KGBS (will be switched to KGBAS @ G9)
.20
_ a
h ‘/,ot L2 = L1
‘ i § [s2}
_T
A— | : %
I
e -
(@]
«Right-hand shown ‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder. %
o
® Toolholder Dimensions e
Spare Parts ©
Std. Dimension (mm) Clamp Clamp Bolt Spring Wrench  |Applicable| s
Description G;n:erés
R|L|H=h|H3 | B [L1|L2|F1| A |T @ 6-G8
) @G10
KGBF/. 2020K-16 O[O 20 11 20 [125 04 25 o5 GB327. type
2525M-16 O|0| 25 25 | 150 30 | : GBA327%, type
2020K22-15 [O[|O| 20 20 [125 25
115 25.5 1.0 4.0
2525M22-15 |O|O| 25 25 | 150 30 BR BH6X2 P- LW-4
2020K22-25 (O[O 20 [, [ 20 (125, 25 |, 45 CGB 6X25 SP-6 GB437. type
2525M22-25 O|O| 25 125 [150 |“7Y| 30 | < ) GBA43. type
2020K22-35 (O|O| 20 20 [125 25
2525M22-35 |0 0| 25 |11%] 25 | 150|255 30 | 30|55
KGBS7.  2020K-16 [O[O[20 |, [20 [125] . |25 [ |, GB32'h type
2525M-16 O|O] 25 25 | 150 30 ’ GBA32% type
2020K22-15 [O|O| 20 115 20 [125] 55 [ 27 | 40140
2525M22-15 |O|O| 25 1 25 [ 150 32 | - : L
B BH6X2 P- LW-4
2020K22-25 ||| 20 |11 21 20 1125 oe | 27 | ool as| o fa | BHOX25 | SP6 GBA3H type
2525M22-25 |O|O] 25 | 25 | 150 32 ) ) GBA43Ys type
2020K22-35 (O|O| 20 20 | 125 27
2525M22-35 | ©|0| 25 |19 o5 | 150 25 | 3p | 30|55

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

® Rake Angle (o) after Installment of GB

GB32%.000 GB43%.000 GB43%.O0O0R (Full-R)
o Insert Grades o Insert Grades o Insert Grades
o TC60M o TC40N TC60M - | TC60M
5 PR630 5| broso PR30 | 5" |pRess | O5OR-150R
10° KPDO010 TC60M
20° KW10 . W 140 PRO30 | 200R
0 0 KW10--050R~200R
KGB Toolholder KGBA Toolholder
* KGB / KGBS toolholder will be switched to KGBA / KGBAS.
Better Chip flow.
* For applicable insert, GB insert will be switched to GBA.
There are various type of GBA insert materials available
dependent on the user's cutting condition requirements.
O : Check Availability
3akas nHcTpymeHTa: http://steelcam.org G11
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| Grooving %

G12

External Shallow Grooving Toolholders [for TGF Insert]

B KTGF-F (without offset)

Screw Clamp

- L2-5) Y *Clamp screw can also be operated from this side.

i I A

- :1 h o

¥ = v : |

A < L 2

3 Ae . S

o Insert Grades r ' :

.| PR1115, PR1215 ! 2

20 pR930, KW10 < @ Y | R
&R KPD0O1 VA w— h

6 TC40N g

¢ Right-hand shown

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

B KTGF (with offset)

>t (2.5)
i \ i
- l @
[T : N '
' ll i L |
¢ i . - 2
o Insert Grades :t,,, Loy X
A
50| PR1115, PR1215 . @ =
PR930, KW10 i ! Y
11° KPDO0O1
6° TC40N i

¢ Right-hand shown

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

® Toolholder Dimensions

. . Spare Parts
Std. DT {arlir) Clamp Screw Wrench a
Description -
RIL|H:h|H2 | H3| B |L1| L2 | F1 E’) /@K
KTGF"L 1010JX-16F @ @® 10| 2 10 10
1212JX-16F (@@ 12 25|12 [120]18.5 12 SB-4070TRW| FT-8
1616JX-16F @ @ 16 16 16
KTGF?. 1212F-16F (@@ 12| - [25] 12 ] 85 [18.5] 12 SB-4070TRW| FT-8
KTGFL 1010F-16 ®@® 10| 4 10 | 80 12
1212H-16 o0 12| 2 12 |1100(18.5| 16
1616H-16 ® 0 16 25|16 100 20 SB-4070TRS | FT-10
2020K-16 ®@® 20 20 (125 20 25
2525M-16 o0 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.

No gap

Dimension F1

Dimension B

KTGF-F (without offset type)

Large gap

Dimension F1

‘ Dimension B

|
KTGF (with offset type)

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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Screw Clamp

B S-KTGF (Sleeve Holder)

L1 o Insert Grades
o 2 Hi o] PR1115, PR1215
w 3 = ! PR930, KW10
- L © ] | 11 KPDOO1
\@ ] g | ! 6 TC40N

¢ Left-hand shown Right-hand Insert for Left-hand Toolholder.

Note1) Dimension B shows available grooving depth.

® Toolholder Dimensions

Spare Parts
Clamp Screw| Wrench

Description Std. @b ;
oD | L1 | F1 | F2 | od1 | ¢d2 | Hi=H2 ‘E’ //g

Dimension (mm)

S12F-KTGFL16
S14H-KTGFL16
S15F-KTGFL16
S16F-KTGFL16
S19G-KTGFL16
S19K-KTGFL16
S20G-KTGFL16
S20K-KTGFL16
S$25.0H-KTGFL16
S25K-KTGFL16

12 80 11.0 11
14 100 13.0 13

9.0
15.875
14. 1
16 85 6 5

19.05 19200 10.5 17.6 17 |SB-4070TRS| FT-10

90
20 120 11.0 18.6 18
25 100

25.4 120

10 14.0 23.6 32 23

000606 o oo
(o]
]
|Grooving%

[ | Applicable Inserts P |Carbon steel / Alloy steel @ O0|0 Classification of usage
M |Stainless Steel e O e @: Continuous-Light Interruption /
K |[CastIron (") 1st Choice
(mm) N  [Non-ferrous Metals @ | @ | O: Continuous-Light Interruption /
— S |Titanium Alloys o O 2nd Choice
Description s v ¢d Hard materials (~40HRC) [ ] OO @: Continuous / 1st Choice
TGF32_ 9.525 3.18 4.5 H Hard materials (40HRC~) O: Continuous / 2nd Choice
Dimension (mm)|Cermet| ¥EGR PVD Codtedeyige  pep e
Insert Description zZ | 2 |gl2|e| 5 R Ce e
w B re 3 & 2 -ls| 8 Toolholders Tooholders
Handed Insert shows Right-hand =4 E o E X &
TGF32%.033-005 | 0.33| 0.8 0.05 R R|R|R
050-005 |0.50 | 1.2 ) R ® O o R
075-010 | 0.75 R ® 0 o R
095-010 | 0.95 R ® 0 o R
100-010 | 1.00 R ® 0 0 R
120-010 | 1.20 [ J ()
125-010 [ 1.25| 2.0 R ® 0 o R
140-010 | 1.40 0.1 [ J [ J
145-010 [1.45 R| ® @ @R KTGF?....16F G12
150-010 | 1.50 R ® 0 o R KTGF%....16 G13
175-010 | 1.75 R ® O 0 R S...KTGFY-16
200-010 | 2.00 o5 R ® 0 o R
250-010 | 2.50| R ® O o R
TGF32%.125-010 | 1.25 R
2.0
i 150-010 | 1.50 0.1 R
ted 125-150 S=1.7 _[T]| 200-010 | 2.00| 2.5 R
ge 200 S=1.9
- Dimension B: shows available grooving depth.| Recommended Cutting Conditions @ G98
; g:g :Ig$ (Right-hand Only) ! Inserts are | CBN & PCD Inserts
1

1
__aresoldinipiecebores. | G13
8 (343) 382-52-03 | sales@sverla-ekb.ru



External Shallow Grooving Toolholders [TG Insert]/

Screw Clamp

B KTG (will be switched to KGBA @ G9)

« Right-hand shown

T

T
e
<T Bf L2 L
6° £
: tg‘ -
= I

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

® Toolholder Dimensions

Std. Dimension (mm) P — Spare PV?I:::Ch
peserpton RILIHzhfH3| B (L1 |L2|F1| A | T /
=
2525M22.15 | | | 25 30| 25 150 25 | 30 |10 40
2525M22.25 | | | 25 3°| 25 150 25 | 30 20 45 G50 w3
252602235 | |~ 25 %0 25 150 25 30 %0 59

‘ - 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 %

- App“cable Inserts l\ljl (S:tarbclm St:”IAHOY steel Classification of usage
(TG insert will be switched to GBA @ G6~G8) K Toastior
(mm) N Nas fron Metal @: Continuous-Light Interruption / 1st Choice
Description A T ¢d S Ti:r;ij:::oy: as ): Continuous-Light Interruption / 2nd Choice
TG32_ 9.525 3.18 45 Hard materials (~40HRC) . Continuous/ 1st Choit.:e
TG43_ 12.70 4.76 5.5 H Hard materials (40HRC~) : Continuous / 2nd Choice
Dimension (mm)| Cermet Ret o Page
Insert Description C |o|o|Z|=]| Applicable Toolholders | forApicale
W | B | o |2288 Toohalders
Handed Insert shows Right-hand re |F|F :‘_’ f_’
A W £0.03 TG32%. 075 0.75 O
General (Square) C c 095 0.95 O
(Corner is Chamfered) ” it 1 25 1 25 O
[ <©) H= 145 [1.45] 2.0 |C0.1[0 KTG.-16 G14
< 150 1.50 ®
LEN 175 1.75 o
TG32 type (Corner is Chamfered) 200 2.00 O
TG43%. 150 1.50 O
T 175 1.75 O R
;3‘ os xeg 3502 = KTG.--22-15
230 2.30 O
A 250 2.50 O
P 265 2.65 O
<‘ 280 2.80] 4.0 O KTG%--22-25 | G14
oo ‘ 300 3.00 9315
¥ 330 3.30 ©
350 3.50 O
400 4.00 O R
- 0 you150 | o, 1o KTG..-22-35
450 4.50 O

‘ - Dimension B: shows available grooving depth. ‘

* KTG will be switched to KGBA.
Machining against the wall is available.

* For applicable insert, TG insert will be switched to GBA.
Change Insert Grade TN60 for TN90.

There are various types of GBA insert grades available depending on the user’s

cutting condition requirements.
* Check the corner-R(re)of the insert when changing.

_____________________

Inserts are i
sold in 10 piece boxes. ]

3akas nHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru
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KGD Grooving

M Features

4 @’ Various insert lineup

® Smooth chip control
B Newly-introduced chipbreakers designed to cover a variety of workpiece materials.

® High precision edge preparation
mHigh precision molding technology with tolerance +0.03 mm (Edge width 2, 3, 4 mm types)

® Highly-reputed MEGACOAT technology

mpLong tool life and high efficiency machining achieved by superior oxidation resistance and wear resistance.

® Application Map ® Chipbreaker Selection

Grooving and Turning

Application
High
ngh Feed
External Grooving

General
purpose

Cutting force

|| Grooving @ n

_ GM Non-ferrous Low Feed Carbon Steel ngh Feed
Metals Alloy Steel
Stainless Steel |l Interruption
Low g Low r|g|d
Low Feed Rate High material

v

Low Cuthng Force Low Feed General purpose ngh Feed Copying

GL

® Comparison of Chip Control (SCM415 Vc=150m/min, f=0.15mm/rev)
& @ ® © e e

U@ M

GM Chipbreaker Competitor Competitor B
Smooth chip control

¥

Less chip biting troubles

® Features of MEGACOAT ® Comparison of Wear Resistance
l [ ] 020 .
40 6 Cs):‘tgr’:}l;"ggn&iltei?ns H Competitor C PR1 2.25- . .
_ Tic o EGACOAT o5 || Veszoommin 1st choice for cut-off, grooving and turning.
o 30 = ap=2.0mm
a TiCN ) 4 g 1=po.1mm/rev Com@r.D PR1 21 5.
? O TiAIN g H
£ % TiNY z 010 With superior wear resistance,
£ 10 £ o8 Competiore PR1215 recommended for grooving and cut-off
under the stable conditions as well as
0 200 400 600 800 1,000 1,200 0.00 maChlnlng Of caSt iron'

o

. . . .
20 40 60 80 100
Cutting Time (mm)

Oxidation temperature (°C)

3akas nHctpymeHTa: http://steelcam.org G15
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KGD Grooving -

Integral Type Separate Type

® High rigidity separate type toolholder

B Adaptable to wide applications by
changing blades

Deals with various edge widths and cutting depths by

changing the blade and toolholder combination.

] -

broken part.

Even if the blade is broken, you only need to replace the

Serration

Toolholder

M Structure of toolholder unit (Toolholder + Blade)

Insert clamp bolt

® KGD-S (0°separate type)

Blade

Toolholder

Blade fixing bolt

*Note for the toolholder and blade combination of
0° Separate Type

Toolholder (KGD%. OOOO-C)
+
Blade (KGD%.-OTOO-C)

= Right-hand Blade for Right-hand Toolholder,
Left-hand Blade for Left-hand Toolholder.

® KGDS-S (90°separate type)

Toolholder

Blade

*Note for the toolholder and blade combination of
90° separate type

Toolholder (KGDSY. OOOO-C)
+
Blade (KGDY-OTOO-C)

= Left-hand Blade for Right-hand Toolholder,
Right-hand Blade for Left-hand Toolholder.

G16 3akas nHctpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru



Inserts for Grooving and Cut-off

. GDM / GDMS / GDG e s P |[Carbon steel /Alloy steel | @ | O o
Classification of usage M | Stainless Steel ® OO
@: Continuous-Light Interruption [ K | Cast Iron %
/1st Choice ) ) N | Non-ferrous Metals (") _8
O: g:g?#;g:ﬁght Interruption / SHIFEn AT ° © —% o
@: Continuous / 1st Choice i Lerdimetorial JA0LHC) O <9
O: Continuous / 2nd Choice Hard materials (40HRC~) £ g
O =
o O
Dimension (mm) Cermet "S54 MEGACOAT |Catide | & 2
[e]
Insert Description W 9| e w1 |w 0 31:.;
re M|LHg|2 =2 = = |5
olerance F|F|E || L0
GDM 2420N-020GM (2.4 0.2 1.95 e & o o o
3020N-020GM |, il PR e o o 00 G19
3020N-040GM |~ +0.03 04|~ e &6 o o o G20
> 4020N-020GM 7102 ® o o o o G21
4020N-040GM (4.0 0.4]3.3 20l4.3 e o o o o G22
4020N-080GM 0.8 “ e e/l e[e] @
5020N-040GM 0.4 e o6 o o o
2 5020N-080GM [°© 0.8 %2 o o 0o o 0o |32
6020N-040GM 6.0 =704 5.0 e o o o o G22
§’ General purpose 6020N-080GM |~ 0.8 ) e o o o o
5 2-edge 8030N-080GM |8.0/+0.05| ™~ | 6.0 [30/5.5 e o o G20
E s & GDMS 2220N-020GM |2.2 0.2 1.75 e & o o o G19
g S 3020N-040GM [3.0/:0.03  , |2.3 e o0 oo a0
g - — % 4020N-040GM |4.0 "/33|20043 @ @@ @@ G22|
SN 5020N-080GM |5.0 4.2 e o o o o G20 c
I —
Gene{idp;;pose ﬂ :@ 6020N-080GM | 6.0 £0.04/ 0.8 5.0 Py ° P P ° g%; §
GDM 2420N-020GL (2.4 0.2 1.95 e & o o o G19 S
3020N-020GL 3.0 ) 53 e &6 o o o G20
3020N-040GL | |+0.03/ 0.4 | = e o o o o G21 —
4020N-020GL 0.2 2043 ©®@  © © © | ©
4020N-040GL | *© 33 o o o o o G22
5020N-040GL (5.0 04|42 e o o o o G20
Low Feed +0.04 G21
2-edge 6020N-040GL |6.0 5.2 e o o o o G22
GDG 2520N-020GS |2.5 2.0 ® & & o o o G19
3020N-020GS |3.0 0223 ® 6 &6 o o o G2
o 3520N-020GS |3.5 2.8 ® © o o o o G21
H 4020N-040GS [4.0.0,02 33204309 @ | ®@ © @ | @ G22
5 5020N-040GS (5.0 04 4.2 e o o o o o 8%?
Low Guttin 6020N-040GS (6.0 5.2 ® 6 & o o o (G2
g Force
2-edge 8030N-040GS |8.0 60/3055 @ © © © o o G20
o GDM  3020N-150R-CM | 3.0 1523 o o o o o G19
£ £0.03 20 a20
§ 4020N-200R-CM (4.0 20|33 43 e o o o o G22
T 5020N-250R-CM | 5.0 2542 e o o o o G20
Z +0.04 *21 G21
6020N-300R-CM (6.0 3.0/5.2 e o o o o G22
GDM 2020N-020PH (2.0 02|15 e o o
3 3020N-030PH |3.0|0.03 0.3 | 2.3 |20 e o o 619
2 4020N-030PH |4.0 0333 | e o o G20
2 GDMS 2020N-020PH (2.0 0215 ' e o o g;;
S| o 3020N-030PH |3.0 003 0.3 | 2.3 |20 o o o
Mo ot I@ 4020N-030PH |4.0 03|33 e o o
*GDM50/60-CM differes from other descriptions in length (L) to avoid interference of a toolholder with workpiece. Recommended Cutting Conditions @st G26
¢ Inserts Identification System
(2)Tolerance Symbol (4) Width (6) Hand of Tool (8) Chipbreaker Symbol
M: M Class 20: 2mm N: Neutral GM : Grooving and Turning| CM: Copying
G: G Class 30: 3mm GL: Low Feed PH : High Feed
I 40: 4mm GS: Low Cutting Force | NB : Without Chipbreaker
| (M [§][30] [20] [N] - [040 [GM]
| | | |
[ ()Series | (3) No. of edge (5) Insert Length (7) Corner-R (re)
(Without Indication) : 2-edge 20: 20mm 020:0.2mm
S: 1-edge 30: 30mm 040:0.4mm
150R: 1.5mm (Full-R)
@ : Std. Item
3akas nHcTpymeHTa: http://steelcam.org G117
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Grooving

G18

Inserts for Grooving

7

M GDGS (CBN/PCD) Classification of usage P | Carbon steel / Alloy steel
M | Stainless Steel
_ . . X K | Castlron

o: ?;né;g;isﬂght Interruption / N | Non-ferrous Metals ° ®
(0]
©: Continuous-Light Interruption / S | Titanium Alloys [ ) 53
2nd Choice _ [y | Hard materils (-40HRC) s
® otnuons stcroee | M | o i) | @ o
Sintered Steel [ ] na o
MEGA - a
Dimension (mm) A?%Ie COAT | CBN |PCD | & 2
CBN oy
Insert Description W = |2 |5 =

8 || o

re M| L|H|S|@6|=2|2 a

Tolerance 2 08¢
CBN - & GDGS 2020N-020NB| 2.0 0218 ® 0 0 i
Edgﬂjiu_&m 3020N-020NB 0.2 () G20
L o 3020N-040NB 3.0 04 2.3 ® o G21

2 @—' I@ 4020N-020NB 40 0.2 33 ([}
5 R — 4020N-040NB| " |003/0.4|”7 |20 43|29 - (@ | ® G22

o 1 o

= 2 5020N-020NB 50 0.2 40 o G20
- sLING, 5020N-040NB 0.4 o o G21

o 6020N-020NB 6.0 0.2 50 ()
t-edge Y58 6020N-040NB| ' 04> o o G22

Recommended Cutting Conditions @ G25, G26

# Note for the toolholder and insert combination of KGD type (new) and KGM type (conventional)

@ Insert setting angle for grooving toolholders
KGD...0°

Conventional tools KGM...5°

New Insert
GDM

o¥

New Toolholder

.

KGD

is not recommended.

Conventional Insert

et
I

Conventional Toolholder

Installing conventional inserts to the new toolholder

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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Toolholders for Grooving and Cut-off

M KGD (Integral Type for Automatic Lathe) Width: 2.0~4.0mm
:
—UTUTTTTTYY T 7 Insert Setting Angle ;1 L2
Insert Setting Angle %) %) \ / \/
! /
— | =7 \
1° - H < ﬂ“ 14 i -
/
T T // T
1 7 X |
KGDR1616 AL & o
) T L1
* Right-hand shown
® Toolholder Dimensions
Cutting . . Width Spare Parts
Std. : Dimension (mm
Dia. (mm) W(mm) | Clamp Screw Wrench
Description
@&
R|L |¢Dmax|Hi=h|H2| H3 |H4 | B | L1 | L2 | F | A [MIN.|MAX. V
KGD#. 1010JX-2 ®® 20 (102 8 | 10 18 |9.15 E@
SB-40120TR LTW-15S
1212JX-2 i 24 12 2 10 [ 1211201951115/ 1.7 | 2.0 | 3.0 | for Clamp Screw Recommended tightening torque 2.0N-m \
1616JX-2 ® e 32 16 | - 10 | 16 24.5(15.15 >
KGD% 1010JX-24 |@® (@ 20 |10 | 2 8 | 10 18| 9 3
SB-40120TR LTW-15S o
1212JX-2.4 b 24 12 2 45 10 | 12 1120 |19.5| 11 |20/ 24 | 3.0 | for Clamp Screw Recommended tightening torque 2.0N-m \ (O]
1616JX-2.4 ® e 32 16 | - 10 | 16 245| 15
KGD%. 1212JX-3 ® 0 24 12| 2 10 | 12 19.5/10.8 3.0 SB-40120TR LTW-15S
1616JX-3 o0 32 16 _ 10 | 16 120 245(14.8 24130 4.0 | for Clamp Screw Recommended tightening torque 2.0N-m \
KGD®. 1212F-2 ® 0 24 12| 2 10 | 12 19.5/11.15/1.7 | 2.0 | 3.0 SB-40120TR LTW-15S
1212F-2.4 o0 24 12 2 10 | 12 85 19.5| 11 [2.0] 2.4 | 3.0 | for Clamp Screw Recommended tightening torque 2.0N-m \
KGD%. 1616JX-3D38 @ @ | 38 16 | - 10 | 16 29 |14.8
SE-50125TR LTW-20
2012JX-3D42 @ | ® 42 20 _ 6 14 12 1120 31 10.8/2.4| 3.0 | 4.0 |for Clamp Screw Recommended tightening torque 2.5N«m|
2020JX-3D42 @ © 20 18.8
Note) 1. 4mm width Insert can be installed in KGD.1212JX-3, but is not recommended due to the toolholder's rigidity. Applicable Inserts @G17, G18

2.Recommended tightening torque of clamp screw : 2.0N-m(Clamp screw : SB-40120TR), 2.5N-m(Clamp screw : SE-50125TR)
3.When machining the material greater than ¢36mm with KGDRY/L...-3D38 or KGDRI/L...-3D42 toolholders, please use 1-edge inserts.

¢ Toolholder Identification System

K G D R 1 61 6 JX - 3 D38 (Integral Type for Automatic Lathe)
| | | | |

Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Cutting Dia.
R: Right-hand| GDM/GDMS oDmax
L: Left-hand 16x16mm 120mm 3~4mm 38mm

KGD R| 1616  H - 2 | T | 06 | (ntegraiType)
| | | | |

Toolholder Hand Shank Size Toolholder Length | | Applicable Inserts Max. depth of cut
R: Right-hand| GDM/GDMS .
L: Left-hand 16x16mm 100mm 2-3mm 06 : 6mm

KGD
R 2020 X - 3 T 10 S (Separate Type / Unit Description)
KGDS 1= =1 T |

Toolholder Hand Shank Size Toolholder Type | | Applicable Inserts Max. depth of cut
Vi | vzomn | [ postion | e : 10mm
@ : Std. Item
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Toolholders for Grooving and Cut-off

B KGD (ntegral Type)

T
[T m
Lo 4
17 r
— | ~—— L2 ™
[} ﬁ T
© f :
A o :
T p—_ < ST
« Right-hand shown
® Toolholder Dimensions
= : Spare Parts
a 2 Std. Dimension (mm) Ww('g]tg)
£ _g,\ Clamp Bolt| Wrench
= ‘gg Description
T |
S | % R|L|Hi=hjH2 |H3 | B | L1 |L2 | L3|F1| A | T |MN.|MAX. /
©
% E
KGD%. 1616H-2T06 ® @ 16 | 4.0 16 | 100|27.7|28.0{15.2
> HH5X16
2 6 2020K-2T06 | @ | @ | 20 20 |125/28.0 19.2 6
§ 2525M-2T06 (@ (@ | 25 25 |150(28.0 24.2 HH5X25
5] KGD%. 1616H-2T10 ® @ 16 | 4.0 16 [100|30.2|30.5|15.2 HH5X16
10 2020K-2T10 ® e 20 20 |125|30.5 19.2 10
— - - 1.7 2. . LW-4
2 2525M-2T10 (@ (@ | 25 25 |150|30.5 24.2 030 HH5X25
KGD%. 1616H-2T17 ® @ 16 | 4.0 16 | 100|31.2|31.5|15.2
17 2012K-2T17 [ BN J 20 12 | 125 11.2 17 HH5X16
2020K-2T17 ([ BN J - 20 [125|32.5| - [19.2
2525M-2T17 (@ @ | 25 25 [ 150 24.2 HH5X25
KGD%. 2012K-2.4T17 @ @ 12 | 125 11.0
. - . - 2. 17 |24 | 3. HH5X1 LW-4
24117 2020K-2.4T17 @ | @ 20 20 |125 32.5 19.0 0 3.0 5X16
KGD%. 1616H-3T06 ® ® 16 4.0 16 [100|27.7|28.0{14.8 HH5X16
6 2020K-3T06 ® 0 20 20 [125|28.0 18.8 6
2525M-3T06 e 0 25 25 [150|28.0 23.8 HH5X25
KGD%. 1616H-3T10 ® ® 16 4.0 16 [100|30.2|30.5/14.8 HH5X16
10 2020K-3T10 ® e 20 20 (125 18.8 10
- . - 2.4 .0 4. LW-4
8 2525M-3T10 (@ (@ | 25 95 25 | 150 805 23.8 8.0 0 HH5X25
KGD% 1616H-3T20 |@® @®| 16 |4.0| | 16 [100|34.2|34.5(14.8
2012K-3T20 [ BN J 12 | 125 10.8 HH5X16
. 20
20 2020K-3T20 [ BN J 20 - 20 [ 125 345 - (18.8
2525M-3T20 (@ (@ | 25 25 |150(35.5 23.8 HH5X25
10 KGD%. 2020K-4T10 ® O 20 20 [ 125 305 18.3 10 HH5X16
2525M-4T10 (@ (@ | 25 25 [150| 23.3 HH5X25
4 20 KGD%. 2020K-4T20 ® e 20 | - 20 |125|34.5| - |18.3| 34 20 4.0 | 5.0 | HH5X16 LW-4
2525M-4T20 (@ (@ | 25 25 |150|35.5 23.3 HH5X25
25 | KGD. 2525M-4T25 | @ (@ | 25 25 |150|40.5 23.3 25
10 KGD"% 2020K-5T10 ® e 20 20 (125 305 17.8 10 HH5X16
2525M-5T10 e 0 25 25 [ 150 ' 22.8
L 2020K-5T17 - - . . 5.01]6.0 LW-4
5 17 KGD%. ® e 20 20 (125 375 17.8| 4.4 17 HH5X25
2525M-5T17 (@ (@ | 25 25 | 150 22.8
25 | KGD%. 2525M-5T25 e 0 25 25 [150|40.5 22.8 25
15 | KGD%. 2525M-6T15 (@ @ | 25 25 |150(32.5 22.4 15
- - 3 6.0 | 6.0 | HH5X25 LW-4
6 30 | KGD. 2525M-6T30 @ @ | 25 25 |150|45.5 22.4 5 30
KGD%. 2525M-8T25 | @ (@ | 25 | 7.0 25 | 150 44.2122.0
. 0|2 . . HH6X2 LW-
8|25 3232P-8T25 ® 0 32 | - 32 [170 43.3 - 129.0 6.0 5|80 80 6X25 5
Note) 1. Dimension T shows the distance from the Toolholder to the cutting edge. ;
(If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.) Appllcable Inserts ®G17’ G18
@ : Std. Item
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B KGD-S (0° separate type)

L «k EL T j
= I
] B
I o
2 [ 3
Y | ‘
* Right-hand shown (Right-hand Blade and Right-hand Toolholder)
@ Toolholder Dimensions (Toolholder + Blade)
5| E|SE I , L Std. Dimension (mm) Width
S| E _g,g og Unit Description 5 BIa_det:ion I'Drgg::r;?lﬁg;] W(mm)
% | £ |53|5E| Glardara ook | T |Pgsetpton Desery
c'%s = §“5 = RIL Hizh|H2| H3 | B | L1 | L2 [L3| F1 | A | T |MIN.|MAX.
020 |[KGD®L. 2020X-2T17S (@ @ KGD%.2020-C | 20 | 12 20 | 122 23.4
2 17 |0O25 2525X-2T17S | @ | @ | KGD%.-2T17-C | KGD%.2525-C | 25 | 7 25147 | 40 28.411.7117 | 2.0 | 3.0 E@
[J32 No unit description = KGD%.3232-C | 32 | - 32 | 167 35.4 o>
020 |[KGD%. 2020X-3T10S (@ @ KGD%.2020-C | 20 | 12 20 | 115 23.0 §
10 |25 2525X-3T10S | @ | @ | KGD¥.-3T10-C | KGD%.2525-C | 25 | 7 25 |140| 33 28.0 10 O]
3 032 3232X-3T10S (@ | @ KGD%.3232-C | 32 | - 32 | 160 35.0 oal 13040 ——
0020 |[KGD®. 2020X-3T20S @ @ KGD%.2020-C | 20 | 12 20 | 125 23.0
20 |0O25 2525X-3T20S | @ | @ | KGD?-3T20-C | KGD%.2525-C | 25 | 7 25150 43 28.0 20
032 3232X-3T20S @ @ KGD?%.3232-C | 32 | - 32 170 35.0
020 |[KGD%. 2020X-4T10S @ @ KGD?%.2020-C | 20 | 12 20 | 115 22.5
10 |25 2525X-4T10S | @ | @ | KGD%.-4T10-C | KGD%.2525-C | 25 | 7 25(140| 33 27.5 10
i 032 3232X-4T10S @ | @ KGD%.3232-C | 32 | - 32 (160 34.5
0 020 |[KGD%. 2020X-4T20S @ @ KGD%.2020-C | 20 | 12 16 20 | 125 ) 22.5 ]
4 | 20 |O25 2525X-4T20S | @ | @ | KGD7.-4T20-C | KGD%.2525-C | 25 | 7 25 (150 | 43 27.5/3.4|20| 4.0 | 5.0
032 3232X-4T20S @ | @ KGD%.3232-C | 32 | - 32 | 170 34.5
020 |[KGD%. 2020X-4T25S @ @ KGD?%.2020-C | 20 | 12 20 | 130 22.5 ]
25 | 025 2525X-4T25S | @ | @ | KGD?-4T25-C | KGD%.2525-C | 25 | 7 25 155 | 48 27.5 25
032 3232X-4T25S (@ | @ KGD%.3232-C | 32 | - 32 (175 34.5
020 |[KGD"/. 2020X-5T10S (@ @ KGD%.2020-C | 20 | 12 20 | 115 22.0
10 | 025 2525X-5T10S | @ | @ | KGD%.-5T10-C | KGD%.2525-C | 25 | 7 25 (140 33 27.0 10
032 3232X-5T10S (@ | @ KGD%.3232-C | 32 | - 32 | 160 34.0
> 0020 |[KGD?. 2020X-5T25S @ @ KGD%.2020-C | 20 | 12 20 | 130 22.0 AATT00 80
25 |25 2525X-5T25S | @ | @ | KGD?/-5T25-C | KGD%.2525-C | 25 | 7 25 155 | 48 27.0 25
032 3232X-5T25S (@ | @ KGD%.3232-C | 32 | - 32 | 175 34.0

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter.  Applicable Inserts @ G17, G18
2.The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGD-S: Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
The toolholder is applicable for all blade with suitable hand.
3. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
4. Dimension T : Maximum depth to which processing can be made. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

® Spare Parts Spare Parts
(Common with separate types) Clamp Bolt Clamp Bolt
* The parts are included in the toolholder (for Insert Clamp) (for Blade) Wrench
and unit. Unit
Description \)
E

KGD".-----S BH6X10TR SB-60120TR LTW-25

@ : Std. Item
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Toolholder for Grooving

B KGDS-S (90° separate type)

1
L1
A Ho
%
« Right-hand shown (Left-hand Blade and Right-hand Toolholder)
® Toolholder Dimensions (Toolholder + Blade)
2 -~ O Wi
& | s2 SE|®_| Blade | Toolholder | Unit Description | Std: Dimension (mm) W(mm)
~ | SE|© x| xE | Description | Description | (Standard Stock
SRR s~ @623 @G23 Description)
= =% | ®» R|L|H=h|H2|H3 | B | L1 | L2 |L3|F1 | A | T |MIN.|MAX.
% J20 KGDS#.2020-C - -1-120 |12 20 | 125
2 |17 KGDY:-2T17-C 56.7 171720 3.0
o 125 KGDS?/2525-C - -1-125 |7 25 | 150
C |
8 [J20 KGDS?/2020-C |[KGDS"/. 2020X-3T10S @ (@[ 20 | 12 20 | 125
e 10 KGD';-3T10-C 49.7 10
S [J25 KGDS%.2525-C 2525X-3T10S (@ @ 25 | 7 25 | 150
3 — 24——3.0|4.0
— 020 KGDS/.2020-C - -|-120 |12 20 | 125
20 KGD'/z-3T20-C 59.7 20
[J25 KGDS%.2525-C - -1-1251] 7 25 | 150
020 KGDSf/.2020-C - -|-120 |12 20 | 125
10 KGDY:-4T10-C 49.7 10
25 KGDS%.2525-C - -l-125 |7 25 | 150
90° 1.6 277 —— - s
J20 KGDS%.2020-C - -1-120 |12 20 | 125
4 20 KGDY:-4T20-C 59.7 34|20| 40|50
[J25 KGDS?/.2525-C - -1-125 |7 25 | 150
[J20 KGDS%/.2020-C - -1-120 |12 20 | 125
25 KGD'/--4T25-C 64.7 25
025 KGDS%.2525-C - -1 -1251] 7 25 | 150
020 KGDS/.2020-C - -|-120 |12 20 | 125
10 KGD'/:-5T10-C 49.7 10
[J25 KGDS%.2525-C - -|-1251] 7 25 | 150
5 — 44 ——5.0|6.0
020 KGDSf/.2020-C - -|-120 |12 20 | 125
25 KGDY;-5T25-C 64.7 25
[J25 KGDS%.2525-C - -1-125 |7 25 | 150

Note) 1. When using the toolholder in normal mounting position, the lower jaw of toolholder may interfere with the tool presetter. ~ Applicable Inserts @ G17, G18
2. The toolholder and blade descriptions are printed on the toolholder body. (Unit description is not printed.)
KGDS-S: Left-hand Blade for Right-hand Toolholder, Right-hand Blade for Left-hand Toolholder.
The toolholder is applicable for all blade with suitable hand.
3. Dimension T : Maximum depth to which processing can be made.
(If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

® Spare Parts (Common with separate types)

* The parts are included in the toolholder and unit.

Spare Parts

Clamp Bolt Clamp Bolt
(for Insert Clamp)| (for Blade) LD

Unit
Description
p @&
KGDS".-----S BH6X10TR SB-60120TR LTW-25
@ : Std. Item
G22 3akas MHCTpyMeHTa: http://steelcam.org
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Toolholders and blades for Grooving and Cut-off

@ Toolholder
KGD-S (0° separate type)

Toolholder | Std- [Pimension

Shape of 0° type Description

Right-hand shown R|L|L|B|H1

l, s
Hj] L

KGDS-S (90° separate type)

KGD?. 2020-C (@ @ [104/20|20

2525-C | @ | @ [129/25|25

m

3232-C | @ | @ [149/32|32

Toolholder | Std- [Dimension

Al e Gt Description

Right-hand shown R|L|L|B|H1

o | KGDS% 2020-C (@ | @ (122/20/20

L 2525-C | @ | @ (147/125|25

[H1]

| Grooving %

o Blade
Std. Dimension
Shape of Blade DesB;?ic:tei an

Right-hand shown R|L L T A
T KGD% -2T17-C | @ | @ | 51.2|17.2| 1.7
‘ﬂ;EIb 3Ti0-C|@ | @[ 442102 , ,
-3T20-C( ® (@ | 53.2 | 20.2 )

-4T10-C| @ | @ | 44.2 | 10.2
©© g -4T20-C( @ (@ | 54.2 | 20.2 | 3.4

-4T25-C( @ (@ | 59.2 | 25.2
L -5T10-C| @ | @ | 44.2 | 10.2 4.4
-5T25-C( @ (@ | 59.2 | 25.2 )

® Spare Parts (Common with separate types)

* The parts are included in the toolholder.

Spare Parts
Clamp Bolt Clamp Bolt
(for Insert Clamp)|  (for Blade) W
Unit
Description \)
E
KGD".-----S
KGDS....S BH6X10TR SB-60120TR LTW-25
@ : Std. Item
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Setting the inserts and the blade -

M Setting the inserts

1. Use compressed air or other measures to remove chips from the insert mounting part (Ref. to Fig. 1).
2. Put the insert into the toolholder and push it makes contact with the back end of toolholder’s surface (Ref. to Fig. 2 and 3).

3. Keeping the insert fit to the surface, tighten the insert clamp bolt at an appropriate torque.

4. Make sure that there is no gap between the insert and the back end of the toolholder’s surface and that the insert is

set straight (Ref. to Fig. 2 and 3).

Clamp Screw Recommended tightening torque : 2.0N-m (SB-40120TR)
(For automatic lathe) 2.5N-m (SE-50125TR)

Tt @l ik Recommended tightening torque : 6.5N-m (Width 2~6mm)
P 8.0N-m (Width 8mm)

-

Toolholder’s surface for

fixing the inserts back end

Insert mounting part

Fig.1 Fig.2
M Setting the blade (Separate type toolholder)

Fig.3

1. Use compressed air or other measures to remove chips and dust from the serration part (Ref. to Fig. 1).
2. Mate and fit the serrations of the blade and toolholder, and also fit the blade end to the toolholder. (Ref. to Fig. 2)
3.Tighten the blade fixing screws at an appropriate torque. You can tighten them in any order. (Ref. to Fig. 2)

(Recommended tightening torque : 8N-m)
4. Set the insert after setting the blade.

‘_

Serration Blade

Toolholder

Toolholder

Insert clamp bolt

The blade end
should firmly fit to
the toolholder.

Fixing bolt (for blade)

M Separate type Toolholder Identification System and Their Setting to Lathe

® Firmly fit the lower jaw to the tool post of the lathe.

Description of Toolholder Description of Clamp bolt

Toolholder lot No.

Blade Description

7

Description of Fixing bolt

Blade lot No.

Firmly fit
Tool post of lathe

G24 3akas nHcTpymeHTa: http://steelcam.org
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Recommended Cutting Conditions Ve

¥ Recommended Cutting Conditions (Vc)

Recommended Insert Grades (Cutting Speed Vc: m/min) 2
Workpiece Material | Chipbreaker| Cermet ME&:&SM MEGACOAT Carbide ME%’;?,OAT CBN PCD g
TN90 PR1535 PR1225 PR1215 GW15 KBNO5M KBN570 KPDOO1 &)
*
Carbon Steel GM 100220 80500 80~200 100200 - - : :
*
Alloy Steel g\: 30300 70?1 80 70~180 80?1 80 - - - -
; e * (PH) * Y
Stainless Steel PH 70-180 60~150 60~150 60-150 - - : : -
Cast Iron GS - - - 100500 - - - - &
. * o
Aluminum GS - - - - 200%7500 - - 150-2,000 | S
NB Yo *
Brass : - : - 100~200 - : 200~800
Hard Materials \B - - - - - 80550 - -
Sintered Steel - - - - - - 1oot250 -

*: 1st Recommendation ¥: 2nd Recommendation

4 Recommended Cutting Conditions (Feed Rate / ap) [Workpiece material: S50C

Grooving Turning
L W
9]
X
: = (
o
n £ us
9‘ - m
S ,
: (@]
M In the graph indicates < | =
the most recommended ; 8
f value of feed (f) 1 1]
I
3 R I
2|
& Esof oy ’g
> = IS
L s I N S £
© <
pas = ©
5| 3 oW
%)
S I I N I
% 0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
4.0
_| Esel—m
° g —
§| st E
© z 34 E
£
(3) 5 2.4 ““{ . 2
d L[]
1 L 1 [ | |
o 0.1 0.2 0.3 0.1 0.2 0.3 0.4
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
. 3
ol R E—— T —
) = —_
|_q|3 = [ — :.:l _____________ IS * 2 mm width is not recommended.
< % € 10— | | |
2 s L 1 ] || g e e N N O
< 0.1 0.2 0.3 0.4
iy 01 02 03 Feed Rate f (mmirev) '
eed Rate f (mm/re
Feed Rate f (mm/rev) ( v)
— = 3.0—
) XY E——— I — - £
i é E 20— W=4mm
I I P
e
e S 1.0—
= S N I I I
© 0.1 0.2 0.3 01 02 03 04 05
Feed Rate f (mm/rev) Feed Rate f (mm/rev)

Note) 1. The above values are based on the condition that the dimension T of toolholder is 17 mm or less.
2. If the toolholder is not for the 8mm width insert and its dimension T is over 177mm, set the values for turning to less than 90% of those above.
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| Grooving %

G26

Recommended Cutting Conditions

4 Recommended Cutting Conditions (Feed Rate / ap) (workpiece material: $50€]

¢ Recommended Cutting Conditions (Feed Rate)

Grooving Grooving
W < W
ol w
= = | ®
S|
- el —
£ §|<
< <2
O ol—=
- = M In the graph indicates
f M In the graph indicates the most recommended
the most recommended value of feed (f)
value of feed (f)
_ g I
8| E i (R
S| E 2 E°
S| = . £ L I
= z 25 o = z
2| = g 52| goaf W
5] 27 =F1 T —
1 - O I I o8 *=:
§ 0.1 0.2 0.3 T | | | |
= Feed Rate f (mm/rev 0.05 01
)] eed Rate f ( /rev) Feed Rate f (mm/rev)
G} * When turning, keep ap less than the corner-R(rg).
Note) 1. The above values are based on the condition that the dimension T of 6 f--------- :.:l ---------------------
toolholder is 17 mm or less. —_
- E 5 frreeee I
5 £
2 e I
n|R z 4
5|8 £ 3 ]
c|® ] i
c
o I I I I
0.05 0.10 0.15 0.20 0.25
Feed Rate f (mm/rev)
0
m —_
ks £
R 2
5| £
ol g
o
S I I I I
=z 0.05  0.10 0.15 0.20 0.25
Feed Rate f (mm/rev)

¢ CM Chipbreakers [Cutting amount (ap) in back copying]
@ Estimated maximum cutting amount (ap) in back copying

Max. ap (ap:mm)
Description Toolholder part Description
KGD--2T KGD--3T KGD--4T KGD--5T KGD--6T
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

A
2
%7

D0
)
<

D

Z
O

2

[~

VA BTN SN

ol
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Guide for External Grooving Vs

M Guide for External Grooving I

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

—

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

Fig.1

2) Grooving Depth under 0.5mm: For finishing (Refer to Fig. 2)
Turning subsequent to grooving is possible because shallow groove depths
relate a small load on the cutting edge. - ?
(Retention time is not necessary.)

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

e Point () Fig.2

1) When widening the groove width (Refer to Fig. 3), apply the "Step Turning." -
2) 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, reduce the feed rate when
grooving towards center.

©
|| Grooving % n

M Case Studies
SCr420H (Grooving) SCM420 (Grooving Turning)
- Gear - Gear
- Ve=113~164 m/min 10 - Ve=170m/min T
- f=0.06 mm/rev - f=0.15 mm/rev(Roughing)
- Wet ve® e 0.10 mm/rev(Finishing)
- GDM4020N-040GM N - ap=0.2mm(Finishing)
(PR1225) Y¥v| - Wet d
- KGDL2525X-3T10S - GDM4020N-040GM “ §
< | 8 (PR1215) S
2| - KGDR2525X-4T20S EL
GM Chipbreaker GM Chipbreaker
(PR1225) 1,500 pcs/C (PR1215) 250 pcs/C
Competitor K 250 pcs/C (Roughi b o Cai ) 200 pes/C
. pcs. oughing: oated Carbide
(PVD Coated Carbide) (Finishing: Cermet)
- KGD type grooving toolholder + GM chipbreaker (PR1225) showed - GM chipbreaker reduced occurrence rate of tangle of chips (occurrence
6 times longer tool life than that of Competitor K. rate 80% => 10%). The problem was persistent with Competitor L.
- Good chip control without burned chips. Machining productivity is improved.
- " 5 = —
e o0 R e 'R\
- I & e L !}
a & A Al ;g-f b /-
Competitor K GM Chipbreaker e o s
Chips easily tangled ~ Competitor L Smooth chip control GM Chipbreaker
(Finishing) (Finishing)
(Evaluation by the user) (Evaluation by the user)
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| Grooving %

Multi-Function / Grooving (Cut-Off)

B GMM/ GMG
e . P |Carbon steel / Alloy steel O @
Classification of usage M |Stainiess Steel ©|o
K |[CastIron @O &
@: Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals P Bg
O: Contirﬁuous-LightImerruption/anChoice S [Titanium Alloys ° “q—) E
@®: Continuous / 1st Choice - . =2
O: Continuous / 2nd Choice H Hard materials (~40HRC) Ole® ﬂo. ;
Hard materials (40HRC~) : %
i Dimension (mm) | £ £t PVCD Coated | & 5
" (Previous 8] =g sane =
Insert Description Description) S § A
Wilre M| L|H E % % % % E
GMM 2420-020MW | GMM 2420-02 2.410.211.9 o0 0o oo
3020-020MW 3020-02 3.0 22 3 00 e oo
3020-040MW 3020-04 0.4 00000
Shows GMM2420-02 4020-020MW 4020-02 10.2] 00 oo o
/M s _.ﬁ%g 4020-040MW 4020-04 4.0/0.4/3.3 20|43 o000 e e G32
y = : =l mg 4020-080MW 4020-08 0.8 “ oo 0 ee® e G33
L © 5020-040MW 5020-04 0.4 00 e eoe
SE Ii:D 5020-080MW 502008 | >°[0.8*? eoeeeoe
6020-040MW 6020-04 6.0%5.2 00 oo o
6020-080MW 6020-08 0.8 00 e oo
Chip Control Oriented / M Class 8030-080MW 8030-08 8.0/0.8/6.0/30 |5.5 ® 0 e o o (G32G58
. GMM 3020-020MS | GMM 3020-02MS 3.0 10.2] 23 o0 0o o
gy | - 3020-040MS 3020-04Ms |°" (0.4~ eoee o
y e L 4020-040MS 4020-04MS 4.0 13.3/20 43/ @ ® 0O (] G33
QIF@ 5020-040MS 5020-04MS |5.0/0.4 4.2 oo |o
Sharp-Cutting Oriented / M Class 6020'040MS 6020'04MS O 52 . . .
GMG 3020-000MS | GMG 3020-00 10.0] 00 o
3020-020MS 3020-02 3.0/02|23/20 |43/ ® ® ® O o
3020-040MS 3020-04 0.4 o0 0o (]
o N < re 4020-020MS 4020-02 10.2] 00 e [ ]
§J[L —4 4020-040MS 4020-04 40(04|33|20/43 @ ® 0O ® G32
\y e L 4020-080MS 4020-08 0.8 o0 0o ® G33
@Itﬁ 5020-040MS 5020-04 04 o0 0o o
5020-080MS 5020-08 5'0W4'2 20143 o0 e (]
6020-040MS 6020-04 0.4 [ ) [ ) o
Sharp-Cuting Oriented / Precision Class 6020-080MS 6020-08 6.0 0.8] 5.2/204.3 o [ ) o
GMG 2520-030MG | GMG 2520-03MG |2.5 ﬂ 00 e oo
4 = e 3020-030MG 3020-03MG£0.3£ o0 0o oo
p §ﬁ 3520-030MG 3520-03MG (35| [28|, | [e[e[e/e(e/e G32
< oL 4020-040MG 4020-04MG 40| (33| |""/e/e/e /@ @@ G33
e ij 5020-040MG 5020-04MG 5.0 /0.4 4.2 o e0oooe
Sharp-Cutting Oriented / 6020-040MG 6020-04MG 6.0 5.2 ( K J o0 e
Ground Onipbreaker 8030-050MG 8030-05MG [8.0/0.5/6.0/30|5.5/@|®| @@ ®|G32658
R o - re GMM 3020-150R GMM 3020-15R [3.0/1.5|2.3 00 e oeoe
" G ca===D) 4020-200R 4020-20R |4.0(2.0/3.3 ® 000 e e G32
/ - 5020-250R 5020-25R |5.0(2.5/4.2 20 4.3 o0 oo e e G33
NP O o WA I}tﬁ 6020-300R 6020-30R |6.0(3.0/5.2 oooo0o0e
- N ; " GMG 3020-150R GMG 3020-15R (3.0/1.5|2.3 ( I J [ J (]
ﬂ 1 4020-200R 4020-20R |4.0/20[33| | _|@/®| @ @ G32
o Cuting Oretod Te | L 5020-250R 5020-25R |5.0/2.5 4.2 7| e |e| @ G33
rcison Class @Itﬁ 6020-300R 6020-30R |6.0(3.0/5.2 o o |0
- ) < i GMG 3020-150RU | GMG 3020-15RU [3.0(1.5/2.3 o [ J o
- §{L G32
/ AR . 4020-200RU 4020-20RU |4.0(2.0(3.3| 20 |4.3 o [ J ® G33
Chiplg]:ri:zlljg?igented @thﬁ 5020-250RU 5020-25RU |5.0(2.5/4.2 e o o 685

_____________________

Inserts are
sold in 10 piece boxes.

Recommended Cutting Conditions & G101

3akas nHcTpymeHTa: http://steelcam.org
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M GMM / GMGA / FGG

cl ificati § P [Carbon steel / Alloy steel O @
assirication or usage M |Stainless Steel @
K |CastIron ™) (2]
@: Continuous-Light Interruption / 1st Choice N [Non-ferrous Metals Y g
©: Continuous-Light Interruption / 2nd Choice S [Tianium Al “g §
@: Continuous / 1st Choice e _oys o =S
O: Continuous / 2nd Choice H I Il (TR o|® % Z
Hard materials (40HRC-~) 2 £
Dimension (mm) €52 onzlcb‘.’ated e © 2
; S 8¢ ide Q
. (Previous <
Insert Description I ol8(w|[ale
Description) W re | M L H 2828 S
’ Z 2lxlc =
Handed Insert shows Right-hand = oo |a 4
G32
GMGA 6020-300R |GMGA 6020-30R | 6.0 | 3.0 | 4.3 | 20 | 4.3 (] G33
Sharp-Cutting Oriented /
Precision Class
Full-R / Copying
G32
GMGA 8030-400R | GMGA 8030-40R | 8.0 | 4.0 | 6.0 | 30 | 55 ([ J
She g O G58
arp-Cutting Oriented /
Precision Class
Full-R / Copying
.,'g 9 & = re %
= sl
.y = v GMM 3014-04 - 3004 |23| 14 |43 o 0000 g’
o Iﬁ@ 8
Chip Control Oriented / M Class (‘5
/ 4 - re
> Jﬁ/ GMM  3014-15R - 30 1523|114 |43 |@e |e /e G34
ip Control Oriente lass - *
e FLI\-IHO/ Co:;y?n/gM ¢ - g ‘JJ:E
’ ; . GMM  3014-15RU - 30| 15|23 14 | 43 °
Undercutting ﬂ\;@
Chip Control Oriented
i .. re
~ ijzbﬁ FGG%. 3020-02 3.0|02|23 oo o0
= EAvn R 4020-04 - 4004 |33| 20 | 4.3 [ J ® 0 G34
Chigaccoenﬁ;xgriinegmed ijjzi:a 5020-04 50,104 | 4.2 ] ( I J
Precision Class
Recommended Cutting Conditions & G101
H Chipbreakers ¢ Edge Preparation
Series Insert Features Chamfer + Honed Chamfer + Honed
Corner-R(rg)= 0.05 Sharp Corner
Excellent chip evacuation at
GMM-MW ﬁ Grooving, Turning, Cut-Off. Edge Prep.
GMG-MG Low cutting force with ground - : . I
chipbreaker. MT-Chipbreaker| CR9025 / PR915 PR930/ KW10
Chamfer + Honed Sharp Edge
GMG-MS 2% | Grooving / Turning / Cut-Off - Corner-R(re)= 0.2-0.3 | CornerR(rz)= 0.2-0.3
GMM-MS e operations are minimum cutting Edae P
force at Positive Edge. ge rrep.
Small corner-R(re) and minimize the
GMM-MT / core which remains in the center of i i
the face. TK-Chipbreaker| CR9025 / PR915 PR930 / KW10
- Honed Sharp Edge
GMM-TK ‘:/‘ Large corner-R(re) and stable Corner-R(re)= 0.05 Sharp Corner
performance at cut-off. __
: Edge Prep. Iy “i
GMM-NB f Flat rake face and non-chipbreaker. o 11 fs
It works well for brass.
Without Chipbreaker (-NB) CR9025 PR930/ KW10
- Sharp Edge Spec. can reduce cutting force by 40% less than that of chamfer edge.
@ : Std. Item SRR

3akas nHcTpymeHTa: http://steelcam.org '
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Grooving / Cut-Off (Multi-Function)

| Grooving %

. e P | Carbon steel / Alloy steel O | @
G M M / GMN Classification of usage M | Stainless Steel o O
@: Continuous-Light Interruption / K | Castlron (") 7
. 1st Qhoice i i N | Non-ferrous Metals ("] g
©: g;ggggg:-bght Interruption / S RV P :§ E
@: Continuous / 1st Choice | ulsrdmateriSIGAOIRC) ol e 53
O: Continuous / 2nd Choice Hard materials (40HRC~) m«_5 I2
Anale D[ PVD e
Dimension (mm) (og) Cermet|Coated| Coated |Carbide| ‘@ _S
o Carbide| Carbide -
Insert Description REIE ° <
Wir|/M|L H|o |2 22 2|5
Handed Insert shows Right-hand = (8] o o x
0.0 e o
N . GMM 1520-MT 1.5 0.05 1.2 °
E{:@#E(E 2020-MT 20 [ 20 15 ol LA
_ Lo e 5.0 20 | 43| - ® o
2520-MT 2.5 1.9
g - 0.05 °
) 0.0 e o
S Goamromss 3020-MT |30 7505 23 ° o
GMM 15207-MT-15D | 15 - %:0 1.2 15° ¢ 0
o - 0.05 R
. gy 5 ] - 0.0 ; o o
- 3 T 2020%.-MT-15D | 2.0 1.5 15
zta LT . 0.05 20 | 4.3 ® R
—-J B 0.0 ’ o e o
2520%.-MT-15D | 2.5 1.9 15
== 0.05 ® R
ar| Suit';off riente R/ MT- 0.0 ° ® O
sh V\r;“ﬁlgadg;glet d 3020%.-MT-15D | 3.0 0.05 2.3 15 ® &
0.0 ® o
. . GMM 1520-NB 1.5 0.05 1.2
. ?;D%:( 2020-NB 20 20 15 ® 0
/ ol 2520-NB 25100 1g % ° @
=a— 005,
Deep Grooving / Cut-off 0.0 [ ] [ )
Shgrp Cuﬁing Oriented 3020'NB 30 23
Without Chipbreaker O 05
-
GMM 2020-TK 2.0 |10.20| 1.5 o o o
=% 2520-TK 2.5/0.20|/ 19| 20 | 4.3 - e o o o
boen Groonng/ Cuto = 3020-TK 3.0 10.25| 2.3 e o o 3o
Stability Oriented
- ] 9 G33
g %f‘: z GMM 2020R-TK-8D 2.0 10.20| 1.5 R|R|R
"éﬁ“ S | 2520R-TK-8D | 2.5 0.20| 1.9 | 20 | 4.3 | &° RIR|R|R
7 cuto — -TK- . . . R
.Siabilﬁylo rfifemed It:ﬁ 3020R-TK-8D 3.0 |0.25| 2.3 R|R|R
With lead angle
s w5
%g GMN 2-TK 2.0 |10.20| 1.5 o
- L L 3-TK 3.0025/ 23| 20 | 4.3 - e o o | o
- - [
Cut-off / Stability Oriented It:ﬁ 4 TK 40 030 33 .
1-edge
s A s
ja GMR 2-TK-8D 2.0 (020 15 R | R
/ L s 3-TK-8D 3.0 025/ 23|20 | 43| 8 R|R|R|R
- i -TK- . . . R|R|R|R
Cut-off / Stability Oriented 5 :\:j:[j AALSAD 401030 3.3
1-edge / Lead Angle
o GWEES GMN 2.2 2.2 1017, 1.8 ([ e O
%f- SIRY: 3 3.0 (0.20| 2.3 o o o o
/ r&;}; 4 4.0 (025 33|20 | 43| - Y o o
5 50,08 | 4.2 ([ e O
Deep Grooving / Cut-off C 9 It‘j 6 6.0 0.8 |5.2 [ [ N
1-edge
Shows GMR2.2-8D / 15D
/ s s | GMY 228D 22/0.17| 1.8 8 | R|R o o
E:‘:}":" 2.2-15D 2.2 |0.00| 1.8 20 | 4.3 15° | R | R R|@®
e 3-4D 3.0 |0.20| 2.3 “l 4 | R @ e o
L 4-4D 4.0 10.25| 3.3 4° ] R
Cut-off / Sharp Cutting Oriented ‘! * :ﬁ
1-edge / Lead Angle
Recommended Cutting Conditions & G101
SR } @ : Std. Item

Inserts are
sold in 10 piece boxes.

| R Std. Item (Right-hand O
' 3akas nHcTpymeHTa: http://steelcam.org em (Right-hand Only)
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. G M N e . P | Carbon steel / Alloy steel
Classification of usage M | Stainless Steel

@: Continuous-Light Interruption / K | Castlron o
(138( Choice Lot | , N | Non-ferrous Metals [ J g
(©: Continuous-Light Interruption - SES
ond Choice S | Titanium AII.oys [ ) .E S
@: Continuous / 1st Choice | Mardimaterials (~40HRC) >0
O: Continuous / 2nd Choice Hard materials (40HRC~) O [ ) & S
[P
) ) Angle N
Dimension (mm) g€ cBN PCD | 58
©) T35
. aQ
Insert Description E 5 é g <

W | r| M L H 0 A - Y = T Y =

m m o o

X 3 X ¥

GMN 2 20 102 18 ® 6 o o

S ., 8 0.2 e o

EI E’F :}tjg 3 3.0 04 2.3 o o
& 0.2 ® | @& | G32
L 4 4.0 33|20 | 43| -

0.4 e o G33

_ 95 = 0.2 e o

. 4.2
529 i 5.0 0.4 [ ] ®
Deeg-eedrggving 6 60 83 52 . . .

Recommended Cutting Conditions & G100

M Available Cutting Diameter of KGM

)
&)

(For automatic lathe) / KGM-T type 2
- There is a limit to available grooving depth depending on the 20 (Dimension t, ¢40) §
workpiece diameter. 18 (0 4 4130) g

If the workpiece diameter is large,
the possible cutting diameter
becomes smaller due to
interference with the toolholder.

e.9.) KGMR2525M-3T20+GMN3

¢ KGM Possible Cutting Diameter and Available Grooving Depth Table

Toolholder Description oD (Cutting Dia.)

KGM?. 0810K-1.5-125 | - - - - - - - - - - - - 10 | 14 | 16 | 32
1010CJ-1.5--- - - - - - - - 20 | 25 32 | 40 60
121200-1.5--- - - - - |25 [ 26 | 28 | 32 | 3 |40 |60 [100] ~ | T | |7
0810K-2-125 - - - - - - - - - - - - 10 | 14 | 16 | 32
10101-2... - - - - - - - 20 | 25 32 | 40 60
1212(1-2... - - - - 25 | 26 | 28 50 - - - - oo
16161-2... 32 40 | 50 | 60 80 | 100 | oo oo
10101-2.5--- - - - - - - - 20 | 25 32 | 40 60 oo oo oo )
1212[1-2.5..- - - - - 25 | 26 | 28 32 36 | 40 60 | 100
1616[1-2.5--- 32 40 | 50 | 60 80 | 100 - - - - - -
1616 1-3..- 32 40 | 50 | 60 80 | 100

Available Grooving Deptht (mm)| 16 | 15 | 14 | 13 |125| 12 | 11 10 9 8 7 6 5 4 3 2 1

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

Toolholder Description 6D (Cutting Dia.)
KGMF/. 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 oo
2020K-4T20 o o
2525M-4T20 o
2525M-4T25
2525M-5T25| ~ | | %0 | 140240
3232P-5T25 - - 50 | 280 | 600
2525M-6T30| 100 | 300 | o =
Under

Available Grooving Deptht (mm) | 30 | 27 | 25 | 23 | 22 | 20 | 19 | 18 | 17 | 16 | 15 | 14 13

CBN & PCD Inserts are \:
3akas nHcTpymeHTa: http://steelcam.org i soldinipieceboxes. | (331
8 (343) 382-52-03 | sales@sverla-ekb.ru
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External Grooving Toolholders

B KGM (For automatic lathe)

Width: 1.5~4.0mm

-
om

<]
T

H3

i

T

H1

KGMY.1616

«Right-hand shown

H2

L1

® Toolholder Dimensions

G32

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru

- . . Width Spare Parts
Std. Cutting Dia Dimension (mm) W(mm)|  Glamp Screw Wreneh
Description @)
R|L|oDmax |H1=h| H2 |[H3 |H4 | B | L1 | L2 | F1 | A |MIN.|MAX. '
KGMF?/L 1010JX-1.5 ®e® 20 |10 38|10 18 | 94
1212JX1.5 oo o5 12 2 4 10 [ 12 120 19 1114 1.2]1.5|2.0 SE-40120TR LTW-15S
KGMF/L 1010JX-2 e 20 |10 3|8 |10 18 [9.15
p%a 1212JX-2 o0 25 12 2 4 10 | 12 |{120| 19 (11.15/ 1.7 |2.0/3.0 SE-40120TR LTW-15S
1616JX-2 ®® 32 |16 | - 9 | 16 24.5/15.15 SE-50125TR LTW-20
o KGMF?/L 1010JX-2.5 ®e® 20 |10 38|10 18| 9
% 12120%25 |e|® 25 | 12| 2 4 | 1012120119 | 11 /2.0/2.4/3.0 SE-40120TR LTW-15S
o 1616JX-2.5 o0 32 16 | - 9 |16 24.5| 15 SE-50125TR LTW-20
O KGMF/L 1616JX-3 ®® 32 |16 | - 4 | 9 |16 |120|24.5/148|2.4 |3.0/4.0| SE-50125TR LTW-20
KGM"%. 1212F-1.5-85 |@ 25 (121 2 | 4 |10 12 (85|19 |114|1.2|1.5|2.0| SE-40120TR LTW-15S
KGMF?/L 1212F-2-85 e 25 12| 2 4 11012 | 85| 19 |11.15/1.7 |2.0|3.0 SE-40120TR LTW-15S
KGM?/L 1212F-25-85 @ ® 25 [12| 2 | 4 (10|12 |85| 19| 11 |2.0(2.4/3.0| SE-40120TR LTW-15S
B KGM Width: 3.0~8.0mm
T J
e ;,Eg% :) m
— N A,
A [s2)
7 5°
L—t. , i L2 IV
o g ;
| NEIE: T
A ! Y A
, ALl [ N L1 |
«Right-hand shown - >
® Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W(mm) — r—
Description @n)
RIL(HI=hiH2 | H3| B |L1|L2|F1| A | T MIN.|MAX. E’
KGMF/L 1212H-3 o0 12 4 6 |12 100 10.8 3.0|/3.0| SB-5TR LTW-20
1616H-3 ®® 16 7 |16 14.8
2020k-3 (@@ 20| | _ |20/125 °" 188°% ° | |a0[a0| - |"O LW-4
2525M-3 o0 25 25 (150 23.8 HH5X25
KGMF/L 2020K-4 ®® 20 20 [125 18.3 HH5X16
2525M-4 o0 25 | 7 [25/150 % [p33 3t 10 4.0/5.0 i HH5X25 LW-4
KGM?1 2020K-5 ® e 20 20 (125 17.8 HH5X16
2525M-5 ®® 25 - | 7 |25|150| 27 |22.8/4.4| 10 5.0/6.0 - HH5X25 LW-4
3232P-5 @ 32 32 (170 29.8
KGMF/L 2525M-8 ®® 25|75 25 (150 22.0
3232P-8 o0 32 - 10.5 32 170 40 9.0 6.0| 25 8.0/8.0 - HH6X25 LW-5
[: Dimension T shows available grooving depth. |
- 4mm width Insert can be installed in KGM%.1212H-3, but is not recommended due to the toolholder's rigidity.
@ : Std. Item



M KGM-T (Deep Grooving Type) Width: 2.0~6.0mm

i iﬁ/ ]
L=z o
_ L TO ‘
e L2 -
5w I
- ’\ P
— y
3 Y
«Right-hand shown Alla pu
@ Toolholder Dimensions
. . Width Spare Parts
Std. Dimension (mm) W(mm) — Wrench
Description E
R|L|Hi=h|H2 |H3 | B |L1|[L2 |F1| A | T MIN. [MAX.

KGM™. 2012K-2T17 (®@|@® 20 12 125 11.15 LTW-20 -
2020K-2T17 (@@ - |7 ]20 33 19.151.7 | 17 20(30( | HHsx16| W
2525M-2T17 (@ @®| 25 25 {150 24.15 HH5X25

KGM*™. 1616H-3T20 @ ® 16 | 4 16 [100 14.8 - HH5X16 - LW-4 %
2012K-3T20 (@ ® 12 10.8 SB-5TR - LTW-20 -
2020K-3T20 (@ ® 20 - 7 20 125) 36 18.8 2.4\ 20 30140 i HH5X16 i LW-4
2525M-3T20 (@ ®| 25 25 (150 23.8 HH5X25 g’

KGM*™. 2020K-4T20 @ ® 20 20 |125] 36 [18.3 20 HH5X16 3
2525M-4T20 (@ ® - |75 36 3.4 4.0/5.0 - - LW-4 o
2525M-4T25 (@ ® 25 25 (150 a1 23.3 5 HH5X25 O]

KGM?. 2525M-5T25 (@ ®| 25 25 {150 22.8 —
3232P-5T25 @ ® 32 | 8.5 35 (170 42 59.8 4.4 25 5.0/6.0 - HH5X25 - LW-4

KGM"%. 2525M-6T30 (@ ® 25| - |9.5| 25 |150| 45 22.4/5.3| 30 6.0(6.0 - HH5X25 - LW-4

- Dimension T shows the distance from the Toolholder to the cutting edge. Refer to the Table (G31) 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.

® Applicable Inserts

Applications | Grooving /Turning | Grooving/ Turning | Grooving | Full-R / Copying | Full-R / Copying | Deep Grooving / Cut-off | Deep Grooving / Cut-off | Deep Grooving / Cut-off | Deep Grooving / Cutoff | Deep Grooving / Cut-off | Deep Grooving
Ref. to Page G28 G28 G28 G28 G29 G30 G30 G30 G30 G30 G31
CBN
nsert | MW MS . MG g . T NB TK AL oop
Toolholder Description f J J / Q / / '/ '::/ j /
SMM%SEBW GMM1520.NB | GMM2020.TK |  GMN2.TK
KGM"....1.5 : : : : | GhMa0t | GMMZB20NG | Gihisod0 Tk | G2 T
GMM2020%, -MT
GMM2020.MT GMM2020.TK
GUM2520.NT | cnooon g | GUMRS0TK | GhiN. T GMN2.2
KGM....2 ilpoo M | GlGIMS | Gz NG | aNGarag. ) Giliooo0 T | GNP \E | GUNaL20TK | GUNETK GIIN GMN?
L...2(T) MM3020MW | GMM3020-MS | GMG30202MG | GMM3020.R GMM20207..MT | GMAOS0:NE | GMM2020%..TK | - GN2"TK GMF22 GMN3
GMM25207 MT NB | Gusoot Tk | GMIZTK | G
GMM30207, -MT GMM3020%.TK
MM2420. MW | GMG3020.MS | GMG2520.MG | GMG3020.R GBS | cmiozoo e | HVESD-TE | G T MN3
KGM%....2.5 Va0 | GMIGRTRD-1IS | BhGEsR-Hie | GMa0an A : GRNSZ0.MT | GMN3B20.NB | Gliig2207, Tk sk ans GMN3
GMM3020° MT GMM3020° TK
GMM3020. MW GUGAR0-NR | qleanno. g gMﬁ%%%%% GMM3020.MT ootk | T gMN% GMN3
KGM*.....3(T) MWV | GhiGaozo, WS | GMG320MG | iicaoan: R GMM30207.MT| GMM3020.NB | GhiM302Y. T | G 3.TK ik
GO0 MW | iiiada0-1ig | GNGA020-MG | Eiiddso R b T GS-TG & GIN4
GMM4020. MW QAR R | cucaco.e | EMEHA GMNA.TK GMN4 oMM
KGM*....4(T) i | GMGS020-MS | GMGB020.MG | GMGS020.R MAL4.TK Mo
GHINBO20.MW | &5iiB020. 18 GMMB020;R s s GliNS
GMMS5020. MW 8”%8%8% GMG5020.MG 8%%8383 GMN5 GMN5
KGM*.....5(T) i | GMGE020-MS | GMGBO20MG | GMGEO20'R | GMGAG020.R - - - -
GHMG020. MW GMM6020.MS : GMM6020.R Gl GINS
KGM%....6T Gimeozo.w | HOG20-MR | ahasozo.mG | GMOERA-R | GuGacoa0.R : : . : GING GMNG
KGM"%....8 GMM8030.MW - GMGB030.MG - GMGAB030.R
- If using a full-R insert, you need to modify the corner of Recommended Cutting Conditions @& G101
insert adapter part (dimension A) of toolholder. Recommended Cutting Conditions of CBN/PCD @& G100
@ : Std. ltem
3akas nHcTpymeHTa: http://steelcam.org G33
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External Grooving (External / Face Grooving) Toolholders

i
b ;m o
\ L2 L
J U
[s2)
oy T v q@' ‘
_CI | %‘ T
T =‘£"W‘ L) L1
*Right-hand shown
e
A
T % m
] S| L]|© J%, .
I ' e :
A @ Y
© L= - E‘
E@ Right-hand shown [« ‘ L) L1
@ Toolholder Dimensions
o
£ . . Width Spare Parts
>
3 Std. Dimension (mm) W(mm) = y—
(©) Description k.), :
R|L[Hi=h|H2 |H3| B |L1 L2 |F1|F2| T MIN. MAX. E’

KGMM?/L 1212H-3 O|oj12 ] 4 5 12 100 10.8 SB-5TR - LTW-20 -

1616H-3 O|O] 16 16 14.8 - -

25 - 4.8 3.0/5.0 HH5X16
2020K-3 ®® 20 - 6 20 (125 18.8 - - LW-4
2525M-3 0 25 25 [150 23.8 - HH5X25 -

KGMSF/L 1212H-3 0012 ] 4 5 12 100 17 15 3.0/3.0| SB-5TR - LTW-20 -
1616H-3 O|O] 16 16 17 21.5 4.8 GS-50 - - LW-3
2020K-3 o0 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. (Ref. to the table G35 for Face Grooving ) \
@ Applicable Inserts [External Grooving]
Applications  [Grooving / Turning|Grooving / Turning) ~ Grooving  |Full-R / Copying| ~ Grooving Grooving Grooving Grooving Grooving Grooving
Ref. to Page G28, G29 G28 G28 G28, G29 G30 G30 G30 G30 G30 G31
(MwW) MS . |MG MT NB TK - | TK CBN
Insert - " PCD
Toolholder Description
KGMSf11212H-3 | GMM3014.. - - GMM3014..R - -
GMG3020..MS GMG3020..R
GMM3020..MS|GMG3020..MG|GMM3020..R
KGMM?,.-3  (GMMSO20.MW| 564000 mis|GMGa520. MG| GMG4020. R GMN3.TK | SMNS | GMNS
KGMSH.3 | arece0-t GMM4020. MS| GMIG4020.MG| GMM4020. R SMM3020-MT| GIM3020.NB| GMM3020.TK - g i | SV e
" GMG5020..MS |GMG5020..MG| GMG5020..R
GMM5020..MS GMM5020..R
@ Applicable Inserts [Face Grooving]
Applications  [Grooving / Turning| Undercutting |Grooving / Turning|Grooving / Turning|  Grooving Full-R / Copying|  Grooving Grooving Grooving Grooving
Ref. to Page G29 G28, G29 G28 G28 G28 G28 G30 G30 G30 G30
Mw MS - | MG MT NB TK "
Insert i s ¥ .

Toolholder Description

KGMS".1212H-3 - GMM3014..RU -

GMG3020..MS GMG3020..R GMN3

KGMM7i--3 | FOG:3020.. GMG3020. RU|GMM3020. tw SMIMS020- 1S G020 MG 3020, 1 GMN4

FGG.4020..|GMG4020..RU |GMM4020..MW . . " 5| GMM3020..MT|GMM3020..NB| GMM3020..TK GMN5

KGMS%.--3  |FGG7.5020..|GMG5020. RU|GMMS5020. Mw | GMM4020. MS|GMGA020. MG GMM4020..R GMN3.TK

a " " GMG5020..MS|GMG5020..MG|GMG5020..R GMN4"TK
GMM5020..MS GMM5020..R .

Recommended Cutting Conditions @& G101
Recommended Cutting Conditions of CBN/PCD & G100

@ : Std. ltem

O:C ilabili
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@ Selection of Insert & Toolholder (Face Grooving)
® Case of KGMM

© Min. Cutting Dia. & Grooving Depth (Face Grooving)
® KGMM / KGMS (Common)

Toolholder|Left-hand (L) Toolholder| Right-hand (R) t Grooving Depth
Insert |Left-hand (L) Insert |Right-hand (R)
l r oj : Min. Face Grooving Dia.
[ :
; Description ODmin t
Toolholder| Right-hand (R) Toolholder|Left-hand (L) GMG/GMM3020-O O[]
Insert |Left-hand (L) Insert |Right-hand (R) GMG/GMMA4020-O O] $100 4.8
GMG/GMM5020-O O]
FGG7.3020-02 022 4.3
FGGF/.4020-04 028 4.8
_ FGG".5020-04 630 )
GMG3020-150RU 022 4.3
GMG4020-200RU 028 48
GMG5020-250RU 630 )
® Case of KGMS
Toolholder| Right-hand (R) Toolholder |Left-hand (L) E@
Insert |Left-hand (L) Insert |Right-hand (R)
2
/1/ [= B © g
I § )
,,,,,,,, [_ ,,,{;,,,,, [_ (O]
& = ‘\‘\ E = —
— 9 ]

A
m
\
[s2]
T
Y
A
T
\
- L1 |
«Right-hand shown
® Toolholder Dimensions
. . Width Spare Parts
el DI () W(mm) Clamp Bolt Wrench
Description B
R|L|[H=zh|H3| B | L1 |L2 |F1| T MIN.| MAX.
KGMU®.  2020K ® e 20 20 |125|,, -[23.6 5.0 | HH5X16
2525M oo/ 25| ® 25115089286 48 3.0 |6.0) HH5X25 LW-4

‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Ref. to the table below for the available Grooving Depth. \ Dimension F1 shows at GMM5020-RU. ( ) indicates external grooving inserts when installed.

@ Applicable Inserts © Undercut Depth t

- External grooving inserts (grooving width 3mm~6mm) will be attached.
(In case of using GMGO 020-O000O, GMMO020-00000, GMNO

insert)

@ : Std. Item

Applications | Undercutting D inti Undercut Depth | Dstree fomte feeof e woigeee.
Ref. to Page G28 escription t (mm) ap (mm)
Insert y, _ | GMG3020-150RU 3.5 1.8
- 85 4
Toolholder Description Saleirnl 4.0 19
KGMU%. 2020K |GMG3020.RU GMG5020-250RU 4.5 2.1
2595 GMG4020..RU *In case of undercutting for the diameter over 100mm,
GMG5020..RU external grooving inserts

GMG0020-00000,GMM0020-00000,GMNO
are also available.

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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External Deep Grooving Toolholders [GH / GHU / GA Insert] Top Clamp

T T
e 1 (e
— | m —
| " @ | } L %@5 @
1 T 1
< L2 <t L2
35 L1
" -
e} o)
o T o I
Dl 1= !
<|5]|. B (= = T <[5 ! T
i
KGH%.2020K type KGH%.2525M type
«Right-hand shown KGH?.3225P type

B KGHS
l
o @ i o @ i
[ -
L2 L2 L1
0
[s2)
I
<l A ik % l T < All 1 T
2 - ’ -
> KGHS¥.2020K type KGHS%.2525M type
8 «Right-hand shown
0] . .
® Toolholder Dimensions
. . Spare Parts
Std. DI (mm) Clamp |Clamp Bolt| Washer Spring Wrench
Description
R|L|Hizh|H2 |H3| B |L1|L2| F1 AT | ., @
KGH . 2020K-4 ®® 20| 5 20 (125 24.5-24.8 A
2525M-4 o0 25| - 156 25 (150 33.5 24.5-24.8 3.4| 13 |CGH-17%
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-1%
3225P-5 e 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
2525M-7 e 25 - 156 25 [150 33.5 24.5-25.0 5.8/ 13| CGH-27%
2525M-10 o0 25| - 25 (150 25.5-26.5 A
3225P-10 ® 32| - 16.1 25 (170 41 25.5-26.5 9.0 17| CGH-37%
R -
KGHS %L 2020K-4 ®® 20| 5 15.6 20 (125 o5 35 3.4 13 | cCGH-1%
2525M-4 e 25 - 25 (150 40 HHEX25 | W-6 SP-6 LW-5
2020K-5 ®® 20| 5 15.6 20 (125 o5 35 4.9 13 | CGH-1Y
2525M-5 00 25| - 71 25 |150 40 ) "

+ Dimension T shows available grooving depth. ‘

- Dimension F1 of KGH % Toolholder depends on the insert's edge width.
- Clamp KGH"L ... CGH-OR for Right-hand Toolholder, and CGH-OL for Left-hand Toolholder.
KGHS ", ... CGH-OL for Right-hand Toolholder, and CGH-OR for Left-hand Toolholder.

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

When using GH-OOOO-00 | When using GHUOO-OO
o Insert Grades o Insert Grades
0° | A65, A66N, PT600M
10° TC40N
TN
TNGO, TC6OM  |10° cagggs

20° PR930

KW10

® : Std. Item
G36 3akas nHcTpymeHTa: http://steelcam.org
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Top Clamp

L T o
) f [ e
< — L1 ‘
(s}
I
25“T
< I T
I
«Right-hand shown 7 N
® Toolholder Dimensions
Std. Dimension (mm) Spare Parts

Clamp Clamp Bolt Spring Wrench

By
=

Description
Hi=h|H2 |H3| B | L1 |L2 |F1| A | T A @

KGA "L 2020K-3 ®® 20| 5 20 (125 21.5 N
2525M-3 o0 25 - 6 25 150 37 26.5 2320 CGA-3TL
2020K-4 ® (20| 5 20 (125 21.5 N
2525M-4 oo o5 - 6 25 150 37 26.5 3.3| 20 CGA-4%. | HH6X20 SP-6 LW-5
2020K -5 ® (20| 5 20 (125 21.5 A
2525M-5 0 25 - 6 25 (150 42 26.5 4.3)25 CGA-5T:

‘ - Dimension T shows available grooving depth. ]
- Clamp: CGA-OR for Right-hand Toolholder, and CGA-OL for Left-hand Toolholder.

Grooving %

M Applicable Inserts (mm)
Description k£ H F | L A e - Classification of usage
GH4020-00~GH8020-00 20 '\lé' i:"::ess Steel o e —
st Iron . Gontinuous-Lig nterruption
GH10025-05~GH12025-05 25 75 N Nor-fortous Motale pe 15t Choice
GHUOO-00O 20 8 |memmAlsE P (@3 gont(i;#qus-Light Interruption /
GA30, GA40 s | . L, |Fard mterias (-401R) ° @ continutus /15t Ghoice
GA50 30 ' Hard materials (40HRC~) O| @] ©: Continuous / 2nd Choice
. 8 z8 | .
- bescribtion Dimension (mm) CermzetE éj Cideam‘deCarmde Ceram: Applicable 1Hekt°|Pa%‘e
ipti olo {8 2nzlE or Applicable
w re 122|388 58|88 Toolholders | foohders
FFRRISIE| =% <E
GH 402002 [ , [ 02 [ @@ @ [®
4020-05 : 05 | l@eC] e e/ee e KGH%...4
4520-02 | , . | 0.2 ° KGHS"....4
4520-05 : 0.5 0
502002 | ., [ 02 [ [@l@C[ (o |®
5020-05 : 05 | eeC o eeee
5520-02 | .. | 0.2 D
5520-05 : 0.5 0 KGH"...-5
Ground Chipbreaker 6020-02 6.0 0.2 LJL IS ® ® KGHS%.--5
6020-05 : 05 | o0 e ee |@ G36
6520-02 0.2 °
a 652005 | °° [ 05 °
8% 7020-02 02 | eeC] e @
gm{:‘::& o 7020-05 | 'O [ 05 | (e/@| o el |®
EEEEEY 7520-02 0.2 ° KGH"....7
o oo 752005 | '° | 05 ° KGHS%..--7
Coramic nsertis 8020-02 | o, | 02 o0 o o
Ceramic aove shape. 8020-05 ) 0.5 [ J( J[®) [ [ )
10025-05 | 10.0 | 0.5 O e @ .
12025-05 | 12.0 | 0.5 O e[ (@ KGH®%..--10
- 8% KGH"....4
<3 g GHU 40-20 40 | 025 |@ °
Q:E .., KGHS"....4 -
t 'e# x 50-20 5.0 | 0.30 @ (] KGH"....5
nefS— E <ieo” 6020 | 6.0 | 0.30 |® ° KGHS ...
5'3: ¢ GA 30 30 | 020 @ ° KGA"....3
s B I — |
/ ] 40 40 | 025 |@ ° KGA"....4 G37
7 | —
E?b 50 5.0 | 0.30 |@ ° KGA®....5

Recommended Cutting Conditions @ G98~G99

: gtr?e.(lztlf?vailability : " In1soert_s areb i
3akas nHcTpymeHTa: http://steelcam.org RSk G37
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| Grooving %

G38

For Aluminum Wheel External Grooving

B KGMW (External / Facing / Copying)

H3

H1

L3

H2

L1

«Right-hand shown

® Toolholder Dimensions

Spare Parts

Std. Dimension (mm) Clamp Bolt| Wrench
Description & Applicable Inserts
R|L H=h|H2 | H3| B | L1 | L2 |L3| F1 A T
KGMWF?. 2525M-6 228 | 4.4 GMGW6030-30R
25253 25 | 13 |10.3| 25 [150| 40 | 55 I~ . 25 | HH6X25 | LW-5 GMGWE03040R
GMGW8030-40R-HR
@ Applicable Inserts
Dimension (mm) No. of PCD
Insert Description
W | re L H M S | Edge | KPDO0O1
@1 E GMGW 6030-30R 6 3 5 4.5 1 (
. s N\ 30 | 55
, S I 8030-40R 8 | 4 6 | 6 1 °
4
C N GMGW  8030-40R-HR | 8 4 | 30 |55 6 5 1 )
Ty 8
- GMGW inserts are exclusively used for KGMW type toolholder. It cannot be used for other toolholder because of its different installation angle.
- GMGW inserts Edge Preparation: R-honed Cutting Edge.
¢ Recommended Cutting Conditions
Recommended Insert Grades (Cuting Speed Ve: m/min)
PCD (1) f for Grooving (mm/rev)
Workpiece Material (2) f for Turning (mm/rev)
KPDO0O01 (3) ap for Turning (mm)
N (1) 0.05~0.3 mm/rev
Aluminum 150~2,700 (2) 0.2~0.8 mm/rev
(3) MAX. 3 mm
*: 1st Recommendation
@ : Std. Item

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru




Summary of Internal Grooving -

B Small Dia. Internal Grooving ¢3~(G41-G44)
EZ Bars, 2-Edge Tip-Bars & System Tip-Bars

Type EZG
Min. Bore Dia. $3~08 i
Edge Width (mm) 0.5-2.0 . —m—
Grooving Depth (mm) 1.0~2.0
Ref. to Page G41 EZ Bars
Type HPG
Min. Bore Dia. 04~07
Edge Width (mm) 1.0-2.0 T ——
Grooving Depth (mm) 1.0-2.0 g -
Ref. to Page G44 2-EdgeTip-Bars
Type VNG
Min. Bore Dia. 04~07
Edge Width (mm) 1.0~2.0 FJ
Grooving Depth (mm) 0.8~2.0 Svstem Tio-B
Ref. to Page G43 ystem Tip-Bars
M Internal Grooving ¢8~ (G45~G55)
@ Shallow Grooving
2-edge 2-edge
Type SIGE

Min. Bore Dia. 08~912

Edge Width (mm) 1.0~3.0

Grooving Depth (mm) 1.5-2.2

Ref. to Page G47 Ground Chipbreaker  Ground Chipbreaker
§ Full-R
1-edge 2-edge 2-edge
Type GIV 9 9 9

Min. Bore Dia.|  ¢12~¢40

Edge Width (mm) 1.0-5.0

Grooving Depth (mm) 1.7~6.3

Ref. to Page G52

Ground Chipbreaker ~ Ground Chipbreaker ~ Ground Chipbreaker

Type SIGE

Min. Bore Dia.|  ¢14~¢40

Edge Width (mm) 1.0~-5.0

Grooving Depth (mm) 2.5~6.5

L FullR
L

Ref. to Page G47 Molded Chipbreaker ~ Ground Chipbreaker ~ Ground Chipbreaker
S Full-R Y,
( ~\
Type KIGBA

Min. Bore Dia.|  ¢$35~¢40

Edge Width (mm)  0.33~4.8

Grooving Depth (mm)  0.8~2.8

HBHO A

Ref. to Page G54

e
Ground Chipbreaker  Ground Chipbreaker ~ GM Chipbreaker MY Chipbreaker

L Full-R

Type KITG

*KITG will be switched

Min. Bore Dia.|  ¢$35~¢45

to KIGBA.

Edge Width (mm)  0.75~4.5

Grooving Depth (mm)  2.0~2.5

Ref. to Page G55

Ground Chipbreaker

3akas nHctpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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Summary of Internal Grooving

7

® Deep Grooving (G56, G59)

| Grooving %

G40

R
Type KGIA
Min. Bore Dia. $32~066 ;
Edge Width (mm) 3.0~5.0
Grooving Depth (mm) 10~15
Ref. to Page G59 Molded Chipbreaker
-
R
Type KIGH
Min. Bore Dia. $45~065
Edge Width (mm) 4.0~-8.0
Grooving Depth (mm) 12
Ref. to Page G56 Ground Chipbreaker
L
Molded Chipbreaker
— @ 0
M Internal Grooving & Turning $20~ (G57, G58)
R
Type KIGM-V :
Min. Bore Dia. $20~040
Edge Width (mm) 3.0~5.0 _
Grooving Depth (mm) 55~11.0 Molded Chipbreaker
Ref. to Page G57
Molded Chipbreaker
Full-R
Type KIGM-8 ( A
Min. Bore Dia. 065
L | Edge Width (mm) 8.0
Grooving Depth (mm) 20
Ref. to Page G58
Molded Chipbreaker
Ground Chipbreaker
s
Type KIGMU-8 y
Min. Bore Dia. 065
Edge Width (mm) 8.0 .
Grooving Depth (mm) 2.2 Molde(::gnl_%reaker
Ref. to Page G58 ¢ y,

3akas nHcTpymeHTa: http://steelcam.org
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Small Dia. Internal Grooving EZ Bars

B EZG (Small Dia. Internal Grooving) @

% ’ﬁ D ] % g ’ﬁ D ) @
¥ iy ____'__ | . P o }
| =) ) | =) 1
ujl; = ) w = )
$<L‘LV L2 ;N vlz N
] L1 ] L1
L3 L3
ﬂ] j]L 3075 | 31L 307 |
B = = | E———— = = i ——
Fig.1 F:C) Fig.2
16\ o0& Chipbreaker in detail
« Right-hand shown ‘JX( LW—J -
® Dimensions
Min. Bore Dia. Dimension (mm) MEGACOAT 3
Description o Drawing Arg;aa@bf;leg;gs
OA w* re | 6D H L1 L2 | L3 | L4 F T PR1225 ~
EZGR 040040-050 0.5 [ J
040040-100 1.0 . [ J
ST | 4 5 4 | 345|447 | 12 | 62 17 | 1 | Fig.2 ® EZH040..
040040-200 2.0 0
050050-100 1.0 [
050050-150 5 1.5 5 43 | 52.8 6.7 215 | 15 [ ) EZHO050..
050050-200 2.0 20 [ J
060060-100 1.0 £0.013 0 °
060060-150 6 15 |005 | 6 |515|607 265 | 2 ° EZH060.. o
060060-200 2.0 Fig.1 [
070070-100 10 g 0 o
070070-150 7 15 76 305 | 2 ® c
070070-200 2.0 [ 8
NEODTCETN o 7 | 62 | 637 | 25 ® EZH070.. 3
080070-150 8 1.5 3.45 2 [ J O]
080070-200 2.0 [ J
EZGR 030030-050S 0.5 [ J —
030030-100S | 3 10 3 25 | 387 5 4.8 125 | 0.8 ° EZHO030..
040040-050S 0.5 °
040040-100S 1.0 [
SAUDIDEED R 4 15 4 |345|447| 8 | 6.2 17 | A ° EZH040..
040040-200S 2.0 [ J
050050-100S 1.0 0
050050-150S 5 1.5 5 | 43 | 528 6.7 215 | 15 0 EZH050..
050050-200S 2.0 0013 0 Fiq.2 [
060060-100S 10 | 005 g 0
060060-150S 6 15 6 | 5.15 | 60.7 2.65 0 EZH060..
060060-200S 2.0 10 0
070070-100S 1.0 0
070070-150S 7 1.5 76 3.05 2 [
070070-200S 2.0 [
080070-100S 10 7 6.2 | 63.7 ° EZHO070..
080070-150S 8 15 3.45 0
080070-200S 2.0 [ J
[- Dimension T shows available grooving depth. |
# Inserts Identification System EZ G R 030 030 050 S
— 1 L U — |
|Symbol of EZ Bars| Applications Insert Hand Min. Bore Dia. Shank Dia. Width Type
G: Internal Grooving[ | R: Right-hand 030 : 3mm 030 : 3mm 050 : 0.5mm S:Short type
040 : 4mm 040 : 4mm 100 : 1.0mm ) )
. . 150 : 1.5mm (L2 dimension)

¢ Recommended Cutting Conditions

EZGRO060060-...
_Insert Grades EZGR040040-... EZGR070070-...
(Cutting Speed Vc: m/min) EZGR030030-. S |  EZGR050050-... EZGRO080070-...
MEGACOAT EZGR050050-...S EZGR070070-...S
EZGRO080070-...S
PR1225 f (mm/rev)
*
Carbon steel / Alloy steel 30-100 ~0.02 ~0.03 ~0.05
Coolant
; *
Stainless Steel 30-80 ~0.01 ~0.02 ~0.03
*: 1st Recommendation
@ : Std. ltem :’ “““ EEnSaa \:
3akas uHcTpymeHTa: http://steelcam.org i soldin1pieceboxes. | (341
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Applicable Sleeves for Internal Grooving Inserts

@ Applicable Sleeve

Sleeve

Applicable Insert for Small Dia. Internal Grooving

G42

I Applicable
= EZH-HP Sleeve Shank .
(Adiuﬁ?tﬂ%ggggfgglé‘;‘nglh /| (Adjustable overhang length) EZH-ST Shank Dia. EZG HPG Dia. Machine
@ F20 @ F22 ©F24 oD1(mm) oD(mm) | Manufacturer
EZH 03012ST-80 EZGR ...030-... - 3
04012ST-80 EZGR ...040-... HPG?. 0404-...| 4
- - 05012ST-80 12 |EZGR ...050-.... HPG?L 0505-...| 5 |(General purpose)
06012ST-80 EZGR ...060-... HPG". 0606-...| 6
07012ST-80 EZGR ...070-... HPG%. 0707-... | 7
EZH 03016HP-100 |EZH 03016ST-100 EZGR ...030-... - 3
04016HP-100 04016ST-100 EZGR ...040-... HPG". 0404-...| 4
- 05016HP-100 05016ST-100 16 |EZGR ...050-... HPGFi 0505-...| 5 |(General purpose)
06016HP-100 06016ST-100 EZGR ...060-... HPG%. 0606-...| 6
07016HP-100 07016ST-100 EZGR ...070-... HPG%. 0707-...| 7
EZH 03019CT-120 |EZH 03019HP-120 |EZH 03019ST-120 EZGR ...030-... - 3
04019CT-120 04019HP-120 04019ST-120 EZGR ...040-... HPG%. 0404-...| 4
05019CT-120 05019HP-120 05019ST-120 | 19.05 |EZGR ...050-... HPG®\. 0505-...| 5 |Citizen Machinery
06019CT-120 06019HP-120 06019ST-120 EZGR ...060-... HPG". 0606-...| 6
07019CT-120 07019HP-120 07019ST-120 EZGR ...070-... HPG%. 0707-... | 7
EZH 03020CT-120 |EZH 03020HP-120 |EZH 03020ST-120 EZGR ...030-... - 3 | Amada Machine Tools
04020CT-120 04020HP-120 04020ST-120 EZGR ...040-... HPG%. 0404-...| 4 Eguro
05020CT-120 05020HP-120 05020ST-120 20 |EZGR ...050-.... HPG%. 0505-...| 5 Tsugami
> 06020CT-120 06020HP-120 06020ST-120 EZGR ...060-... HPG?. 0606-...| 6 Citizen Machinery
£ 07020CT-120 07020HP-120 07020ST-120 EZGR ...070-... HPG%. 0707-... | 7 (General purpose)
8 EZH 03022CT-135 |EZH 03022HP-135 |EZH 03022ST-135 EZGR ...030-... - 3
1] 04022CT-135 04022HP-135 04022ST-135 EZGR ...040-... HPG?. 0404-...| 4 Star Micronics
05022CT-135 05022HP-135 05022ST-135 22 |EZGR ...050-... HPG?. 0505-...| 5 Nomura DS
06022CT-135 06022HP-135 06022ST-135 EZGR ...060-... HPG%. 0606-...| 6 Tsugami
07022CT-135 07022HP-135 07022ST-135 EZGR ...070-... HPG". 0707-... | 7
EZH 03025.0CT-135 |[EZH 03025.0HP-135 |EZH 03025.0ST-135 EZGR ...030-... - 3 | Amada Machine Tools
04025.0CT-135 04025.0HP-135 04025.0ST-135 EZGR ...040-... HPG%. 0404-...| 4 Equro
05025.0CT-135 05025.0HP-135 05025.0ST-135 | 25 |EZGR ...050-... HPG%. 0505-...| 5 Tsugami
06025.0CT-135 06025.0HP-135 06025.0ST-135 EZGR ...060-... HPG". 0606-...| 6 Citizen Machinery
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZGR ...070-... HPG%. 0707-...| 7 (General purpose)
EZH 03025.4CT-120 |EZH 03025.4HP-120 |[EZH 03025.4ST-120 EZGR ...030-... - 3
04025.4CT-120 04025.4HP-120 04025.4ST-120 EZGR ...040-... HPG". 0404-...| 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 | 254 |EZGR ...050-.... HPG®. 0505-...| 5 |Citizen Machinery
06025.4CT-120 06025.4HP-120 06025.4ST-120 EZGR ...060-... HPG%. 0606-...| 6
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZGR ...070-... HPG%. 0707-...| 7

- Choose sleeves (¢d1) to meet with ¢D dimension of Internal Grooving Inserts.
- Adjustment Pin cannot be installed to EZH-ST Sleeves.

To adjust overhang of the bar, please use EZH-CT/HP Sleeves.

- Machine manufacturers in random order.

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru




Small Dia. Internal Grooving System Tip-Bars [Solid Type]

B VNG
L2 1
v ‘
2% o Norg
I 2 20 ‘ 2
I et /vr\ —
! T 5 !
/—‘ L1
@ % T
W=0.03 (Edge enlarged) JlT - o I
¢ Right-hand shown
Classsification of usaae P | Carbon steel / Alloy steel [ ) O
9 M | Stainless Steel [ J O
K | Castlron ™ ”
@®: Continuous / 1st Choice | N | Non-ferrous Metals [} o
O: Continuous / 2nd Choice| S | Titanium Alloys (] _§ %
. . H Hard materials (~40HRC) O O o <
® Dimensions Hard materials (40HRC~) % §
o
o [}
Min. . . MEGA Q|2 L5
Bore Dia. Dimension (mm) COAT E g PCD EJ §
Description = == g
3 8235 ~
0A W re oD H L1 L2 L3 L4 F T |Y g:" E=l=)=]
o oo )}
o ¢ £
VNGR 0410-11 1.0 o (K J 8
4 . . . S
0420-11 20 | 00° w08 | 11 o 35108 g Te@ 3
0510-11 5 1.0 0.05 ' ' 44 | 10 [ ) ( K J
0520-11 2.0 ' ) 3.9 ) ’ B ) ( JL J
0610-20 1.0 ' o ( J
6 0.05 52 | 1.8
0620-20 2.0 398 | 20 03 o ( J[ J
0710-20 7 1.0 0.05 ' ' 62 | 2.0 o (K J
0720-20 2.0 ' ’ e ( J[ J F28
VNGR 0410-11NB 4 1.0 0.05 35 | 08 MTO(MTO F29
0420-11NB 2.0 308 | 11 01 MTO(MTO
0510-11NB 5 1.0 0.05 ' ' 44 | 10 MTO(MTO
0520-11NB 2.0 ' ) 3.9 ) ’ ' MTO|MTO
0610-20NB 1.0 ' MTO(MTO
062020NB | ° | 20 | °®° w5 | 20 I il B WO /i10
0710-20NB 7 1.0 0.05 ' ' 62 | 20 MTO(MTO
0720-20NB 2.0 ' ’ ' MTO(MTO
|- Dimension T shows available grooving depth.\
- Dimension L4 indicates the cutting edge is above the Tool's Center Position.
¢ Recommended Cutting Conditions
Recommended Insert Grades (Cug SpeadV: i)
MEGA| PVD  |Carbide| VNG04 | VNGOS
Workpiece Material 0 S VNGO5 | VNGO7 | Remarks
N N 1°_
N o
r| | 3
o o X f (mm/rev)
Carbon steel / Alloy steel | 547140 30??00 ~0.03 | ~0.05
; * R
Stainless Steel 20-80 | 30.80 ~0.02 | ~0.03 |Coolant
Non-ferrous Metals X, | -0.05 | ~0.08
*: 1st Recommendation vr: 2nd Recommendation
@ Sta. em [ systemTip-Bars (VNG)are ||  CBN&PCDInsertsare |
: Made to order | . ; b ! Idin 1 pi b 1
3akas nHcTpymenTa: http:/steele@ifindrgece boxes. | j( __soldin1 pieceboxes. | G43

8 (343) 382-52-03 | sales@sverla-ekb.ru



Tip-Bars for Micro Internal Grooving HPG / PSG-S [Solid Type]

B HPG (small Dia. Internal Grooving)

Applicable Sleeves @ F24, F25

| o7 119
# w [ e — -—-—n—-—-—nlj—-
& w0 | \& $<L\LV LZ . J
e w L1 |
Detail of edge S L3
¢ Right-hand shown I
@ Dimensions
Min. Bore Dia. Dimension (mm) PVD Coated Carbide|  Carbide
Description PR930 KW10
0A W= | rg oD H L1 L2 L3 L4 F T
R L R L
HPG®. 0404-10 1 o ( ([
— 4 4 3.35 60 15 3.65 1
0404-20 2 8 o o o
0505-10 1 ([ o o
—— 5 5 4.3 4.55 1.5
0505-20 2 +0 o ( o
002 70 | 20 0
0606-10 1 0.05 o ( o
—_—— 6 6 5.2 5.5
E@ 0606-20 2 10 5 o (] o
o 0707-10 1 o ([ ([ J
I —_——] 7 7 6.2 80 25 6.45
'g 0707-20 2 o o o
(% [- Dimension T shows available grooving depth.|
@ Description Table for Tip-Bars and Applicable Sleeves @ Recommended Cutting Conditions
Recommended Insert Grades
Tip-Bars Applicable Sleeves _ _ (Cuting Speed Ve: mmin) :gg%" ::g%g
Description @F24, F25 Workpiece Material |py cpedcatice] Carbide 105 ! Remarks
’ PRO30 | KW10 f (mmirev)
HPG". 0404--- EZH 04.-- Carbon Steel / Alloy Steel |, * - -0.03 -0.05
0505--- 05----- . " .~
0606 06— Stainless Steel 30.80 - ~0.02 ~0.03 oolant
0707--- 07----- Non-ferrous Metals - ~;)0 ~0.05 -0.08
*: 1st Recommendation
B PSG-S (Tip-Bars) This insert will be switched to EZG.

«Right-hand shown

® Dimensions

Min PVD 3
y Dimension (mm) Coated| 2
Bore Dia. Carbide| S Ref. to Page
Description = ° for Applicable
[5e] -
A (W=®| C | ¢D | H | L1 | L2 L3 |L4| F T | @ | Z | Sleews
o 4
PSG". 0510-60S 1.0 | 0.05 A
0520-60S 5 20 | 04 38 | 36 | 60 15 o 01 | 1.86| 1.5 N
0610-70S 1.0 | 0.05 A N
0620-70S 6 50 01 4.8 4.4 70 20 2.36 A ~ Fa2
0710-70S 1.0 | 0.05 A A
0720-70S 7 50 | 01 58 | 5.2 70 20 0 0.3 | 286 | 20 ~ A
0810-80S 1.0 | 0.05 A A
0820-80S 8 2001 %8 62 8 2% 838 A A
- Dimension T shows available grooving depth. | Recommended Cutting Conditions ® G99
- Dimension L4 indicates the cutting edge is above the Tool's Center Position.
- e R @ : Std. ltem

i Tip-Bars are
G44 I sold in 1 piece boxes.

: A\ Will be switched to new item
I 3akas nHcTpymeHTa: http://steelcam.org (Check Availability)

8 (343) 382-52-03 | sales@sverla-ekb.ru



Internal Grooving SIGE

| Appllcable Inserts () P [Carbon steel / Alloy steel ® | O %
mm . Classification of usage | ©
SYm— A L H od M |[Stainless Steel @ O @: Continuous-Light S
252.-:3 6.69 65 258 25 K" |Cast Iron © \ Interryption/1‘st Choice §
GEV..B N [Non-ferrous Metals @ | Continuous-Light -
GER...BR 8.46 8.2 3.18 2.7 S |Titanium Alloys o . I(r;terrluption//21ndg:olice g
GER..-CM 5.8 11.48 4.05 2.8 : - Continuous / 1st Choice | .=
GER™DI 6.8 16.44 5.05 34 y |Hard materials (~40HRC) ® O O: Continuous / 2nd Choice | &
GER...-EM 9.54 21.66 5.55 4.4 Hard materials (40HRC~) g
Dimension (mm) |Cemet| MEGA |PR%| Carbide °
s ©
_ e |w |1 | o o Applicable o
Insert Description wielcle % g § 2| g Tl e
4 o oc G} < @
Handed Insert shows Right-hand Ll o o o
GE™L 100-005A 1.00 ® O o o
120-005A 1.20 .
05,0 1 @ | @ o SIGE®....A-EH  |G47
125-005A 1.25/1.5(1.8 e o o [ SIGE"....A-WH G48
150-010A  [1.50 il ® @@ e
200-010A  [2.00 e | e @ (J
= - GE7.  100-005B  |1.00 o oo ®
120-005B  [1.20 005 ® | @ | @ (J
125-005B 1.25 ® o o o SIGE™....B-EH G47
145-010B  [1.45 e o |0 [ ...B-
1500108 150 >2|% 01 @ @ | ® ° SIGE%...B-WH 1G4S
- : : SIGER...B-WH-90 |G49
200-010B  [2.00 o | o o (J
250-020B 2.50 02 o o o [ ) o
2-edge 300-020B 3.00 ] e o o [ ] %
3]
ﬁ GER 100-050AR [1.00 1518 0.5 R R R SIGER...A-EH G47 (%
£ 200-100AR  |2.00 1.0 R | R R | SIGER.A-WH |G48
y—
H GER 100-050BR [1.00 0.5 R R R SIGER...B-EH
EEKI- 22|2.6 SIGER...B-WH
2-edge Tl 200-100BR  (2.00 1.0 R | R R SIGER...B-WH-90
Full-R G47
Z_A y
T:j GER 150-010CM |1.50 01 R R G48
: ] 200-010CM _ |2.00 R|R SIGER..C-EH  |G49
7 @ E[ 250-020CM |2.50(2.5|2.7 R R SIGER...C-WH
FHEC 300-020CM |3.00 0.2 R|R SIGER...C-WH-90
"G_EE%W%\;M—-ZW'O:)M 350'0200M 350 R R
i GER 150-010DM (1.50| 3.0 0 R|R
g [ 200-010DM |2.00 ' R R
o) 119, = 230-020DM  |2.30| 3.2 R|R
ﬁ A = 250-020DM (250, |48 R|R SIGER...D-EH
Somon 260 300-020DM  |3.00 0.2 R|R
2 A 350-020DM |3.50(4.5 R R
N 400-020DM  |4.00 R|R
. p - L2 |GER  150-010EM [1.50/3.0 o R|R G47
= 200-010EM |2.00|3.2 R|R
£0.05 | H |
GER230-0o0EM-400-030EM 250-020EM  |2.50 45 R|R
300-020EM 1300, 16g RIR SIGER...E-EH
350-020EM |3.50 R R
5.5 0.2
400-020EM |4.00 R R
] [tos LJ 450-020EM (450 R |R
Molded Gnippreaker e o200 0200w 500-020EM |5.00 R|R
[ - Dimension B shows available grooving depth. | Recommended Cutting Conditions @& G50
@ Comparison of Chip Control (Molded Chipbreaker) @ Comparison of Chip Control (Min. Bore Dia.: ¢8)
f (mm/rev) SCM415 (Min. Bore Dia.¢16) f (mm/rev)] SCM415
Evaluation s Evaluation
Description 0.05 0.07 0.1 Description 0.02
SIGERISIZCEH | e g, : Good Chip | |SIGER0808A-EH| ® = = 11
GER300-020CM(PR1025) s _ﬂ A Control GER200-010A ~lr- . V
Competitor A ' a8 Unstable Chip (PR1025) o X%
i 0 h “ Insert cracks Control T
Width: 3mm & and biting F‘ i
Competitor B £ i ﬂ Unstable Chip C\lsrgtﬁ)]etgr?]rn? - ) ® Chipping
) -y et %P‘ . | Control :
Width: 3mm 4 Q g Q) and biting —
[Vc =100m/min, ap=2.0mm, Wet] (Internal evaluation) [ Ve=50m/min, ap=1.25mm, Wet] (Internal evaluation)
;:ss:ttg'llttem(R' ht-hand Only) [ nsertsare ]
. .ltem I -han n | A a 1
9 Y 3akas MHCTpyMeHTa: http://steelcam.org R G45

8 (343) 382-52-03 | sales@sverla-ekb.ru



Internal Grooving SIGE

M Applicable Inserts

P [Carbon steel / Alloy steel ® | O o
(mm) M |Stainless Steel @ O Classification of usage | &
Description A L H od @: Continuous-Light 2
GE"...-C K’ |Cast Iron © Interruption / 1st Choice g
GER..-CR 5.8 11.48 4.05 2.8 N |Non-ferrous Metals o ©: Continuous-Light Z
GEVL.D S [Titanium Alloys Y Interrluption/2nd Cho‘ice %
6.8 16.44 5.05 3.4 " @: Continuous / 1st Choice | .
GER...-DR H Hard materials (~40HRC) bt o O: Continuous / 2nd Choice | &
GE®L..-E 9.54 21.66 5.55 4.4 Hard materials (40HRC~) ?3
Dimension (mm) |Cermet| 4562 82’;1}%% Carbide ":;3)
it o | v | v Applicable a
Insert Description wielclelS|8]|8 g g Toolholders 2
) Z || x| 5| e >
Handed Insert shows Right-hand [ o o font
GE". 100-005C |1.00 e e o o
120-005C |1.20 0.05 R @ | @ | R
g 125-005C |1.25 ' ® R | @ | @
. 140-005C |1.40 R R|® | R
2. A 145-010C |1.45 ® R | © | ©
150-010C  |1.50 e o o o SIGE"....C-EH  |G47
o @ El 170-010C (1.70(2.5|2.7 01 R R o R SIGE"/....C-WH G48
[0 185-010C |1.85 ' R R|® | R SIGER...C-WH-90 |G49
. * [abos 195-010C  [1.95 R|R| ® R
200-010C |2.00 e o o o
% 250-020C |2.50 e o o o
300-020C (3.00 02 @  ©  © ©o
> 2-edge 350-020C  |3.50 e R|[O® @
3 GE". 100-005D  |1.00 05 @ @ @] @
e 140-005D [1.40(2.5 ' R| ® | @ | R
o z_a 145-010D [1.45 e R @ o
— 150-010D |1.50 e o o o
y @ El 170-010D |1.70 30 R |  ® | @ | R
=1 d 185-010D [1.85| 0.10| R ® R
1 Mioos | 195-010D |1.95 R ® R
GER100-005D-260-0200 200-010D (2.00 o o (J [ J
225-010D |2.25 4.8 R| ® | @ | R SIGE"....D-EH
Z. A 230-020D |2.30 3.0 @ o (J [ J
250-020D [2.50| o o o o
- 275-020D |2.75 R ® R
280-020D |2.80 0.20 R ® R
b 300-020D |3.00 ’ e & o o
GER300:020D-400-020D 330-020D |3.30 45 R ® R
350-020D |3.50| ® R | © | ©
400-020D |4.00 ( o (J [ J
GE". 100-005E [1.00|2.5 005 ® | © | ©® | O G47
150-010E  |1.50 e o o o
170-010E |1.70 3.0 R @® | ®@ | R
185-010E  [1.85| ~ 01 R ® R
195-010E  |1.95 ' R ® R
200-010E [2.00 ® R | © | ©
225-010E |2.25(3.2 R R [ J R
230-020E |2.30 ® R | @ | O
250-020E |2.50 e o o o
275-020E [2.75 6.8 R R|® | R SIGE"....E-EH
280-020E |2.80|4.5 R ® | @ | R
300-020E |3.00 e e o o
330-020E (3.30 02 R R|® | R
350-020E |3.50 ' o R [ J (J
400-020E |4.00|5.5 ® R | @ | @
430-020E  |4.30 R R| @ | R
450-020E |4.50 @ R [ J (J
460-020E |4.60|6.5 R R|® | R
2-edge 500-020E [5.00 ® R | @ | O
. GER 200-100CR (2.00 1.0 R R R SIGER...C-EH G47
.‘“ 250-125CR |2.50|2.5|2.7[1.25 R|R|R SIGER..C-WH  |G48
300-150CR |3.00 1.5 R|R|R SIGER...C-WH-90 | G49
GER 200-100DR |2.00|3.2 48 1.0 R R R SIGER...D-EH Ga7
TR 300-150DR [3.00[4.5| |15 R|R|R

I - Dimension B shows available grooving depth. |

! Inserts are
sold in 10 piece boxes.

3akas nHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru

Recommended Cutting Conditions @& G50

@ : Std. Item
R : Std. Iltem (Right-hand Only)



M SIGE-EH Excellent Bar (with Coolant Hole)

Coolant Hole (¢d) Coolant Hole (¢d)
=y g Fig.1 g Fig.2
Coolant Hole (¢d) Coolant Hole (¢d)
& 3 gtFig.s
L]
1612C-EH shank is 3 face cut type
(top, bottom and one side)
Coolant Hole (¢d)
I % Fig.5
l
N
L1
Coolant Hole (¢d)
_Zii’_’_’_’_i’_’_’_’_i’_’_{’_i’_’_’_’_\f’_’_’_’_i’ ===f-Q| Fio6
S|
]
L1
2
« Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
@ Toolholder Dimensions =
Min Spare Parts §
Std. 5 Dimension (mm) o o
e Bore Dia. § Clamp Screw| Wrench Applicable Inserts (©)
s @) FT < @G45, G46
RIL| oA |¢D|H |[L1|L2| F | T |¢d| O /@//
DT
R : GE®.100-005A~GE¥.200-010A
SIGE". 0808A-EH (@ @ 8 8 |72|100| 20 | 48 | 1.5 | 3 |Fig.1|SB-2045TRN| FT-6 = | GER100-050AR~GER200-100AR
1010B-EH @ | @] 10 25 | 6.2 Fig.1 GE".100-005B~GE".300-020B
1210B-EH (@ |@®| 12 1019|125 30 | 7 2213 Fig.2 SB-2255TR | - | DT-7 | GeR100.050BR-GER200-100BR
1412CEH (@ @ 14 | |, ., 150133 | 8 4 |Fig:3 GE".100-005C~GE".350-020C
1612C-EH (@ | @ 16 ' 20 | 85|25 Fig.4 | SB-2570TR | FT-8 | - | GER150-010CM~GER350-020CM
161GC'EH . . 16 15 160 | 36 9 5 GER200-100CR~GER300-150CR
GE®.100-005D~GE®.400-020D
2020D-EH @ @| 20 | 20 | 19 |180| 40 (12.1|45| 5 |_ SB-3080TR |FT-10| - | GER150-010DM~GER400-020DM
Fig.5 GER200-100DR~GER300-150DR
2525E-EH @ @ | 25 25 | 24 |200| 45 |15.6 GEY100.005E ~GEL500-020E
3232E-EH @ @ | 32 32 304 220| 55 | 19 (65| 5 _ SB-4085TR |FT-15| - GER150-010EM~GER500-020EM
4032E-EH (@ | @ | 40 250 | 45 | 23 Fig.6

‘ - Dimension T shows available grooving depth. Available Groove Depth: “B” Dimension of Insert. ‘

M Features
@ Large chip pocket screw clamp toolholder design @ Cutting edge is free Contact face
enables excellent chip evacuation from contact face - Contact face

Large Chip Pocket

——r
. | _
©An 8mm minimum cutting diameter with a 2-edge design

Screw Clamp Conventional Clamp
@ Cost effective chip control from w
a molded chipbreaker
GER---M type
@ : Std. Item
3akas nHcTpymeHTa: http://steelcam.org G47

8 (343) 382-52-03 | sales@sverla-ekb.ru



| Grooving %

G48

Internal Grooving SIGE

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

7

_

’,,,,////

«Right-hand shown

Ry

F

-

Coolant Hole (¢d)

Fig.1

L2

L1

Coolant Hole (¢d)

%t Fig.2

L1

Coolant Hole (¢d)

Eo

==t

gi Fig.3

5

L1

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

® Toolholder Dimensions

Min. Spare Parts
Std. | Bore Dimension (mm) > .
Description Dia. 'S |Clamp Screw| Wrench Applicable Inserts
o ®G45, G46
RIL| oA [oD| H |1 2| F| T ea|© D yz
GE".100-005A~GE".200-010A
SIGE". 0808A-WH @ |@| 8 8 |72|125| 28 |48 |15 3 . SB-2045TRN| FT-6 | - | GER100.050AR-GER200-100AR
1010B-WH @ @® | 10 125| 35 | 6.2 '9: GE".100-005B~GE".300-020B
1210BWH (@ | ® 12 | | % [1a0as| 7 22| 3 SB-2255TR | - | DT-7 | GER100-050BR~GER200-100BR
1412C-WH (@ @ | 14 150 | 50 | 8.7 Fig.2 GE®.100-005C~GE".350-020C
12 (114 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. Available Groove Depth: “B” Dimension of Insert. \

® Applicable Insert & Rake Angle (o) after Installment of Insert

Toolholder Applicable Insert & Rake Angle (o) after Installment of Insert
Description Ground Chipbreaker o(°) Molded Chipbreaker o(°)
GE®.100-005A~GE%.200-010A o
SIGE7. 0808A-EH | :ER100.050AR~GER200-100AR 5 ) )
1010B-EH | GE%.100-005B~GE¥.300-020B 50 _ -
1210B-EH | GER100-050BR~GER200-100BR
1412C-EH GE®.100-005C~GE®.350-020C
oo | 100-005C~GE% 350- 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 o
SIGE". 0808A-WH | GERi00-050AR~GER200-100AR 5 ) )
1010B-WH
1210B-WH | GE®.100-005B~GE?.300-0208 50 ) i
1008B-WH-90 | GER100-050BR~GER200-100BR
1210B-WH-90
1AM2CWH | 5£7.100-005C-GEY.350-020C
~erao | 100-005C~GE¥.350- o o
161@?’\-’\:IVH GER200-100CR~GER300-150CR 8 GER150-010CM~GER350-020CM 10
1412C-WH-90

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

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru

Std. ltem




For automatic lathe

Internal Grooving SIGE

B SIGE-WH-90 (For automatic lathe) Carbide Shank Bar (with Coolant Hole)

*Dimension L3 shows minimum overhang length.

é) Coolant Hole (¢d)
S —
/ “\:—: H Fig.4
@ Coolant Hole (¢d)
/s |
__ \ .
) /o 1= Fig.5
© = H
1
= | H
«Right-hand shown Right-hand Insert for Right-hand Toolholder.
@ Toolholder Dimensions
: Spare Parts
Mm'. Dimension (mm) o
T Std Bore Dia. § |Clamp Screw) Wrench Applicable Inserts
escription : @ ®G45, G46
0A |oD| H [L1|L2|'L3|F|T |¢d| O = /g
SIGER 1008B-WH-90 | @ | 10 | 8 |7.2 25 5.6 _ GER100-0058~GER300-0208
90 —— 15 ——2.2| 3 |Fig.4| SB-2255TR FT-7 GER100-050BR~GER200-100BR
1210B-WH-90 [} 12 10 | 9.4 30 6.6
GER100-005C~GER350-020C =y
1412C-WH-90 o 14 12 [11.4/ 90 | 35 | 15 |7.4|2.5| 3 |Fig.5| SB-2570TR FT-8 GER150-010CM~GER350-020CM S
GER200-100CR~GER300-150CR 8
G
I

- Ref. to Page @ G48 for applicable Insert & Rake Angle (0) after Installment of Insert.
® Applicable Sleeves

W2 H1 L1 H/2  H1 10 25 L
10 25
T i S
g =R (Y s
Ik === ISR ==
4 = ' E] 10 25° v
45 45
A== H2—
éE . i g WAL e
N L — B ; 8
********* C______——C
(Toolholder installation side) (Toolholder installation side) [
Fig.1 Fig.2
. . Spare Parts
Dimension (mm) o P
c Screw Wrench . .
Description Std s Applicable Machine
. dl | oD1 | oD2 | 9d2 | H | H1 | L1 | L2 5 @ Manufacturer
od1 | o o o & &
SHA 0820-120 { ] 8 )
1020-120 ° 10 20 | 14 | 12 | 19 |9.25/120 | - |Fig.1 Amada Machine Tools
SHA 0825.0-135 ® s i HS6x4P LW-3 TES:;;i
1025.0-135 [} 10 | 25 14 | 24 |115]135| 17 |Fig.2 Citizen Machinery
1225.0-135 o 12 16
SHA 0819-120 [ J 8
19. 14 | 12 | 1 751 12 - |Fig.1
1019-120 ® |10 |9% 8 875120 9
SHA 0820-120 o 8 )
1020-120 @ |0 | 20|14 1219192501200 - IFgT| qeup LW-3 Citizen Machinery
SHA 0825.4-120 [ J 8 14
1025.4-120 [ J 10 [25.4 14 |24.4| 12 | 120 | 17 |Fig.2
1225.4-120 [} 12 16
SHA 0822-125 [ ] 8 14 Star Mi .
1022-125 ® |10 2 14 | 21 | 10 |125| - |Fig1| HS6x4P LW-3 ,\fgmll‘r’;"ggs
1222-125 [ J 12 16
SHA 0823-120 o 8 14
1023-120 o 10 | 23 14 | 22 |10.5| 120 | 16 |Fig.2| HS6x4P LW-3 Nomura DS
1223-120 o 12 16
* Length of ¢d1...45mm (All of SHA sleeves)
- Choose sleeves(¢d1) to meet with oD dimension of toolholder.
- Machine manufacturers in random order.
@ : Std. Item
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8 (343) 382-52-03 | sales@sverla-ekb.ru



Internal Grooving SIGE

BRecommended Cutting Conditions (Ground Chipbreaker: GE".---A(R),GE".--B(R))

| Grooving %

G50

Recommended Insert Grades (Cutting Speed Ve: m/min) (1) f for Grooving (mm/rev)
Workpiece Cermet | MEGACOAT [PVD Coated Carbidel Carbide (2) f for Turning (mm/rev)
: =) 10 0 - Remarks
Material g N 8 = (3) ap for Turning (mm)
g | E | E | € | cvimamam [ coiiaeugs [ oen ssoms
N (1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Carbon Steel | a0 | 5080 | s50-80 - (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(3)Max. 0.05 (3)Max. 0.05 (3)Max. 0.1
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Alloy Steel 50%80 5080 501%80 (2)0.01-0.03 (2)0.02~0.04 (2)0.02~0.04
(3)Max. 0.05 (3)Max. 0.05 (3)Max. 0.1
(1)0.01~0.03 (1)0.01~0.03 (1)0.01~0.03
Stainless Steel - 5030 soifso - (2)0.01~0.03 (2)0.01~0.03 (2)0.01~0.03
(3)Max. 0.05 (3)Max. 0.05 (3)Max. 0.1 Coolant
(1)0.01~0.03 (1)0.02~0.04 (1)0.02-0.04
Cast Iron - - - sotso (2)0.01~0.03 (2)0.02~0.04 (2)0.02-0.04
(3)Max. 0.05 (3)Max. 0.05 (3)Max. 0.1
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Aluminum - - - 50~ﬁ 00 (2)0.01~0.03 (2)0.02~0.04 (2)0.02~0.04
(3)Max. 0.1 (8)Max. 0.1 (3)Max. 0.2
(1)0.01~0.03 (1)0.02~0.04 (1)0.02~0.04
Brass - - - 50:'; 00 (2)0.01~0.03 (2)0.02-0.04 (2)0.02-0.04
(3)Max. 0.1 (3)Max. 0.1 (3)Max. 0.2
*Use PVD coated grade or carbide for turning with edge width 1mm. (GE%.100-005A / 100-005B) *: 1st Recommendation ¥: 2nd Recommendation

B Recommended Cutting Conditions (Ground Chipbreaker: GE?.---C(R),GE".--D(R),GE".E)

Recommended Insert Grades (Cuting Speed Ve: mini) (1) f for Grooving (mm/rev)
MEGA |PVD Coated 3 (2) ffor Turning (mm/rev)
Cermet -~ |Carbide -
) COAT | Carbide (8) ap for Turning (mm)
Workpiece GE¥. 100-200-010C | GE¥. 250-350-020C Remarks
Material S 1 i o 200-100CR 250-300-150CR
§ E E (ED GE'. 100-145-010D | GE, 150-195-0t0p | GE'- 200-260.20D GEY. 300-400 020
b= = [ GE'. 100-010E |GE'. 150-195-010E | OE 2002260108 | gy 950.330.000E GEY. 350~430-020E | GE¥,450~500-020E
. N . (10.03-0.08 | (1)0.03~0.08 | (1)0.04-0.09 | (1)0.04~0.09 | (1)0.05-0.12 | (1)0.05~0.12 | (1)0.05-0.12
Carbon Steel | 150560 | 60-140 | 60140 | - | (2003-0.08 | (2)0.03-0.08 | (2)0.04-0.09 | (2)0.04-009 | (2)0.05-0.1 (2)0.05~0.1 (2)0.05~0.1
(3)Max. 0.3 (3)Max. 0.3 (8)Max. 0.3 (8)Max. 0.3 (8)Max. 0.5 (8)Max. 0.5 (8)Max. 0.5
i N . (10.03-0.07 | (1)0.03-0.07 | (1)0.04-0.08 | (1)0.04~0.08 | (1)0.05~0.1 (1)0.05~0.1 (1)0.05~0.1
Alloy Steel 100160 | 60-120 | 60120 | - [ (20.08-0.1 (2)0.03~0.1 (2)0.04-0.08 | (2)0.04~0.08 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
@Max.03 | (3Max.03 | (3Max.03 | (IMax.03 | 3Max.05 | (3AMax.05 | (3)Max. 0.5
(10.03-0.07 | (1)0.03-0.07 | (1)0.04-0.08 | (1)0.04~0.08 | (1)0.05~0.1 (1)0.05~0.1 (1)0.05~0.1
Stainless Steel 70?1’30 60::10 601";10 - | (00301 (2)0.03~0.1 (2)0.04-0.08 | (2)0.04~0.08 | (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
(@Max 08 | (IMax.03 | (Max.08 | @Max.03 | (IMax05 | @Max05 | (BMax05 |
(10.03-0.08 | (1)0.03~0.08 | (1)0.04-0.09 | (1)0.04~0.09 | (1)0.05-0.12 | (1)0.05-0.12 | (1)0.05-0.12
Cast Iron - - - 603';00 (2)0.03-0.08 | (2)0.03-0.08 | (2)0.04~009 | (2)0.04-0.09 | (2)0.05-01 | (2)0.05-01 | (2)0.05~0.1
(3)Max. 0.3 (3)Max. 0.3 (3)Max. 0.3 (3)Max. 0.3 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5
(10.05-012 | (1)0.05-0.12 | (1)0.05~0.15 | (1)0.05~0.15 | (1)0.08-0.15 | (1)0.08~0.15 | (1)0.08~0.15
Aluminum - - - 150’!‘300 (2)0.05-0.12 | (2)0.05-0.12 | (2)0.05-0.15 | (2)0.05~0.15 | (2)0.08-0.15 | (2)0.08~0.15 | (2)0.08~0.15
(3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8
(10.05-0.12 | (1)0.05-0.12 | (1)0.05-0.15 | (1)0.05~0.15 | (1)0.08-0.15 | (1)0.08~0.15 | (1)0.08~0.15
Brass - - - 100'f250 (2)0.05-0.12 | (2)0.05~0.12 | (2)0.05-0.15 | (2)0.05~0.15 | (2)0.08-0.15 | (2)0.08~0.15 | (2)0.08~0.15
(3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.5 (3)Max. 0.8 (3)Max. 0.8 (3)Max. 0.8

* Use PVD coated grade or carbide for turning with edge width 1mm

. (GE%.100-010C / 100-010D / 100-010E)

*: 1st Recommendation ¥: 2nd Recommendation

B Recommended Cutting Conditions (Molded Chipbreakers: GER--CM, GER---DM, GER---EM)

Recommended Insert Grades
(Cutting Speed Vc: m/min)

(1) f for Grooving (mm/rev)

Cermet I\C/I(E)(R_? PVCDan?daéed Carbide (2) f for Turning (mm/rev)
Workpiece
Material o . 0 © (3) ap for Turning (mm) Remarks
% g § E GER 150~200-010CM | GER 250~350-020CM
E E E ™  |GER 150~200-010DM GER 230~250-020DM | GER 300~400-020DM
GER 150~200-010EM GER 250~350-020EM | GER 350~400-020EM | GER 450-~500-020CM
(1)0.03~0.1 (1)0.03~0.12 [(1)0.04~0.12 |(1)0.05~0.12 |[(1)0.05~0.12 |(1)0.05~0.12
Carbon Steel - 603';60 Goﬁﬁo - (2)0.03~0.1 (2)0.03~0.1 (2)0.04~0.1 (2)0.05~0.1 (2)0.05~0.1 (2)0.05~0.1
(3Max.1.0 [(B8)Max.1.5 |[(BMax.1.5 |[(3Max.15 [(B)Max.1.5 |(3)Max.1.5
(1)0.03~0.1 (1)0.03~0.1  [(1)0.04~0.12 [(1)0.05~0.12 |[(1)0.05~0.12 [(1)0.05~0.12
Alloy Steel - 60-140 | 60-340 - [(@0.03~0.1  [(2)0.03~0.1  [(2)0.04~0.1 [(2)0.05~0.1 [(2)0.05~0.1  [(2)0.05~0.1 Coolant
(3)Max. 1.0 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5
(1)0.03~0.08 |(1)0.03~0.08 |[(1)0.04~0.08 |[(1)0.05~0.1  [(1)0.05~0.1  [(1)0.05~0.1
Stainless Steel - 60~ﬁ1 0 60?;1 0 - [(@0.03~0.1 [(2)0.03~0.1  [(2)0.04~0.1 [(2)0.05~0.1 [(2)0.05~0.1  [(2)0.05~0.1
(3)Max. 1.0 (3)Max. 1.5 (8)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5 (3)Max. 1.5

*: 1st Recommendation +: 2nd Recommendation

3akas nHcTpymeHTa: http://steelcam.org
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. GIV
Insert for Small Internal Grooving

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

(mm)
Description A L L Classification of usage I\ljl g::‘l’:szt:;i lA"°VStee' : CZ
GV'....SS 36 9 3.0 @: Continuous-Light K |CastIron o
GV"L...S 4.0 11 4.0 N Interruption / 1st Choice N |Non-ferrous Metals P M)
GVIL..A | 40 | 12 | 50 | PORROSTOR e |ISI|Tanum AT o ,
GV*....B 4.5 15 5.5 |@: Continuous / 1st Choice H Hard materials (~40HRC) O O Applicable
GV7....C 5.8 21 6.5 |©: Continuous / 2nd Choice Hard materials (40HRC~) Toolholders
(previous Dlr?;?ﬁ)lon Cermet &E)%‘-‘ Pvczmed Catie| PCD
L = —
Insert Description Description) wle !l § é § g § g § g
Handed Insert shows Right-hand = f'_) <|'—) E E 4 & &
GV 100-020SS |GV"L. 100SS|1.00 R R @ R o
125-020SS 1258S 1.25 R R @ R [ ]
145-020SS 145SS | 1.45 R R @ @ [ ) a
200-020SS 2008S 200 23| 2[R Rl®@ R _|® GIVL...18S
e 250-020SS 250SS | 2.50 R R® (R @
s < . 4003 300-020SS 300SS [3.00 R R @ o o
V L e W GV®L 100-020S |GV"L 100S |1.00 R ® R @ o o
[ 125-020S 1258 [1.25 R ®@R|R R [
= 0 % 145-020S 1455|145 Re®RR R __® GV 1S
185-020S 185S [1.85/ 23/ 02/R|/® R|R R [ GIV¥ ."1SE
200-020S 200S [2.00 R® R @ [ [ ] Lees
250-020S 250S [2.50 R @® R @ R o E@
T-edge 340-020S 340S [3.40 ® R R R [ J
GV"L. 100-020A |GV"L. 100A |1.00 R® O @ [ ) [ ) 2
125-020A 125A |1.25 R® O @ R @ 'g
145-020A 145A |1.45 R@® O @ R [ GIVY . 1A o
185-020A 185A [1.85 23|02 R® O @ R o GIVR/L".1AE S
200-020A 200A |2.00] — T 000 e [ [ GIVR/."1AW
250-020A 250A |2.50 R@® O @ R (] Lee
300-020A 300A |3.00 R @ O|R R [ )
340-020A 340A |3.40 R @® R|R R )
GVRL 145-020B |GV"L 145B |1.45 58 R@® O @ [ [
Bzorg 185-020B 185B |1.85 R @®@ O|R R R GIV*....1B
<] g - 200-020B 200B |2.00 ® e O e [ J o GIV*L...1BE
& L e W 230-020B 230B |2.30 35 e O e [ ) R GIVY....1BW
= T 250-020B 250B 250" |02/R|@®@ O @ [ J o
300-020B 300B |3.00 e O e [ J (] GIVR/LIHZBE
340-020B 340B |3.40| 4.2 R ® R|R R R GIV¥ IHZBW
400-020B 400B |4.00 R @® R|R R ] Lese
GV 280-020C |GVT. 280C |2.80 45 e O e R [ GIV*iL...1C
300-020C 300C |3.00| e O e [ ) [ ) GIV*....1CE
340-020C 340C [3.40 55 R @® O @ o [ GIViL...1CW
400-020C 400C [4.00 °° 02/@ @0 @ (@ |® GIVFL 2C
430-020C 430C [4.30 R @®@ O|R R [ ) GIVF‘/LIHZCE
460-020C 460C |4.60| 6.3 ® O|R R o GIVF‘/IHZCW
2-edge 500-020C 500C |5.00 R@® O @ [ J (] Lees
GV, 145-020A |GV 145A |1.45 R GIVIL_ 1A
200-020A 200A |2.00/2.3|0.2 R | GIV"L...1AE
8 300-020A 300A |3.00 w0 GIVY....1AW
4 g GV. 200-020B |GV7L 200B |2.00 R | GIVA....1B
HEER, e 3.2 GIV¥....1BE
W= 250-020B 250B [2.50 0.2 R |GIVRL...1BW
STy 300-0208 300B |3.00 4.2 MT0| GIVF...2B 7]
GV®L 300-020C |GVFL 300C [3.00| 4.5 0.2 MT0| GIVAL...1C]
rodge 400-020C 400C |4.00 55 MTO| GIVF....2CC]
B_ GV®L 200-100AR |GV"L. 100AR|2.00 1.00 R @ [ R GIVFL..1A
e o 250-125AR 125AR|2.50| 2.3[1.25 RIR__|R| |R GIV....1AE
T % 300-150AR 150AR| 3.00 1.50 R|R R R GIVL...1AW
T GVR 200-100BR |(GVR 100BR|2.00| 3.2|1.00 R R|R R R GIV*L...1B ]
s LU T 300-150BR 150BR3.00 42150 R, |R/R| |R| |R GIV7....2B[]
[ Dimension B: shows available grooving depth. | Recommended Cutting Conditions ®G100
Ref. to Page for Applicable Toolholders @G53
@ : Std. Item
R Std nem (Rightband Oriy) : asers are || CBN&PCDInsertsare |
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Internal Small Diameter Grooving Toolholders [GV Insert]

o0
¥ '“@)\ | — | P
1 o
wf | \ / J Fig.1
o B | I}
L2 H ]
L1
Il
\ i~ \ T
e = Fig.2
- L Ni A )
L2 H
> L1
T~ |
Shows top edge ]
shape of GIV7.1620-1A ¥ — e _M___:[ .
(No jaw part under Insert) ! BB | = Fig-3
I
R R L ’
*Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
B GIV-E Excellent Bar
L1
|
Shows top edge shape of | \
GIV¥.1612-1AE — Fio.4
(No jaw part under Insert) | | 9-
= H
= |
£ | -——— - \
S ~ | |
&, ]
] 2 | !
G -7 | o .
% Sz | Fig.5
— 1 L-H ‘
«Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.

B GIV-W carbide Shank Bar

L2

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

«Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder.
@ Applicable Insert & Rake Angle (o) after Installment of Insert
Insert Description ®G51 Rake Angle (o)
Toolholder
- General Grooving | Full-R Grooving TN90,TC60M
Description TC40N | PR930,PR1225
(Square) (Round) KWA10
GIVAL---1SS GV*%.100~300-020SS - 10° 15°
GIVAL.--1S GV*®.100~340-020S - 10° 15°
GIVAL---1SE GV*F.100~340-020S - 3° 8°
GIVL---1A(0) | GVA1100~340-020A |GV?200-100AR~300-150AR 3° 8°
GIVAL---1B(0) | GVA.145~250-020B GV*.200-100BR 40 90
GIVFL---2B(0) | GV#.280~400-020B GV?.300-150BR
GIV?.---1C(J) | GV%.280~340-020C - 5 10°
GIVH.---2Cc(0) | GV¥.400~500-020C -

* GIV, GIV-E and GIV-W are designed to set the cutting edge height 1mm above the center height. (0.5mm for GIV7.1612-1AE)

G52 3akas MHCTpyMeHTa: http://steelcam.org
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GIV

® Toolholder Dimensions

Min. : : Spare Parts 5 2
Std. Bore Dia. Dimension (mm) =2 Clamp Set Wrench “é é
Description E @ nz 2
RILIA 6D | H [L1|L2| F| T ?? s 8
£s
<C
GIVRL 1216-1SS @®@® 12 | 16 | 15 |150| 20 | 6.0 2.2 Fig.1| CPS-4V - -
1420-1S @®@® 14 | 20| 19 |150| 24 | 7.0 2.2 Fig.1| CPS-5F - -
1620-1A @ ® 16 | 20 | 19 | 160 | 28 | 8.0 2.2 Fig.2| CPS-5V - -
2025-1B o0 Nt 2 8
20 | 25 | 23 | 180 | 35 |10.0 ig.2| CPS-5V - -
202528 (@@ n2igp | |FI92
2532-1C e e 25 200 | 43 |12.5 Fiq.2
3232-1C ®® 32 32 30 22052 160 “945 '
4032-1C o ® 40 250 | 43 |21.0 Fig.3
2532-2C ®e 25 200 | 43 [125 Fio.2 ’ CPS-6v ) LW-3
3232-2C ® ® 32 | 32 | 30 |220]| 52 |16.0| V5.5 '9:
4032-2C ®® 40 250 | 43 |22.2 Fig.3
GIV?/L 1412-1SE ®® 14 | 12 |11.4{150| 18 | 7.7 | 1.7 Fig.4| CPS-5F - FT-15 -
1612-1AE @ @® 16 | 12 |11.4/150| 19 | 8.2 2.2 Fig.5 CPS-5V - FT-15 - G51
2016-1BE ([ J 20 [11.2| V2.8
2 1 15.2| 1 i - - - -
2016-2BE PYPS 0| 16 |15 80 19 [11.7| Neesig o Fig.5| CPS-5V FT-15
2520-1CE ®® 25 20| 19 [200| 25 [14.5| "4.5
3225-1CE ® @ 32 | 25|24 |220|24 175 "745
4032-1CE ® @ 40 | 32 | 31 [240| 29 |21.0| ""4.5
ig. - PS-6V - LW-
2720-2CE  |® ®| 27 | 20 | 19 |200| 25 |16.2 Fig.5 cPs-6 3 2
3225-2CE @@ 32| 25|24 220 24 |18.7| "5.5 3
4032-2CE @@ 40 | 32 | 31 |240| 29 |22.2 (%
GIVAL 1616-1AW |®@|®| 16 | 16 | 15 [ 175 48 [106] 2.2 Fig.6| CPS-5V - FT-15 -
2020-1BW (@@ N 2 8 —
2 2 1 22 14. i PS-5V - FT- -
2020-2BW |@ @ 20| 20 | 19220 60 146/ wuur Fig.6| CPS-5 T-15
2525-1CW (@@ N9 4.5
25 |25 |24 |260| 70 {191 ig. - PS-6V - LW-
2525-2CW @ @ 31 voeng 5 | |Fig6 CcPS-6 8
[ Dimension T shows available grooving depth. |
Note 1: GV#.200~250-020B Insert can be used up to a Groove Depth 3.2mm.
Note 2: GV#.300~400-020B Insert can be used up to a Groove Depth 4.2mm.
Note 3: GV#1.340-020C Insert can be used up to a Groove Depth 5.5mm.
Note 4: GV*430~500-020C Insert can be used up to a Groove Depth 6.3mm.
Note 5: GV#.300~400-020B Insert can be used up to a Groove Depth 3.8mm. (When using GIV%.2016-2BE)
Note 6: GV*1.340-020C Insert can be used up to a Groove Depth 4.7mm. (When using GIV%.2520-1CE)
Note 7: GV#.340-020C Insert can be used up to a Groove Depth 5.3mm. (When using GIV%.3225-1CE, GIV%.4032-1CE)
If you need any of insert groove depth specified in notes 1 to 7, modify the dimension T of toolholder.
@ : Std. Item
3akas nHcTpymeHTa: http://steelcam.org G53
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Internal Large Diameter Shallow Grooving Toolholders

-t 20
Lo F o
/ /j | L
e A 11 [a)
0 I L <
‘ ~ . I
| i 1 o L2 H
Tl L1
«Right-hand shown ‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

Min. Spare Parts
Std. Bore Dimension (mm)
Dia. Clamp Set Wrench
Bemaritiar Applicable Inserts
2 ©®G6~G8
RILI0A|¢oD|H |[L1|L2| F | T
KIGBA"L 3525-16 ®® 35| 25| 23 |220| 30 [17.5/ 2.8 LGBA-16%S FT-15 GBA32'%htype
4032-22 @ ® 40 | 32 | 30 |250| 30 |23.0| 3.0 LGBA-22%4S FT-15 GBA43'ktype

Available Grooving Depth depends on the insert.

1. 2.0mm (Dimension B < 2.8mm)
2. 2.8mm (Dimension B = 2.8mm)

*Dimension T shows the distance from the Toolholder to the cutting edge.

KIGBAW.3525-16: Dimension B of the applicable insert (GBA32 type)
4032-22: Dimension B of the applicable insert (GBA43 type)

| Grooving %

- Clamp Set : LGBA-OOLS for Right-hand Toolholder, and LGBA-OORS for Left-hand Toolholder.

® Rake Angle (o) after Installment of GBA type

GBA32%.000-000

GBA43%.000-000

GBA43%.000-OO0OR (Full-R)

o Insert Grades o Insert Grades o Insert Grades Full-R Description
-9° KBN510, KBN525 TN90,PV7040,PR930
TN90,PV7040,PR930 ’ +1° ) ’ 050R~150R
+1° PR&;BS’PR1}<2|;B’PR905 PR1115,PR1215,PR905
001, 010 TC40N,TN90,PV7040,PR930
+1°|  PR1115PR1215 PRI05 TN90,PV7040,PRI30 200R
KPDO001, KPD0O10 +5° PR1115,PR1215,PR905
+11° KW10 7 KW10 KW10 050R~200R
® Rake Angle (o) after Installment of ® Rake Angle (o) after Installment of
GBA-GM type GBA-MY type
o Insert Description o Insert Description
+1° | GBA43%.150-020GM GBA437.175-020MY
GBA43%.175-020GM +6° !
+6° . GBA43%.350-030MY
GBA43%.265-030GM +5° GBA43%.400-040MY
| cBadian-030GM i i g g T o5
+3° l
GBA43%.400-040GM
o indicates the rake angle at the center of the edge
width, after installing insert.
@ : Std. Item

G54

3akas nHcTpymeHTa: http://steelcam.org
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Screw Clamp

Internal Large Dia. Shallow Grooving Toolholders [TG Insert]/

B KITG (Will be switched to KIGBA® G54)

oD

\
M
L1

¢ Right-hand shown | Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.
® Toolholder Dimensions
Min. . . Spare Parts
Std. Bore Dia/ Dimension (mm) Clamp Screw Wrench
Description @) | @
RILIGA|¢D| H |L1|L2| F = =
Ell
KITG?L 3525T-16 @ ® 35|25 |23 |220| 18 17.5 SB-4TR -
4532T-22 @ ® 45| 32 | 30 [250| 20 [22.5 - GS-50 - LW-3

- 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.

| Grooving %

M Applicable Inserts P [Carbon steel / Alloy steel| @ Claceiioation of
(TG insert will be switched to GBA © G6~G8) M |Stainless Steel asstlication ot usage
(mm) K |Castlron @: Continuous-Light Interruption /
™ N [Non-ferrous Metals 1st Choice
Description A T ¢d S [Titanium Alloys (): Continuous-Light Interruption /
2nd Choice
UEERL 9.525 3.18 45 H Hard materials (~40HRC) @: Continuous / 1st Choice
TG43_ 12.70 4.76 5.5 Hard materials (40HRC~), O: Continuous / 2nd Choice
Dimension (mm)| Cermet = %
Insert Description C lalol2|2 Applicable Toolholders § E
W B o |2 2§83 =
Handed Insert shows Right-hand re || f'_’ g <%
TG32%. 075 0.75 O
A 095 0.95 O
e, = 125 1.5 O
, ( 145 [1.45 2.0 |C0.1[0O KITGY. ...16 G55
=4 150 [1.50 o
_ 175 [1.75 O
TG32 type (Corner is Chamfered) 200 2.00 O
TG43%. 150 1.50 O
175 1.75 O
3502
ﬁ- 200 2.00 O
) 003 230 2.30 O
AL W 250 [2.50 O
1 “o| 265 |2.65 O
\" H sl 280 [2.80 4.0 | o [O KITG% ...22 G55
General (Square) 4‘ 300 300 ’ O
(Corner is R shape) T .
, 330 [3.30 O
350 3.50 O
400 4.00 5.0 O
7643 1yps 430 [430| °7 |04 |O
450 4.50 O
\ - Dimension B: shows available grooving depth.\ Recommended Cutting Conditions ® G98
* KITG will be switched to KIGBA.
* For applicable insert, TG insert will be switched to GBA.
Change Insert Grade TN60 for TN90.
There are various type of GBA insert grades available dependent on the user's cutting condition requirements.
* Check the corner-R(re) of the insert when changing.
@ : Std. ltem 'f_______ln_s_elrts_;r; _______ ]
O : Check Availabilit I . ) ]
. Y 3akas uHcTpymeHTa: http://steelcam.org { _ soldin10pieceboxes. | (355

8 (343) 382-52-03 | sales@sverla-ekb.ru



| Grooving %

|
G56 : sold in 10 piece boxes. | 3akas uHcTpymeHTa: http://steelcam.org

Internal Large Dia. Deep Grooving Toolholders [GH / GHU Insert] Top Clamp

M KIGH

" (Min. Cutting Dia.)

(Grooving Depth)

«Right-hand shown I =

® Toolholder Dimensions

i, Spare Parts

Dimension (mm)

Bore Dia Clamp |Clamp Bolt| Washer Spring Wrench

Description Std.
OA oD | H (L1 |[L2| F | T @/

KIGHR  4532B-4 ® (45 32 30[200] [282
5540B-4 ® |55 40 38|250| 27 [32.3 12
6550B-4 ® |65 50 48|300] 373 CaHAL
4532B5 ® (45 32(30(200 282
5540B-5 ® |55 40 | 38 |250| 27 [32.3 12 HHBX25 | W-6 | SP6 | LWS
6550B-5 ® |65 50 48|300] |37.3
5540B-7 ® (55 40 38(250| . [32.3
6550B-7 ® |65 50 | 48300 27 373 12 CGH-2L

- Dimension T shows the distance from the Toolholder to the cutting edge. For the available Grooving Depth (t), ref. to "List of Min. Available Cutting Diameter and Groove Depth".
- Dimension L2 depends on the width of the installed Insert.

® Rake Angle () after Installment of GH / GHU @ List of the Min. Cutting Diameter and Grooving Depth (Refer to Fig.A)
GHOOOO0-00 GHUOO-00 o . . )
" Insert Grades a Insert Grades Toolholder Description oD (Min. Cutting Dia.)
-5° | A65, A66N, PT600M KIGHR  4532B-O | ¢110 | ¢70 065 | 060 | ¢55 | ¢45
+5° TC40N 5 TN60 5540B-O $70 $60 $55
w| RIS s 65508-0 o5
KW10 Available Grooving Deptht(mm)] 12 [ 115 | 11 | 10 | 9 |under8
| App"cable Inserts i Ca@n steel /Alloy steel LJ Classification of usage
M |Stainless Steel (™)
(mm) K |CastIron @O 0o ?onéi:uous—Light Interruption /
- st Choice
Description g .II\_IO . Terrous Meals o (): Continuous-Light Interruption /
itanium Alloys @ 2nd Choice
SO ET RO 20 75 o [ IREEEED (~40HRC) (. @®: Continuous / 1st Choice
GHUOO-00 20 Hard materials (40HRC~) O | @ |O: Continuous / 2nd Choice
Dimension (mm) | Cermet §§ PVCE;‘;ZtEdCamide Ceramic
Insert Description ololZ2[2(R/2| |o|.,|=|=| Applicable Toolholders
w | o 2235888 =883
FIFElFGlal ¥~ <&
GH 4020-02 0.2 e O o |o KIGHR4532B-4
202005 | *° 05 | ee | o eeee KC 52203_4
4520-02 45 0.2 o
4520-05 : 05 ° 6550B-4
5020-02 5.0 0.2 e o |o
5020-05 ) 0.5 o0 o o000
el s 02 e KIGHR4532B-5
Ground Chipbreaker 5520-05 05 . 554OB-5
6020-02 6.0 0.2 e O o (o B-5
6020-05 : 0.5 o0 o o000 |0 6550B-
s 6520-02 6.5 0.2 [
E ? 6520-05 ) 0.5 (]
= E L Lfﬂ 7020-02 70 0.2 [ JL Ji®) [ ] [ ]
T 1=l [ 7020-05 ) 0.5 0O o o0 o
>l @ 7520-02 75 0.2 o KIGHR5540B-7
' 7520-05 ) 0.5 () 6550B-7
Ceramic Ceramic inserts 8020-02 8.0 0.2 e O o |o
ke 8020-05 ' 0.5 o0 o |@
& m‘% - -
:; ) g?@ GHU 40-20 4.0 025 |@ [ ) KIGHR...O0OOOB-4
-~ g""%w ¢ 50-20 50 | 0.30 @ °
‘/ o Prﬂ KIGHR...OOOOB-5
Mol;jed Chipbreaker * @ 60-20 60 030 . .

Recommended Cutting Conditions @ G98

_____________________

! Inserts are @ : Std. Item

O : Check Availability

8 (343) 382-52-03 | sales@sverla-ekb.ru



Internal Grooving Toolholders

M KIGM-V

Coolant Hole (¢6) oD

[ N

«Right-hand shown Exit hole of coolant
@ Toolholder Dimensions
Nin. Bore . . Width Spare Parts
Std. Dia. DIEEEn () W(mm) Clamp Screw Wrench

Description @)
RIL[6A|¢D| H [L1|L2| F | T MIN. [ MAX. E‘

KIGM?/. 2016B-3V ®® 20 | 16 | 15 |150| 25 [11.5/5.5 GS-50 ) LW-3
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 (8.5
4032B-4V  |@®®| 40| 32 | 29 |220] 50 23.5/11.0 401501 - | SBSTR) - | LTW-20 E@
[ Dimension T shows available grooving depth. | o
C
=
M Applicable Inserts P [Carbon steel/ Alloy steei — 8
pp (mm) M S;ﬂ?:s: :Teel oy stee 2 ; Classification of usage (%
Description L H K |CastIron @ | O |@: Continuous-Light Interruption /
- 1st Choice —
GMM3015...VU 155 g ?i?:n:i:;o::;\;l:tals o O Con!inulous-Light Interruption /
2nd Choice
LI BTl 20 43 H Hard materials (~40HRC) ol e o: Contintl.lous / 1st Choice
GMM5020...V[] Hard materials (40HRC~) O: Continuous / 2nd Choice
i d T |84 PVD |8
D|menS|On g 8;; Coated g
(mm) & |89 carbide |S
Insert Description (Previous Applicable
P Description) 8|8 R818|e Toolholders
Wilr @ MI|S § e =
Folaaa|X
: KIGM%. 2016B-3V
S = = GMM 3015-040V (GMM 3015-04V| 3.0 |04 | 23 0 ©® ® ® ® ® 2520B-3V
. 3225B-3V
s ] o
‘ | - Bgm 4020-040V 4020-04V| 40 0.4 | 3.3 |@ ® @ @ ® ® KIGM. 3225B-4V
Chip Gontrl ornted - 5020-080V 5020-08V| 5.0 | 0.8 | 4.2 |@ ©|® © ® ® 4032B-4V
i s re KIGM%. 2016B-3V
§ GMM 3015-150VR |GMM 3015-15VR| 3.0 | 15|23 @|® @ ©®® 2520B-3V
= L ] 3225B-3V
o Contol renes 1801;':9 4020-200VR 4020-20VR| 40 |20 | 33| |@ @ ® @ KIGMY. 3225B-4V
Rl g b g 5020-250VR 5020-25VR| 5.0 | 25 |42 | @ @ ®® 4032B-4V
R T ONVL Vs Which o ot o0 angl 16 16", et et 2ng of Recommended Cutting Conditions ® G101
the insert used for GMM4020-04 toolholder is 10°.
@ : Std. ltem :”_ T TT T _In_s_er_ts_ ;r; _______ :
3aka3s nHcTpymeHTa: http://steelcam.org { _ soldin10piece boxes. | (357

8 (343) 382-52-03 | sales@sverla-ekb.ru



Internal Grooving Toolholder / Internal Undercutting Toolholder

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

| Grooving %

\go
X \ F
‘ |
j
" A3
L1
«Right-hand shown
B KIGMU-8 (8mm-Width Insert / Large Internal Diameter Undercut Grooving)
kel SQ\ 1L
% | N
(@) L2 H )
L1
«Right-hand shown
@ Toolholder Dimensions
Min. . . Width Spare Parts
Std. Bore Dia. Bimensionimm) W(mm) | Clamp Bolt | Wrench
Description >
RILIoA|{oD| 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
KIGMUR 6540B-8 [ ] 65|40 |36(300/83 26| - (2.2 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. \
H P |Carb teel / Alloy steel vee as
H Applicable Inserts (mm) M s:inT:sz:eel e % g Classification of usage
Description K |[Cast Iron @ | O | @: Continuous-Light Interruption /
- 1st Choice
GMM8030-080MW g .Il\.‘;:n:j;:o::o'\::tals o ©: Continuous-Light Interruption /
- 2nd Choi
GMG8030-050MG 55 H Hard materials (~40HRC) ole o: Cnontinﬂgis/ 1st Choice
GMGA8030-400R Hard materials (40HRC~) O: Continuous / 2nd Choice
; ; 3|8, PVD |3 2
LTy £ 8% Coated g s %
. (mm) 829| carbide | S _ o £
Insert Description (Pt 10 Applicable 5 §
P Description) /8 2|8|8|2| Toolholders | o 2
W re | M |=|® g:’ g:’ 8:’ = 2 38
FElaaa|® o« :%
oy 8
NI GMM 8030-080MW GMM 8030-08 8.0 |08 |6.0 o000 e
Chip C&ngloalscgriented =2 _9 I 0
mi re
< "
=S GMG 8030050MG |GMG 8030-05MG| 8.0 | 0.5 | 6.0 |@ @ |@ @@ KIGMY 8 | o0
157/: — KIGMUR---8
Sharp-Cutting Oriented / I:t:a
Precision Class
Ground Chipbreaker
3
; GMGA 8030-400R |GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
Sharp-Cutting Oriented / Iiﬁ
Precision Class
Full-R / Copying

[ If using a full-R insert with KIGM-8 type toolholder, you need to modify the corner of insert adapter of toolholder.| Recommended Cutting Conditions @ G101

Inserts are

sold in 10 piece boxes.

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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Internal Large Dia. Deep Grooving Toolholders [GIA Insert]

B KGIA
9D
A =
bbb Integral Type ’ Fig.1
B \ SeparateType ( [)~  'Vo\| ———%+—F—— _ﬂ> Fig.2
N —
¢ Right-hand shown
® Toolholder Dimensions
Min, : : Spare Parts
Bore Dia. Dimension (mm) © | Clamp |Clamp Bolt| Spring Wrench
Description Std. '(§vj
OA|oD| H (L1 |L2| F | T a @/
KGIAR 3232B-3 @ | 32 | 32 30.4/200| 45 26.5 Fig.1
4332B-3 ® 43|32 301|200 - [26.3 10 Fiq.2 CGIA-3R
5140B-3 ® 514038250 - 130.3 '0-
3232B-4 ® | 32 | 32 |30.4/200| 45 [26.5 Fig.1 ) .
4332B-4 ® 43 /32|30|200 - 126.3 10 | CGIA-4R HHSX15 | SP-5 | LW-4 2
5140B-4 ® 514038250 - [30.3 '0- §
5640B-5 ® |56 |40 |38 |250| - [35.3 ] =
6650B-5 ® 66 50 48250 - 403 '° Fig2| CGIA-5R o
l- Dimension T shows available grooving depth. | I
@ Composition
3 Part Toolholder Blade Clamp Screw
pare Parts —
Type N2
Toolholder Description 4 é
Integral Type| KGIAR 3232B-3 - - - -
Separate 4332B-3 KGIAR32H | BGIAR43-3
Type 5140B-3 | KGIAR4OH |BGIAR51-3 SB-40140TR| FT-15
Integral Type 3232B-4 - - - -
Separate 4332B-4 KGIAR32H | BGIAR43-4
Type 5140B-4 | KGIAR4OH |BGIAR51-4 SB-40140TR|  FT-15
Separate 5640B-5 KGIAR40H | BGIAR56-5
Type 6650B-5 | KGIARS0H |BGIARG6-5 °0-40140TR|  FT-15
B Applicable Inserts hF/’I Semoonsee) Mloysen] : Classification of usage
K |[CastIron @: Continuous-Light Interruption /
N |Non-ferrous Metals ,,L\_éSt Ct)_hoice Lioht Int ion/
S Titanium AIons \,,».Zogg#qus— [o] nterruption
i EEEmEEEBEARE] O | O | antinui;z(saﬂstChoice
Hard materials (40HRC~), (: Continuous / 2nd Choice
Dimension (mm) § %
Insert Description 2, EQ Applicable Toolholders
Wi r|L|HZ2S8
- o
i o . GIA 30 3.0 |0.20 o0 KGIAR ---3
o af’@m 25
/ S Lt ] 40 4.0 |0.25 50 @ @ KGIAR ---4
-
Voided Chipbreater i20° 50 5.0 0.30 30 oo KGIAR ---5

Recommended Cutting Conditions @ G99

_____________________

] Inserts are
3akas uHcTpymeHTa: http://steelcam.org ' soldin 10 piece boxes.
8 (343) 382-52-03 | sales@sverla-ekb.ru
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Summary of Face Grooving s

M Face Grooving Dia. ¢D

Face grooving diameter (¢D) is the suitable
value for the initial grooving on the unprocessed |
workpiece (Ref. to Fig.1). ’ﬂtr

oD min
OD wmax

Fig.1

M Caution for Face Grooving
1) When face grooving, the suitable toolholder depends on the length of the boss

Interference between

Boss toolholder and boss Boss No interference between

/ / / toolholder and boss
= G ﬁ
G

2) Selection of Face Grooving Toolholder

| Grooving % n

o] Good

KFMSR

KFRGRIASOKTII00-4 KPS S04 K MERE IS -

n

AN

L

Shape of below Jaw Shape of below Jaw

Léﬂ Poor

Shape of below Jaw
KFMSR
T T T 2020K35504

Wider grooving (turning) should be

AR RLRRNY

- Example of usage for the

performed from the outside inwards face grooving toolholder.
3) Interference of Face Grooving Toolholder When face grooving,
e.g.) KFMSR2525M70100-4 KFMSR2525M70100-4 should
be between $70~¢100 for

grooving the outer diameter at
first. If the workpiece is
machined at a diameter ¢$100
or ¢$70, the jaw of toolholder
interferes with the workpiece.

| Interference under ¢70

Interference
more than

G60 3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru



B Small Dia. Face Grooving ¢6~

M Small Dia. Face Grooving ¢8~

A ]

B Small Dia. Face Grooving ¢5~, (68~

Type STW
Min. Face Groove Dia. $6
Edge Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~-3.0
Ref. to Page G68
Type S..-STW
Min. Face Groove Dia. 06 Twin-Bars
Edge Width (mm) 0.5~2.0 for Horizontal type
Grooving Depth (mm) 1.0~-3.0
Ref. to Page G68
Type STWS
Min. Face Groove Dia. $6
Edge Width (mm) 0.5~2.0
Grooving Depth (mm) 1.0~-3.0
Ref. to Page G69 Twin-Bars
for vertical type
Type GFVS-AA
Min. Face Groove Dia. 08
Edge Width (mm) 1.0~-3.0
Grooving Depth (mm) 22
Ref. to Page G84
Type GFVT-AA
Min. Face Groove Dia. 08 Ground Chipbreaker
Edge Width (mm) 1.0~-3.0
Grooving Depth (mm) 22
Ref. to Page G84
-
Type EZFG
Min. Face Groove Dia. 05,06,068 . ._—
Edge Width (mm) 1.0~3.0
Grooving Depth (mm) 1.5~3.0 EZ Bars
Ref. to Page G64 L
p
Type VNFG
Min. Face Groove Dia. 08 J v
Edge Width (mm) 1.0~3.0 x
Grooving Depth (mm) 2.0~-3.0 System Tip-Bars
Ref. to Page G66 L
p
Type HPFG
Min. Face Groove Dia. 08 o o —
Edge Width (mm) 1.0~3.0
Grooving Depth (mm) 2.0~-3.0 2-Edge Tip-Bars
Ref. to Page G67

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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| Grooving % n

G62

Summary of Face Grooving

7

M Face Grooving ¢20~

P

Molded
Chipbreaker

Type KFTB
Min. Face Groove Dia. 065~9250
Edge Width (mm) 4.0~5.0
Grooving Depth (mm) 25~38
Ref. to Page G95
-

Ground Chipbreaker  Ground Chipbreaker

Type GFVS
Min. Face Groove Dia. 035~9150
Edge Width (mm) 2.5~6.0
Grooving Depth (mm) 4.6~8.1
Ref. to Page G88

Full-R
Type GFV
Min. Face Groove Dia. $20~9150
Edge Width (mm) 2.0~6.0
Grooving Depth (mm) 2.2~8.1
Ref. to Page G86

B KGDF Face Grooving $25~(G70~G83)

Ground Chipbreaker

-

Ground Chipbreaker

Full-R
Type GFVT
Min. Face Groove Dia. 035~9150
Edge Width (mm) 2.5~6.0
Grooving Depth (mm) 4.6~8.1
Ref. to Page G838
Type KGDF-Z
Min. Face Groove Dia. 050
Edge Width (mm) 3.0~5.0
Grooving Depth (mm) 15
Ref. to Page G78
Type *KGDF *The separate type
Min. Face Groove Dia. 025 toolholders_can _accept :_=1II
Edge Width (mm) 2.0-6.0 o Hiheirhand s
Grooving Depth (mm) 6~32
Ref. to Page G74

(Grooving and Turning Deep grooving and Turning

High Feed Rate

PR A

3akas nHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru



M Face Grooving & Turning $25~

M Face Grooving ¢35~

Type KFMS
Min. Face Groove Dia. 025~9235
Edge Width (mm) 3.0~6.0
Grooving Depth (mm) 13~32
Ref. to Page G92
Molded
Chipbreaker
Type KFMS-8
Min. Face Groove Dia. 054~9155
Edge Width (mm) 8.0
Grooving Depth (mm) 25
Ref. to Page G94

/

-

7

Molded Chipbreaker Ground Chipbreaker Molded Chipbreaker

Full-R

Type GIFV
Min. Face Groove Dia. $35~950
Edge Width (mm) 2.0-~6.0
Grooving Depth (mm) 2.2~8.1
Ref. to Page G96

Ground Chipbreaker  Ground Chipbreaker

Full-R

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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Small Diameter Face Grooving EZ Bars

B EZFG
T
& N e &Q/
& = 3 @
. 37 wi=| &/ Lo ‘
= € U
| B 15—
L3
' W ‘H\ 307
= ‘ ~—T|
Detail of edge
*Right-hand shown
® Dimensions
L Min. Face Groove Dia. Dimension (mm) MEGACOAT | Applicable
Description S|
0A W2 re [ 6D | H |1 |L2]LB]F | T PR1225 eeves
EZFGR 050040-100 1.0 £0.013 1.5 o
050040-150 5 15 1 0.05 4 | 38 |45.0| 12 | 54 | 19 50 ° EZH040..
EZFGR 060050-100 1.0 oo 1.5 [ J
p%a 060050-150 6 15 005 | 5 | 48 532 15 | 6.9 | 24 | 25 o EZH050..
060050-200 2.0 3.0 ®
> EZFGR 080070-100 1.0 2.0 [ J
= 080070-150 1.5 0013 2.5 o
Q —_— 7 . 42| 2 7 4 EZH070..
g 080070-200 8 20 | 005 6816 51793 30 ° 070
080070-300 3.0 ' o
=== |. Dimension T shows available grooving depth. |
4 Recommended Cutting Conditions
Recommended
Insert Grades | EZFGR050040-100 | EZFGR050040-150
) ) (Cutting Speed Vc: m/min) | EZFGR060050-100 | EZFGR060050-150 | EZFGR060050-200
Workpiece Material EZFGR080070-100 | EZFGR080070-150 | EZFGR080070-200 | EZFGR080070-300| Remarks
MEGACOAT
PR1225 f (mm/rev)
Carbon steel / Alloy steel 30500 ~0.02 ~0.03 ~0.04 ~0.05
Coolant
Stainless Steel 30“}'80 ~0.01 ~0.02 ~0.02 ~0.03
*: 1st Recommendation
¢ Inserts Identification System
EZ FG R 050 040 - 100
] T | I
——— I |
Symbol of EZ Bars Applications Insert Hand Min. Bore Dia. Shank Dia. Width
FG: Face Grooving R: Right-hand 050 : 5mm 040 : 4mm 100 : 1.0mm
060 : 6mm 050 : 5mm 150 :1.5mm
080 : 8mm 070 : 7mm 200:2.0mm
300 : 3.0mm
A _Ez_ é;r; e 7T : @ : Std. Item
G64 ' _ sodinipieceboxes. 3akas uHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru



® Applicable Sleeve

Sleeve Applicable Insert for Internal Face Grooving
EZH-CT EZH-HP EZH-ST Sleeve Shank | Applicable Machine
ittt || Gl IR D C g 575 ® F-2 7 Shark Dia EZFG HPFG Dia. Manufacturer
@ F20 ® F22 6D1(mm) 6D(mm)
EZH 04012ST-80 EZFGR ...040-... - 4
- - 05012ST-80 12 |EZFGR...050-... - 5 (General purpose)
07012ST-80 EZFGR ...070-... HPFG%. 0807-... 7
EZH 04016HP-100 |EZH 04016ST-100 EZFGR ...040-... - 4
- 05016HP-100 05016ST-100 16 |EZFGR...050-... - 5 (General purpose)
07016HP-100 07016ST-100 EZFGR ...070-...| HPFG". 0807-... 7
EZH 04019CT-120 |EZH 04019HP-120 |EZH 04019ST-120 EZFGR ...040-... - 4
05019CT-120 05019HP-120 05019ST-120 19.05 |EZFGR ...050-... - 5 Citizen Machinery
07019CT-120 07019HP-120 07019ST-120 EZFGR ...070-... HPFG%. 0807-... 7
EZH 04020CT-120 |EZH 04020HP-120 |EZH 04020ST-120 EZFGR ...040-... - 4
Amada Machine Tools / Eguro /
05020CT-120 05020HP-120 05020ST-120 20 |EZFGR...050-... - 5 Tsugami / Citizen Machinery /
(General purpose) @
07020CT-120 07020HP-120 07020ST-120 EZFGR ...070-... HPFG". 0807-... 7
EZH 04022CT-135 |EZH 04022HP-135 |EZH 04022ST-135 EZFGR ...040-... - 4 =y
05022CT-135 05022HP-135 05022ST-135 | 22 |EZFGR...050-.. - 5 ariiorones ;a?'n‘?m“ra -
07022CT-135 07022HP-135 07022ST-135 EZFGR ...070-... HPFG%. 0807-... 7 S
EZH 04025.0CT-135 | EZH 04025.0HP-135 EZH 04025.0ST-135 EZFGR ...040-... - 4 —
Amada Machine Tools / Eguro /
05025.0CT-135 05025.0HP-135 05025.0ST-135| 25 |EZFGR...050-... - 5 Tsugami / Citizen Machinery /
(General purpose)
07025.0CT-135 07025.0HP-135 07025.0ST-135 EZFGR ...070-... HPFG%. 0807-... 7
EZH 04025.4CT-120 |[EZH 04025.4HP-120| EZH 04025.4ST-120 EZFGR ...040-... - 4
05025.4CT-120 05025.4HP-120 05025.4ST-120 | 25.4 |EZFGR ...050-... - 5 Citizen Machinery
07025.4CT-120 07025.4HP-120 07025.4ST-120 EZFGR ...070-... HPFG%. 0807-... 7

- Choose sleeves (¢d1) to meet with ¢D dimension of EZ Bars.
- Adjustment Pin cannot be installed to EZH-ST Sleeves. To adjust overhang of the bar, please use EZH-CT/HP sleeves.

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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| Grooving %

System Tip-Bars for Small Dia. Internal Face Grooving

B VNFG (System Tip-Bars)

L2 1

h—
%

&
' 7{ L1
% (NB=0") 25?&

¢ Right-hand shown

08

©® Dimensions Classification of P | Carbon steel / Alloy steel | @ O
usage M | Stainless Steel [ ) O
@: Continuous / st Choice | K| Castlron [ )
O: Continuous / 2nd Choice | N | Non-ferrous Metals O @
S Titanium Alloys Ol @
H Hard materials (~40HRC) | () O
Hard materials (40HRC~)
Face MEGA | |3
Grooving Dia. Dimension (mm) PVD 2 | PCD
oA COAT = Ref. to Page
Description = — o | forApplicable
8 Q12/8|5| Toolholders
MIN. [MAX.| W= | rg H L1 L2 F T |~ 2l=|aa
o £ clala
o Y | X
VNFGR 0810-10 1.0 50 ([ ® o
0820-10 8 - 20 |005| 39 |296| 10 | 7.3 ) o o o F28
0830-10 0) | (o) 3.0 30 | @ ( 2N J F29
VNFGR 0820-10NB 2.0 2.0 MTO|MTO
0830-10NB 3.0 0.05| 39 /296 10 | 7.3 3.0 MTO|MTO
[~ Dimension T shows available grooving depth. | - Face grooving diameter ¢A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
¢ Recommended Cutting Conditions
Recommended Insert Grades (Cuting Speed Ve: mimin)
MEGACOAT PVD Carbide G a a
Workpiece Material i S o VNFG0810] VNFG0820) VNFGO830 Remarks
N 8 <
o (C E
o f (mm/rev)
Carbon steel / Alloy steel |, * | % ~0.02 ~0.04 ~0.05
Stainless Steel 30080 3050 ~0.01 ~0.02 ~0.03 |Coolant
Non-ferrous Metals N;O ~0.04 ~0.06 ~0.08
*: 1st Recommendation +r: 2nd Recommendation
""""""""""""""""""""""" @ : Std. Item

System Tip-Bars are

soldin5piece boxes. | { soldind:piese boxesipymeHTa: hitp:/steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru

MTO : Made to order



Tip-Bars for Internal Face Grooving HPFG / PSFG-S

B HPFG Face Grooving (Small Dia.)

Applicable Sleeves @ F25
T
) % <—>-r QV‘ T H ¢&0
7 2 %L @/ & { Pt )
. w Y e e
= I Detail of edge —— il
2 R st L7 ‘
2 2
— W L3
« Right-hand shown @
@ Dimensions
Face Grooving Dia. : . Insert Grades
Dimension (mm) - -
Description oA PVD C;?;Z(;(C))arblde C:‘;\t;;c:)e
MIN. | MAX. |W=003| rg oD H L1 L2 L3 F T R 3 R 0
HPFG". 0807-10 8 1 w o [ J (]
0807-20 °° 2 27 62| 80 | 25 | 85 | 6.9 o o (
0807-30 3 [ J o (
‘- Dimension T shows available grooving depth. ‘ - Face grooving diameter A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
4 Recommended Cutting Conditions
R e e e radeS | HPFGY. HPFG, HPFG.
Workpiece Material [PvD Coated Carbide]  Carbide 0807-10 0807-20 0807-30 Remarks
PR930 KW10 f (mm/rev) o
C
Carbon steel / Alloy steel 302\1'00 ~0.02 ~0.04 ~0.05 'g
o
Stainless Steel %0 ~0.01 ~0.02 ~0.03 Coolant o
Non-ferrous Metals ~e¥)o ~0.04 ~0.06 ~0.08
*: 1st Recommendation
B PSFG-S (Tip-Bars) This insert will be switched to EZFG.
oA T <~He D
PN . " =\ N I y T ]
%g-- PR = g
7 7 2° e = I ) v .
Q L | : 15 A Qoréz L2 -~ Ly |
1% % L3
-~ 1
15° 1
4 |
¢ Right-hand shown sLG"
Face PVD g
Grooving Dia. Dimension (mm) Coated |2 Ref. to
- oA Carbide|S|  Page for
Description f
=3 =) Applicable
MIN. | MAX.| W=0% | re | ¢D H L1 L2 | L3 F T |2 =| Sleeves
o 4
PSFG?. 0810-20S 8 - 1.0 A AN
0820-20S ©) | (=) 20 |005| 68 | 6.2 | 80 |255| 7 34 | 20 (A AN F82
0830-20S 3.0 A AN
“ Dimension T shows available grooving depth. ‘ - Face grooving diameter A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
4 Recommended Cutting Conditions
Recommended Insert Grades
Workoi M ial (Cutting Speed Vc: m/min) PSFG%.0810 PSFGR.0820 | PSFG?.0830
orkpiece Matenial oun e o carbide | carbide Remarks
PR930 KW10 f (mm/rev)
Carbon steel / Alloy steel 000 ~0.02 ~0.04 ~0.05
Stainless Steel 30‘580 ~0.01 ~0.02 ~0.03 Coolant
Non-ferrous Metals ~,:(')0 ~0.04 ~0.06 ~0.08
*: 1st Recommendation
®:Std.jftem
A : Will be switched to new item (Check Availability) : '_I'ip-Be_lrs i :
3akas uHcTpymeHTa: http://steelcam.org | soldinipieceboxes. | (367

8 (343) 382-52-03 | sales@sverla-ekb.ru



Small Dia. Face Grooving (Twin-Bars)

B TWFG (Horizontal type)
Face Grooving] ) Angle [nsert Grades
Dia. Dimension (mm) o PVDCoated B
D it oA () | Cartide =
escription R 2
MIN. [MAX., W re B o |2 =
o ¥
o
. |TWFGL 050 0.5 1.0 1.5° [ ) [ J
080 0.8 1.5 e [ )
100 | 5|, | 1.0 o o
125 0 1.25 | 0.05 | 2.2 [ J [ J
150 |0 () 15 > @ |®
«Left-hand shown % ;g 3.0 : :
- Dimension B: shows available grooving depth.\ - Face grooving diameter ¢A MIN. (0) means that you can make the initial groove within MIN. ~ MAX. and then widen it to the center.
B STW (Square Shank for Horizontal type) (For right-hand toolholder for boring, ref. to page F32.)
T
T I
1l _ @ [l b
® I QT i (%)
L1 Fig.1 L1 L3 Fig.2
T ] I —
* I T I q

« Left-hand shown N

® Toolholder Dimensions

(o))
=

>

o

(€]

S
(©)

—

Dimension (mm) Spare Parts
. Clamp Screw Wrench Fpliese (R
DEETae ® W B [L1]12| L3 |F1|F2| T |Fa "™ / © Ges
STWL 1010F-15 ® [10]10 85 10
1212F-15 @® 1212 ) 12 Fig.1
1212K-15 @® 1212 12 ’
1616K-15 ® (1616125 ° 61 " 3 - SB-3080TR LTW-10S TWFGLOOO
2020K-15 ® 20|20 o5 25 )
2525M-15 @ 2525150 32 Fig.2
‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert. ‘
| S..'STW (Round Shank for Horizontal type) (For right-hand toolholder for boring, ref. to page F32.)
S TL*
,l:‘,, — &\
[ —
A _
I
«Left-hand shown Fig.2
® Toolholder Dimensions
Dimension (mm) Spare Parts
. Clamp Screw Wrench FaleEsts lsars
BEselktion & |[oD1|oD2| H |L1|L2|L3|T Draing \&4 / @ G68
S12F- STWL15 o 12 11180
S14H- STWL15 [ ] 14 13100 )
S15F-  STWL15 ® e O [ g 22° Fig 1
S16F- STWL15 ® | 16 18
S19G- STWL15 [ J 19.05/18.5| 17 920
S19K- STWL15 [ J ) ) 120 SB-3080TR LTW-10S TWFGLOOO
S20G- STWL15 o 20 1195/ 18 90
S20K- STWL15 [ ] ) 120 - |8 Fig.2
S22K- STWL15 ® | 22 |121.5]/20/125
§25.0J- STWL15 ® | 25 |245|23|110| 22
S25K- STWL15 @® [25.4| 25 | 23120

\ - Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert.

_____________________

Twin-Bars are :
___soldinb5piece boxes. | 3akas nHctpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru

@ : Std. Item



M TWFGT (Vertical type)

Face Insert Grades

Grooving Dia| Dimension (mm) Anglepvchated kS

I oA ) | catice | &

Description o =

MNJMAX| W | re | B | & |2| [

s 7

TWFGTR 050 0.5 1.0 150 o [ )

080 0.8 1.5 ~ e [ )

Y/ 100 | g | 0| 1.0 o ()
125 1.25 | 0.05| 2.2 [ ) [ )
16 150 |(0)|(=)[ 15 2 @ | ®
« Right-hand shown ;gg ;g 3.0 : :

- Dimension B: shows available grooving depth. |

- Face grooving diameter oA MIN. (0) means that you can make the initial groove

B STWS (Square Shank for vertical type : L-shape)

=

ithin MIN. ~ MAX. and then widen it to the center.

20

| Grooving %

m I]
8 . ! ]
- |
L2 L1
|1
< ! r]
I *
« Right-hand shown :
® Toolholder Dimensions
Dimension (mm) Spare Parts
; Qe See | WD | g e e
Description & |Hh| B | L1 | 2|3 |F1|F2| T |F3 a9 D / & G69
STWSR 1010JX-15T ® 10]10 16 10| 9
1212JX-15T @ (1212120 | 12| 7
1616JX-15T ® 16|16 20| - |16/ 3 |3 | - | - SB-3080TR LTW-10S |TWFGTROOO
STWSR 1010F-15T ® 10]10 85| 16 10| 9
1212F-15T @® 1212 12| 7
‘ - Dimension T shows the distance from the Toolholder to the cutting edge. Available Groove Depth: "B" Dimension of Insert.
¢ Recommended Cutting Conditions (TWFG / TWFGT)
Recommended TWFGL050
Insert Grades TWFGLO080 TWFGL125 TWFGL180
) (Cutting Speed Vc: m/min)|  TWFGL100 TWFGL150 TWFGL200
MIORAIEEE Coated TWFGTR050 | TWFGTR125 | TWFGTR180 |Remarks
Material Canige | Carbide | TWFGTRO80 | TWFGTR150 | TWFGTR200
aroide TWFGTR100
PR1025 | KW10 f (mm/rev)
*
Carbon steel / Alloy steel 30100 ~0.02 ~0.03 ~0.04
Stainless Steel 5 O’fs 0 ~0.01 ~0.02 ~0.02 Coolant
Non-ferrous Metals ~3’;0 ~0.03 ~0.04 ~0.06
*: 1st Recommendation
®:5t fem T Twimsasae
3akas nHctpymeHTa: http://steelcam.org |____soldin5 piece boxes.

8 (343) 382-52-03 | sales@sverla-ekb.ru



KGDF Face Grooving

7

M Features

@ Separate type toolholder (toolholder + blade) and Integral type toolholder are available.
Adaptable to a wide range of face grooving applications by changing blades

\ Separate type toolholder

® New insert clamping system "W Grip"
Unique "W Grip" (insert anti-slip structure) provides stable machining quality
1) Prevents abnormal machining surface and / or insert breakage resulting from

slip of insert.

2) Improves repetitive installation accuracy of insert
GDFM and GDFMS inserts are not applicable to KGD external grooving and cut-off toolholders.

-Toolholder

Top and bottom profiles
of the part gripped

Toolholder

W Grip technology

® Smooth chip control
For general purpose GM Chipbreaker. For high feed grooving GH Chipbreaker, For deep grooving DM Chipbreaker

i3

B Advantages of Chipbreaker

(@]
% ’ For general purpose GIM Chipbreaker ’ For high feed grooving GH Chipbreaker ‘ ‘ For deep grooving DM Chipbreaker
o
(% - Smooth surface from - Gradually raised surface. - Concave part in middle . Concave part in middle
cutting edge to the far side Keeps curling of chips in . Dots jutted out center side Control chips upward. Inflated inner surface Enhances breaking of chips.
— Enhancg © ll)reakm.g of ch|p§ gonstant shape Changes chip shape smoothly. Enhances breaking of
apd malntalns their evacuation Good chip control during chips and maintains
Rl el s J’- shoulder grooving. their evacuation Ea_/
\ direction constant.
> - Slope portion \
3 Constantly curled chips.
\ - Flat cutting edge line [
Improves chip control. s h surt. -
) . ' - Smooth surface up to the
- Negative cutting edge line far side standing w’;”
Improvement of strong edge. i
- Steep surface near the cutting edge Reduges C”m’_‘g force, en.han.ces
Good chip control during shoulder grooving. bhreakmg of chips and maintains
their evacuation in constant
- -
- Curved lead edge
Keeps chips in constant shape.
B Chip Control of GM Chipbreaker
<Cutting Conditions>
Vc=150m/min f=0.05~0.2mm/rev GDFM5020N-040GM SCM415 Wet
@ Face Grooving($62) @ Side Grooving ® Turning
» - — T L] T - sl "‘_ﬁ ."I".'L"'
o i € gy [ R Y 2 0.8 | mabwt T
i1 3 N % 1.0 | N ?:., | e _ |~ i :'n:-t
% & L T2 € [ |
S L) Qe L £ 05 o=
S P a e — b
0.08 0.1 =05 i 4 s © ,‘:.- e
Feed Rate f (mm/rev) .g et 3 T iR 0.2 L m_ﬁ:\ ‘:
§ L7 el E
0.1 0.15 0.2 0.05 0.1 0.15
Feed Rate f (mm/rev) Feed Rate f (mm/rev)
M High precision edge preparation
High precision molding technology with tolerance +0.03mm (Edge width 2, 3, 4mm types)
M Highly-reputed MEGACOAT technology
Long tool life and high efficiency machining achieved by superior oxidation resistance and wear resistance.
G70 3akas nHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru



. GDFM / GDFMS Classification of usage P Car.bon steel / Alloy steel [ ] o @) g
M |Stainless Steel [ ® 2
K |[Cast Iron Py =
@ : Continuous-Light Interruption / 1st Choice N |Non-ferrous Metals e
() Continuous-Light Interruption / 2nd Choice: (WS IS ieamm Alloys 2
@: Continuous / 1st Choice Hard materials (~40HRC) %
O: Continuous / 2nd Choice H Hard materials (40HRC~) %—
Dimension (mm) Cermet| MEGACOAT “§
[+
Insert Description W o | R |2 | %
o e M| L|[H| S| 8|82
Tolerance F | E | E| &
GDFM 2020N-020GM | 2.0 02 | 15 39 | @ o [ J
= 3020N-030GM | 3.0 |+0.03| 0.3 | 2.3 [ J ([ J (
5 4020N-040GM | 4.0 NEE o oo
E 5020N-040GM ' 20 o o | o
o ——————— 50 4.2 4.3
3 &Y 5020N-080GM 0.04 0.8 e (o o
< +0.
© 6020N-040GM 0.4 [ J ] [ J
—— 6.0 5.2
2-edge «ZD 6020N-080GM 0.8 e o o
E &S GDFM 4020N-040GH | 4.0 |+0.03 3.3 o o
5 . 0.4
= K o 5020N-040GH o [ J
E L . 5020N-080GH 0.04 0.8 20 | 4.3 ® o G74
2 T +0. ]
5 s i 6020N-040GH 0.4 e o aso| 2
§ —————1 6.0 5.2 5
j= 2-edge 6020N-080GH 0.8 [ I ) o
(O]
GDFM 3020N-030DM | 3.0 0.03 03 | 23 [ J ([ J [ J
+0. I
2 4020N-040DM | 4.0 33| .l ®l @@
5 5020N-040DM | 5.0 04 | 42 e | e | @
= e 20,04
) 2-edge ! 6020N-040DM | 6.0 5.2 e o o
£ ] : GDFMS 3020N-030DM | 30 | |03 | 23 o oo
] —= +0.
5 ===} 4020N-040DM | 4.0 3.3 o o o
3 = N 20 | 43 —F—t+—
a i 5020N-040DM | 5.0 0.04 04 | 42 o ( J o
+0.
t-edge N R 6020N-040DM | 6.0 5.2 o o | o

Recommended Cutting Conditions @ G82

@ Inserts Identification System

GDF| M| S |30/20/[N|-030| DM

I Series | Tolerance Symbol| | No. of edge Width |Insert Length| |Hand of Tool Corner-R (re) Chipbreaker Symbol
M: Class M| (Without Indication) : 20 :2mm | 20 : 20mm N: Neutral 020 : 0.2mm GM : Grooving and Turning
2-edge 30:3mm 030 : 0.3mm DM : Grooving
§:edge : 040:0.4mm | |GH: Highieed grooving

® Chipbreaker Selection

Narrow groove Narrow groove
([Plunge miling) [ Turning ) ((Punge miling } ([ Turning )

General purpose GM  For high feed grooving GH

General purpose GM

For deep grooving DM For high feed grooving GH

General purpose GM

or or

Tough Edge Low Cutting Force Tough Edge

* If chip control is not stable when using the general GM chipbreaker for grooving, change the chipbreaker to
the DM chipbreaker for deep grooving or GH chipbreaker for high feed grooving.

@ : Std. ltem fTTmmmTmmosoooooooooo |
i . Insert_s are 1
3akas nHcTpymeHTa: http://steelcam.org ' sold in 10 piece boxes. | (371

8 (343) 382-52-03 | sales@sverla-ekb.ru



Face Grooving Toolholders (Separate type)/

B KGDF

¢ Toolholder Assembly Identification

Unit Description
(Unit Description is not printed.)

Blade

(Blade Description is printed.)

Left-hand : KGDFL...S

Left-hand : KGDFL...-C

« Left-hand shown

-

Right-hand : KGDFR...S

« Right-hand shown

-

« Left-hand shown

Right-hand : KGDFR...-C

* Right-hand shown

- Right-hand Blade for Left-hand Toolholder, Left-hand Blade for Right-hand Toolholder.

- The Unit Description is not printed on the product. It is printed on the box label.

- Combination of the toolholder and blade (both separately sold) can make up the corresponding assembly.
- The insert clamping bolt (BH6x10TR), blade fixing bolt (SB-60120TR) and wrench (LTW-25) which are included in the toolholder can be used.

| Grooving %

Clamp Bolt Clamp Bolt
(for Insert Clamp)| (for Blade) W
@)
E
BH6X10TR SB-60120TR LTW-25

@ Face Grooving Toolholder Assembly Identification System

+

+

Toolholder

(Toolholder Description is printed.)

Right-hand : KGDR...-C

« Right-hand shown

Left-hand : KGDL...-C

« Left-hand shown

G72

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru

Hand of unit Toolholder shank size| |Toolholder Length Width Symbol of assembly toolholder
R: Right-hand 2020 : [[]20 X: Special 2 :2mm S : indicates the unit description
3 :3mm
L : Left-hand 2525 :[125 :
I |
1 1 I
KGDF ||R|12020| [ X|| 25 |-| 3 |[A|| S
I ] 1
1
Series Min. diameter in face grooving |, For the minimum external diameter Grooving Depth
KGDF Indicates the minimum external diameter | which can be applied to the initial A 6~13mm 2-edge insert
Face Grooving suitable for the initial face grooving. face grooving (you can also use B :13~15mm (1-edge insert can also be used.)
- 1-edge insert), see the MIN. value of -
25:25mm "Face Grooving Dia. ¢D" in the 8 : 5(2)~25mm 1-edge insert
dimension tables of toolholders and s oemm
) blades.
235 :235mm




#Face Grooving Dia. ¢D

Face grooving diameter (¢D) is the suitable value for

the initial grooving on the unprocessed workpiece [

(Ref. to Fig.1). ,ﬂtr
Then, you can widen it up to the center towards the =f

inside (excluding the models listed in the right table) [ — E Dé
and towards the outside according to machine limits. < 3

Fig.1

¢ Limit of Turning toward Center
Turning towards the Center causes the toolholder to interfere with the groove wall depending on the initial cut's diameter.

| o5 | 26 | 27 |22
over
Description od
¢d KGDF%. 2020X25-3AS 4 o 0 -
2525X25-3AS 3
KGDFY. 2020X25-4AS | _ | _ | 5 -
2525X25-4AS :% g
R
Interference KGDF?. 2020X25-5AS 7 4 1 qE) 8
2525X25-5AS o G
Remaining Boss Dia.od | KGDF?. 2020X25-6AS =
2525x25-6A | ° | 4 | T | ° —
e.g.)
If a groove of external diameter ¢25 is created using KGDFR2020X25-3AS
and turning is made toward the inside, a 4 portion will be left in middle due
to interference of toolholder.
3akas nHcTpymeHTa: http://steelcam.org G73
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Face Grooving Toolholders (Separate type)

B KGDF

| —

L1

H

« Right-hand shown

(Right-hand Blade and Left-hand Toolholder)

H1

¢ Left-hand shown
(Left-hand Blade and Right-hand Toolholder)

® Toolholder Dimensions

| Grooving %

= |E
o|E E E| Face
2| €| = | 8| Groovin i inti ) .
g g % o 9 Unit Description Std. Blade Description Toolh.old.er Dimension (mm)
x = D | = 1. (Standard Stock @Gs1 Description
% g é 8| oD (mm) Description) @G23
& | 8| MmN [maAx. R|L Hi=h |H2| H3 | B [L1|L2|F1 [T
25 | 30 |[KGDFR 2020X25-2AS | @ | - |[KGDFR -25-2A-C
30 | 35 2020X30-2AS | @ | - -30-2A-C
35 | 45 2020X35-2AS | @ | - -35-2A-C
6 | 45 | 60 2020X45-2AS | @ | - -45-2A-C 115/ 33 6
60 | 80 2020X60-2AS | @ | - -60-2A-C
80 | 100 2020X80-2AS | @ | - -80-2A-C
100 | 130 2020X100-2AS | @ | - -100-2A-C |
J20 131 25 | 30 252B-C | KGDL2020-C | 20 |12|11.6/20 118 36 24.517
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 No unit description mp -45-2B-C
15 60 | 80 60-2BC | 120| 38 15
80 | 100 -80-2B-C
100 | 130 -100-2B-C
25 | 30 |[KGDFR 2525X25-2AS | @ | - |KGDFR -25-2A-C
30 | 35 2525X30-2AS | @ | - -30-2A-C
35 | 45 2525X35-2AS | @ | - -35-2A-C
6 | 45 | 60 2525X45-2AS | @ | - -45-2A-C 140 33 6
60 | 80 2525X60-2AS | @ | - -60-2A-C
80 | 100 2525X80-2AS | @ | - -80-2A-C
0°| 2 | 025 o0 180 29200 RS @ | - 02AC | KGDL2525-C | 25 | 7 (11625 r1o=20.5
30 [ 35 -30-2B-C ]
35 | 45 -35-2B-C
45 | 60 No unit description =y -45-2B-C
15 60 | 80 60-2BC | 145/ 38 15
80 | 100 -80-2B-C
100 | 130 -100-2B-C
25 | 30 KGDFR -25-2A-C
30 | 35 -30-2A-C
35 | 45 -35-2A-C
6| 45 | 60 -45-2A-C 160 33 6
60 | 80 -60-2A-C
80 | 100 -80-2A-C
100 | 130 . . -100-2A-C
032 131 25 | 30 No unit description mp 25-2B-C KGDL3232-C | 32 | - |11.6/32 16336 36.517
30 | 35 -30-2B-C
35 | 45 -35-2B-C
45 | 60 -45-2B-C
15 60 1 80 602BC | 165 38 15
80 | 100 -80-2B-C
100 | 130 -100-2B-C

Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.
2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of
groove made by the 2-edge insert will be 18 mm.)

G74

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru

Applicable Inserts & G71
@ : Std. Item



@ Toolholder Dimensions

o|E E E Face
=) S |5 ; . .
< § 8 |s Grg(i);/mg Unit Description Std. Blade Description Toolhf)lqer Dimension (mm)
x = : (Standard Stock @G81 Description
S|5| < | 8] ¢D(mm) Description) ®G23
52|83
@ | 2 | MIN. |MAX R|L Hi=h |[H2| H3 | B |[L1|L2| F1 | T
25 | 30 | KGDF?. 2020X25-3AS | @ | @ | KGDF?. -25-3A-C
13| 30 | 40 2020X30-3AS (@ | ©® -30-3A-C 118 36 13
40 | 50 2020X40-3AS (@ | ©® -40-3A-C |
50 | 65 2020X50-3BS (@ | @ -50-3B-C
15 65 | 85 2020X65-3BS (@ | @ -65-3B-C 120/ 38 15
[J20 85 (110 2020X85-3BS (@ | @ -85-3B-C KGD':2020-C | 20 [12(11.6/20 24.5
110|145 2020X110-3BS @ | @ -110-3B-C L
50 | 65 2020X50-3CS | @ | @ -50-3C-C
2265 | 85 2020X65-3CS_| @ | ® -65-3C-C 127145122
85 [110 2020X85-3CS (@ | ©® -85-3C-C
25 410145 2020X110-3CS | @ | ® -110-3C-C 15048| |25
25 | 30 | KGDF?L. 2525X25-3AS | @ | @ | KGDF?. -25-3A-C
13| 30 | 40 2525X30-3AS (@ | @ -30-3A-C 143 36 13
40 | 50 2525X40-3AS | @ | @ -40-3A-C L
50 | 65 2525X50-3BS (@ | @ -50-3B-C
15 65 | 85 2525X65-3BS (@ | @ -65-3B-C 145 38 15
0°| 3 |J25 85 [ 110 2525X85-3BS | @ | @ -85-3B-C KGD':2525-C | 25 7 11.6/25 29.5
110 | 145 2525X110-3BS (@ | @ -110-3B-C |
50 | 65 2525X50-3CS (@ | @ -50-3C-C
2265 [ 85 2525X65-3CS | @ | @ -65-3C-C 15245] |22 E@
85 [ 110 2525X85-3CS (@ | @ -85-3C-C
25410 145 2525X110-3CS | @ | @ -110-3C-C 15548 12%] o
25 | 30 KGDF?. -25-3A-C =
13| 30 | 40 -30-3A-C 163 36 13 8
40 | 50 -40-3A-C G
50 | 65 -50-3B-C
15| 65 | 85 -65-3B-C 16538 |, 15|
32 85 (110 No unit description mp -85-3B-C KGD'“%3232-C | 32 - |11.6/32 36.5
110145 -110-3B-C L
50 | 65 -50-3C-C
2265 | 85 -65-3C-C 17245 |22
85 [ 110 -85-3C-C
25410145 -110-3C-C 17548 |25
13| 25 | 35 | KGDF®. 2020X25-4AS | @ | ® | KGDF?. -25-4A-C 118/ 36 |13
35 | 50 2020X35-4BS (@ | @ -35-4B-C
50 | 70 2020X50-4BS (@ | @ -50-4B-C
70 [ 100 2020X70-4BS (@ | @ -70-4B-C
151400150 2020X100-4BS | @ | @ -100-4B-C 12038 |15
150 | 220 2020X150-4BS | @ | @ -150-4B-C
20 220 | oo 2020X220-4BS (@ | © -220-4B-C | KGDY%2020-C | 20 |12(11.6/20 245 |
35 | 50 2020X35-4CS (@ | @ -35-4C-C
50 | 70 2020X50-4CS (@ | @ -50-4C-C
70 (100 2020X70-4CS (@ | @ -70-4C-C
25400 [ 150 2020X100-4CS | @ | ® -100-4C-C 13048 |25
150 | 220 2020X150-4CS (@ | @ -150-4C-C
220 | oo 2020X220-4CS @ | @ -220-4C-C
13| 25 | 35 | KGDF®. 2525X25-4AS | @ | ® | KGDF?. -25-4A-C 143 36 |13
35 | 50 2525X35-4BS (@ | @ -35-4B-C
50 | 70 2525X50-4BS (@ | @ -50-4B-C
70 (100 2525X70-4BS (@ | @ -70-4B-C
15900 150 2525X100-4BS | @ | @ -100-4B-C 14538 |15
150 | 220 2525X150-4BS @ | @ -150-4B-C
0°| 4 |O25 220 | oo 2525X220-4BS [ @ | @ -220-4B-C | KGD':2525-C | 25 7 111.6/25 29.5| |
35 | 50 2525X35-4CS (@ | @ -35-4C-C
50 | 70 2525X50-4CS (@ | @ -50-4C-C
70 [100 2525X70-4CS (@ | @ -70-4C-C
25900150 2525X100-4CS | @ | @ -100-4C-C 15548 125
150 | 220 2525X150-4CS (@ | @ -150-4C-C
220 | oo 2525X220-4CS (@ | @ -220-4C-C
13| 25 | 35 KGDF?%. -25-4A-C 163 36 |13
35 | 50 -35-4B-C
50 | 70 -50-4B-C
70 (100 -70-4B-C
151900 [ 150 -100-4B-C 16538 |15
150 | 220 -150-4B-C
032 220 | oo No unit description mp -220-4B-C | KGD'/3232-C | 32 | - |11.6/32 36.5 |
35 | 50 -35-4C-C
50 | 70 -50-4C-C
70 [ 100 -70-4C-C
25900 [ 150 -100-4C-C 17548| |25
150 | 220 -150-4C-C
220 | oo -220-4C-C
Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately. App||cab|e Inserts @ G71
2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of
groove made by the 2-edge insert will be 18 mm.) @ : Std. Item
3akas nHcTpymeHTa: http://steelcam.org G75

8 (343) 382-52-03 | sales@sverla-ekb.ru



Face Grooving Toolholders (Separate type)

® Toolholder Dimensions

o|E g E Face
2| £ | = | 3| Groovin i ioti ) .
gls g % o 9 Unit Description Std. BlRdcIDesonption Toolh.old.er Dimension (mm)
x 2| a p= 1. (Standard Stock @681 Description
% § é 8| oD (mm) Description) @G23
& | 8| MmN [maAx. RL Hizh [H2[H3 [ B [L1 ][ F1] T
25 | 35 | KGDF?. 2020X25-5BS | @® | @ | KGDF%. -25-5B-C
35 | 50 2020X35-5BS (@ | @ -35-5B-C
50 | 75 2020X50-5BS (@ | @ -50-5B-C
15| 75 | 115 2020X75-5BS | @ | @ -75-5B-C 120 38 15
115[180 2020X115-5BS | @ | @ -115-5B-C
180 | 235 2020X180-5BS @ | @ -180-5B-C
235 | oo 2020X235-5BS | @ | @ -235-5B-C L
20| 25 | 35 2020X25-5CS (@ | @ -25-5C-C 125/ 43 120 |
35 | 50 2020X35-5CS (@ | @ -35-5C-C L Y
[J20 50 | 75 5020X50-5CS o e 5050.C | KGD'42020-C 20 |12(11.6/20 24.5
75 | 115 2020X75-5CS (@ | @ -75-5C-C
25415180 2020X115-5CS | @ | @ -115-5C-C 13048 |25
180 | 235 2020X180-5CS @ | @ -180-5C-C
235 | o 2020X235-5CS @ | @ -235-5C-C L
75 [ 115 -75-5D-C
115[180 . . -115-5D-C
32 180 (235 No unit description mp 1805D-C | 137/55 32
235 | o -235-5D-C
25 | 35 | KGDF?. 2525X25-5BS |@® | @ | KGDF?. -25-5B-C
35 | 50 2525X35-5BS (@ | @ -35-5B-C
50 | 75 2525X50-5BS (@ | @ -50-5B-C
g’ 15| 75 [ 115 2525X75-5BS | @ | @ -75-5B-C 145/ 38 15
g 115|180 2525X115-5BS | @ | @ -115-5B-C
e} 180 | 235 2525X180-5BS @ | @ -180-5B-C
15 235 | oo 2525X235-5BS | @ | @ -235-5B-C L
20| 25 | 35 2525X25-5CS (@ | @ -25-5C-C 150/ 43 120 |
— ° 35 | 50 2525X35-5CS (@ | @ -35-5C-C 0 y
0°| 5 |O25 50 | 75 2525X50-5CS | ® | @ 50-50.C | KGD'":2525-C | 25 7 11.6/25 29.5
75 [ 115 -75-5C-C
2 1151180 No unit description mp -115-5C-C_| 159,48 2
180 | 235 -180-5C-C
235 | w -235-5C-C -
75 | 115 | KGDF?. 2525X75-5DS (@ | @ -75-5D-C
115]180 2525X115-5DS @ | @ -115-5D-C
3280|235 2525X180-5DS | @ | ® -180-5D-C 16285 |32
235 | oo 2525X235-5DS | @ | @ -235-5D-C
25 | 35 KGDF?. -25-5B-C
35 | 50 -35-5B-C
50 | 75 -50-5B-C
15| 75 | 115 -75-5B-C 165| 38 15
115|180 -115-5B-C
180 | 235 -180-5B-C
235 | o -235-5B-C .
20| 25 | 35 -25-5C-C 170/ 43 120 |
35 | 50 . . -35-5C-C . g )
132 50 | 75 No unit description mp 505CC | KGD':3232-C | 32 11.6| 32 36.5
75 [ 115 -75-5C-C
25415180 -115-5C-C 17548| |25
180 | 235 -180-5C-C
235 | w -235-5C-C L
75 | 115 -75-5D-C
115|180 -115-5D-C
32480235 -180-5D-C 18255 132
235 | oo -235-5D-C

Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately.

@ Spare Parts (Common with separate types)
* The parts are included in the toolholder and unit.

Spare Parts
Clamp Bolt Clamp Bolt
(for Insert Clamp) (for Blade) LI
Unit
Description @)
,, E
KGDF%.----S BH6X10TR SB-60120TR LTW-25

G76

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru

Applicable Inserts ® G71

2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)

@ : Std. Item



B KGDF

@ Toolholder Dimensions

= |E
o|E E E| Face
2| | = | 3| Groovin i inti ) .
<z 8 |s Di g Unit Description Std. Blade Description Toolh.old.er Dimension (mm)
x 2| a p= 1. (Standard Stock @81 Description
% % E 8| oD (mm) Description) @G23
; .
@ | 8 [MIN.[MAX R|L Hizh [H2[H3 | B [L1 |2 F1 | T
25 | 35 |KGDF?. 2020X25-6BS | @ | @ | KGDF%Y. -25-6B-C
35 | 50 2020X35-6BS @ | @ -35-6B-C
50 | 75 2020X50-6BS @ @ -50-6B-C
15| 75 | 115 2020X75-6BS (@ | @ -75-6B-C 120/ 38 15
115|180 2020X115-6BS @ | @ -115-6B-C
180 | 235 2020X180-6BS ©® @ -180-6B-C
235 | oo 2020X235-6BS ©® ©® -235-6B-C |
20| 25 | 35 2020X25-6CS @ | @ -25-6C-C 125/ 43 120 |
35 | 50 2020X35-6CS (@ | @ -35-6C-C L y
020 50 | 75 2020X50-6CS | ® | ® 50-6C-C | KGD'%2020-C| 20 |12|11.6/20 24.5
75 [ 115 2020X75-6CS @ | @ -75-6C-C
251915 180 2020X115-6CS | @ | @ -115-6C-C 130148 125
180 | 235 2020X180-6CS @ @ -180-6C-C
235 | oo 2020X235-6CS @ © -235-6C-C L
75 [ 115 -75-6D-C
115|180 . - -115-6D-C
32 180 (235 No unit description =y 180-6D-C | 137/55 32 E@
235| oo -235-6D-C
25 | 35 | KGDF?. 2525X25-6BS | @ | @ | KGDF?. -25-6B-C 2
35 | 50 2525X35-6BS @ | @ -35-6B-C 'g
50 | 75 2525X50-6BS @ | @ -50-6B-C e}
15| 75 [ 115 2525X75-6BS @ | @ -75-6B-C 145| 38 15 (O]
115|180 2525X115-6BS | @ | @ -115-6B-C
180 | 235 2525X180-6BS @ | @ -180-6B-C —
235 | oo 2525X235-6BS @ | @ -235-6B-C |
20| 25 | 35 2525X25-6CS @ | @ -25-6C-C 150/ 43 120 |
o 35 | 50 2525X35-6CS @ | @ -35-6C-C L y
0°| 6 (025 50 | 75 2525X50-6CS | @ | @ 50-60-C | KGD'%2525-C | 25 | 7 (11.6/25 29.5
75 [ 115 -75-6C-C
2 1151 180 No unit description =y 115-6C-C | 19948 2
180 | 235 -180-6C-C
235 | oo -235-6C-C |
75 | 115 | KGDF®. 2525X75-6DS | @ @ -75-6D-C
115|180 2525X115-6DS @ | @ -115-6D-C
321480235 2525X180-6DS | @ | ® -180-6D-C 16255 |32
235 | oo 2525X235-6DS @ @ -235-6D-C
25 | 35 KGDF%. -25-6B-C
35 | 50 -35-6B-C
50 | 75 -50-6B-C
15| 75 | 115 -75-6B-C 165/ 38 15
115|180 -115-6B-C
180 | 235 -180-6B-C
235| oo -235-6B-C L
20| 25 | 35 -25-6C-C 170/ 43 120 |
35 | 50 ) . -35-6C-C L Y )
032 50 75 No unit description =y 506CC | KGD % 3232-C | 32 11.6/ 32 36.5
75 1115 -75-6C-C
25415180 -115-6C-C 17548 125
180 | 235 -180-6C-C
235 | oo -235-6C-C L
75 [ 115 -75-6D-C
115|180 -115-6D-C
32/ 480235 -180-6D-C 18235 132
235 | oo -235-6D-C
Note) 1. In case the unit description is not available (No unit description), please purchase toolholder and blade separately. App|icab|e Inserts & G71
2.Dimension T shows the distance from the Toolholder to the cutting edge. (If the dimension T is 20 mm or more, the maximum groove-depth of groove made by the 2-edge insert will be 18 mm.)
@ Spare Parts (Common with separate types)
* The parts are included in the toolholder and unit.
Spare Parts
Clamp Bolt Clamp Bolt
(for Insert Clamp) (for Blade) Ui
Unit
Description @)
p E
KGDF%.-----S BH6X10TR SB-60120TR LTW-25
@ : Std. Item
3akas nHcTpymeHTa: http://steelcam.org G77

8 (343) 382-52-03 | sales@sverla-ekb.ru



Face Grooving Toolholders (Integral Type)

B KGDF-Z &
= T
H E m
5 I ©
=: ]
A
|_ L1
L2
[+2)
Il
.—42@ < T
] A
| — 3
«Right-hand shown
® Toolholder Dimensions
_ | g3
E E |5 Face Grooving
= [} = = Dia. Std. Dimension (mm)
= S |3k Description
S| % |BE| oomm
ie] C .
3 S |
[@)) = < (]
g 5 | = MIN. | MAX R L |Hi=h| H3 [ B [t [T
§ 50 | 65 |KGDF7. 2020K50-3B-Z ° ®
o 65 | 85 2020K65-3B-Z e o
G [120 85 | 110 2020K85-3B-Z e | o | X 20 | 125 20.3
110 | 145 2020K110-3B-Z | @ | ©
3 15 750 | 65 |KGDF% 2525M503BZ | ® | @ 9.5 30.5 | 31 15
65 | 85 2525M65-3B-Z e o
25 85 | 110 2525M85-382 | © | @ | 2 25 | 150 25.3
110 | 145 2525M110-3B-Z | @ | @
50 | 70 |KGDF% 2020K50-4B-Z e o
0020 70 | 100 2020K70-4B-Z ® o | 2 20 | 125 20.3
100 | 150 2020K100-4B-Z | @ | @
4 5 ™50 | 70 |KGDFY. 2525M50-4BZ | ® | @ 9.5 805 31 15
125 70 | 100 2525M70-4B-Z e o | 25 | 150 253
100 | 150 2525M100-4B-Z | @ | ©®
50 | 75 |KGDFY. 2020K50-5B-Z e o
0020 75 | 115 2020K75-5B-Z ® o | 2 20 | 125 20.3
115 | 180 2020K115-5B-Z | @ | @
5 5 50 | 75 [KGDFY. 2525M50-5B-Z e o 9.5 305 31 15
(25 75 | 115 2525M75-5B-Z e o | 2 25 | 150 253
115 | 180 2525M115-5B-Z | @ | @

Applicable Inserts ® G71
® Spare Parts

Spare Parts
Clamp Bolt Wrench

Description

KGDF"/.--Z HH5 X 16 LW-4

¢ Toolholder Identification System (Integral Type)

KGDF || R | 2525 | M || 50 || 3| B | Z

Series Hand of Tool Shank Size Toolholder Length | |Min. Face Groove Dia. Width Grooving Depth| |Toolholder Type
KGDF Face Grooving ) 2020 : C120mm K :125mm 50 : 50mm 3:3mm B :15mm Z: Integral Type
f{ f'ih;'hagd 2525 : [(J25mm M : 150mm : 4 4mm
s-efhan 115 : 115mm 5:5mm
@ : Std. Item
G78 3akas nHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru



Face Grooving Toolholders (90°Separate type)

B KGDF

L3
©)

-] :

*Right-hand shown (Right-hand Blade and Right-hand Toolholder)

® Combination of Toolholder & Blade

o |E E E Face o |E E ;E, Face
2| E > 3 (Grooving Blade Toolholder |Dimension 2| E > 3 (Grooving Blade Toolholder |Dimension
1: =z 5|8 Da Description Description | (mm) 1: = 5 |%| Dia Description Description | (mm)
8|5 | ¥ | §/oD(mm) @Gs1 @®G23 S |E| € |5 |oD(mm) @G81 @®G23
CEHIR A @zl 8%
@ | Z | MIN. [MAX. L1 | L3 @ | 2 | MN.[MAX. L1 | L3
25| 30 | KGDFR -25-2A-C 13|25 35 | KGDF?/. -25-4A-C 52.7
30|35 -30-2A-C 35|50 -35-4B-C
35]45 -35-2A-C 50|70 -50-4B-C =
6 45|60 -45-2A-C 49.7 15 70 100 -70-4B-C 54.7 'g
6080 -60-2A-C 100/150 -100-4B-C ! o
80100 -80-2A-C 150220 -150-4B-C (O]
100130 -100-2A-C| [J20 220| o -220-4B-C|KGDS"%.2020-C| 125
D20 4312530 -2528-C |KGDSR2020-C/125 555 35|50 -35-4C-C —
30|35 -30-2B-C 50(70 -50-4C-C
35|45 -35-2B-C o5 70100 -70-4C-C 64.7
15 45|60 -45-2B-C 54.7 100/150 -100-4C-C ’
6080 -60-2B-C ’ 150220 -150-4C-C|
80 [100) -80-2B-C 00°| 4 220| -220-4C-C
90°| 2 100[130 -100-2B-C 13|25 | 35 | KGDF"/. -25-4A-C 52.7
25| 30 | KGDFR -25-2A-C 35|50 -35-4B-C
3035 -30-2A-C 50|70 -50-4B-C
3545 -35-2A-C 15 70100 -70-4B-C 54.7
6 45|60 -45-2A-C 49.7 100/150 -100-4B-C :
60|80 -60-2A-C 150220 -150-4B-C
80100 -80-2A-C 25 220| o -220-4B-C|KGDS"/.2525-C| 150
100/130 -100-2A-C 35|50 -35-4C-C
2533725 |30 -2528-C | KGDSR2525-C/150 557 5070 -50-4C-C
30|35 -30-2B-C o5 70 100 -70-4C-C 64.7
35|45 -35-2B-C 100[150 -100-4C-C ’
15 45|60 -45-2B-C 54.7 150220 -150-4C-C
6080 -60-2B-C : 220 o -220-4C-C
180001g8 -ggbzzBécc Applicable Inserts @ G71
25| 30 | KGDF#. -25-3A-C
133040 -30-3A-C 52.7
40(50 -40-3A-C
50|65 -50-3B-C
15 65|85 -65-3B-C 54.7
020 85110 -85-3B-C |KGDS?/.2020-C|125|~ ™
110[145 -110-3B-C
50|65 -50-3C-C —
226585 -65-3C-C 59.7
25 1815012@ :ﬁ’o:fgécc 61.7 Toolholder : Right-hand
90%| 3 25 | 30 | KGDF. -25-3A-C
133040 -30-3A-C 52.7
40150 EEAL Blade : Right-hand
os/6s  sbe
15 54.7 o _ _
025 85110 -85-3B-C |KGDSf.2525-C| 150 - KGDF 90" type is not available as unit (Toolholder + blade).
110[145] -110-3B-C| Please purchase toolholder and blade separately.
50|65 -50-3C-C - Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand
22 65|85 -65-3C-C 59.7 Toolholder.
85110 -85-3C-C - The insert clamping bolt (BH6X10TR), blade fixing bolt (SB-60120TR) and
25 110145 110-3C-C 61.7 wrench (LTW-25) which are included in the toolholder can be used.
Applicable Inserts ® G71
3akas nHcTpymeHTa: http://steelcam.org G79

8 (343) 382-52-03 | sales@sverla-ekb.ru



| Grooving %

G80

Face Grooving Toolholders(90°Separate type)

® Combination of Toolholder & Blade

- |E = | E
o |E| E|E| Face o |E| E|E| Face
= E |= . . . = E |= ) . .
2 E % |3 Grooving Blade Toolholder Dimension| 2 E < |3 Grooving Blade Toolholder Dimension|
M S | & | D Description Description | (mm) M 5 18| D Description Description | (mm)
= = [ =
S5 £ | gpomm  Scs1 @623 S|5| £ | gpomm S8t @623
iz E (>§ wiz| 2 >
@ | S [MIN.|MAX. L1 | L3 @ | S| MN.[MAX. L1 | L3
25 | 35 | KGDFf. -25-5B-C 25| 35 | KGDF?/. -25-6B-C
35|50 -35-5B-C 35|50 -35-6B-C
50|75 -50-5B-C 50|75 -50-6B-C
15(75|115 -75-5B-C 54.7 1575115 -75-6B-C 54.7
115|180 -115-5B-C| 115[180) -115-6B-C|
180|235 -180-5B-C| 180235 -180-6B-C|
235| o -235-5B-C| 235| o -235-6B-C
20(25|35 -25-5C-C 59.7 20(25|35 -25-6C-C 59.7
35|50 -35-5C-C . 35[50 -35-6C-C o
J20 50 75 50-5CC KGDS?.2020-C| 125 [J20 50175 50-6C-C KGDS%.2020-C| 125
75 115 -75-5C-C 75115 -75-6C-C
25 [115/180 -115-5C-C 64.7 25 115/180 -115-6C-C 64.7
180/235 -180-5C-C| 180235 -180-6C-C
235| -235-5C-C| 235| -235-6C-C|
75 115 -75-5D-C 75115 -75-6D-C
115|180 -115-5D-C| 115[180 -115-6D-C|
32 {g0/235 -180-5D-C AR 32 1801235, -180-6D-C AR
00°| 5 235| o -235-5D-C 90°| 6 235| o -235-6D-C
25 | 35 | KGDFf. -25-5B-C 25| 35 | KGDF?/. -25-6B-C
35|50 -35-5B-C 35|50 -35-6B-C
50|75 -50-5B-C 50|75 -50-6B-C
15(75|115 -75-5B-C 54.7 1575115 -75-6B-C 54.7
115/180 -115-5B-C 115180 -115-6B-C
180/235 -180-5B-C| 180235 -180-6B-C|
235| -235-5B-C| 235| o -235-6B-C|
20(25|35 -25-5C-C 59.7 20(25|35 -25-6C-C 59.7
35|50 -35-5C-C 3 y 35|50 -35-6C-C P y
025 50175 50-50-C KGDS#%.2525-C| 150 025 50175 5060-C KGDS"/.2525-C| 150
75 115 -75-5C-C 75115 -75-6C-C
25 115/180 -115-5C-C 64.7 25 115/180 -115-6C-C 64.7
180|235 -180-5C-C| 180235 -180-6C-C
235| o -235-5C-C| 235| o -235-6C-C
75115 -75-5D-C 751115 -75-6D-C
115|180 -115-5D-C| 115180 -115-6D-C|
32 {g0[235 -180-5D-C AR 32 1801235 -180-6D-C AR
235| o -235-5D-C| 235| o -235-6D-C|
Applicable Inserts ® G71 Applicable Inserts ® G71
¢ Face Grooving Blade Identification System
Hand of blade Width Blade Symbol
R: Right-hand 2:2mm 5:5mm C : Applicable to toolholder
L : Left-hand 3:3mm . G:6mm with suffix "-C"
| | |
I I I
Series Min. diameter in face grooving Grooving Depth Description
KGDF Face Groovin Indicates the minimum external diameter A :13mm 2-edge insert
9 suitable for the initial face grooving. B:15mm (1-edge insert can also be used.)
25:2-5mm C : 20mm~25mm 1-edge insert Example of printing of blade number
235 : 235mm D :32mm p p ]

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru




Face Grooving Blade

® Blade Dimensions

Face
o Std. Dimension (mm) (Grooving Dia.Width Alpizelils Dl o &
Shape Blade Description 4D/(mm). |[Gmm) Inserts Toolholder
®GT71 ®G23
R|L|[L|T]|A [MN|VAX| W
KGDFR -25-2A-C o | - 25 | 30
-30-2A-C e - 30 | 35
-35-2A-C o | - 35 | 45
-45-2A-C @ | - |4435 6 45 | 60
-60-2A-C e - 60 | 80
-80-2A-C e - 80 | 100
-100-2A-C | @ | - 100 | 130
oESEC ® . 2735 i3 1525 30| 2 |GDFM2020N-020GM
-30-2B-C e | - 30 | 35
-35-2B-C o | - 35 | 45
-45-2B-C o - 45 | 60
60-2B-C | @ | - |19 15 60 | 80
-80-2B-C o | - 80 | 100
-1002B-C | @ | - 100|130
KGDF?Y. -25-3A-C o e 25 | 30
-30-3A-C ® | @ |47.35 13 30 | 40
-40-3A-C e e 40 | 50
-50-3B-C e e 50 | 65
65-3B-C oo |, .| .. 65 1 85 GDFM 3020N-030GM
-85-3B-C e e | 2 [85[110| 3 |GDFM 3020N-030DM
S KN 110 145 GDFMS 3020N-030DM
-50-3C-C o o ... 50 | 65
-65-3C-C o e 7 65 | 85 o
-85-3C-C KO 85 | 110 £
4103c-C | @ @ 0% 110 145 3
KGDF¥. -25-4A-C ® | ® 4735/ 13 25 | 35 e
354BC | @ | @ 35 | 50 O
-50-4B-C e e 50 | 70
-70-4B-C |0 | . 70 | 100 —
-100-4B-C | ®@ | @ | 100 | 150 GDFM 4020N-040GM
sI504BC | @ | © 150 | 220 GDFM 4020N-040GH
2204BC | ®@ | ® 3 [220] » | 4
35-4C-C o o 35 150 GDFM 4020N-040DM
-50-4C-C KO 50 | 70 GDFMS 4020N-040DM
_ -70-4C-C KO 70 | 100
-100-4CC | @ | @ 93 25 100 | 150 KGDY: - - +-C
-150-4CC | ® | @ 150 | 220
1 2204CC (@ | ® 220 | oo
= KGDF?. -25-5B-C IO 25 | 35 KGDS%.-----C
-35-5B-C e e 35 | 50
-50-5B-C e e 50 | 75
-75-5B-C ® | @ 4935 15 75 | 115
-1155BC | ®@ | @ 115 [ 180
-180-5B-C | @ | @ 180 | 235 GDFM 5020N-040GM
Right-hand shown -235-5B-C | @ | @ 235| .
9 25-5C-C_ | @ | @ |54.35/ 20 25 | 35 GDFM 5020N-080GM
-35-5C-C N ) 4 35 | 50 5 GDFM 5020N-040GH
-50-58-3 : : 50 | 75 GDFM 5020N-080GH
-75-5C- 75 | 115
11556.c @ | @ 2935 25 151180 GDFM 5020N-040DM
-180-5C-C o o 180 | 235 GDFMS 5020N-040DM
2355CC | ®@ | @ 235 | oo
-75-5D-C o e 75 115
-1155D-C | @ | @ 115 | 180
-180-5D-C | @ | @ (0035 ¥ 180 | 235
2355DC | @ | @ 235 | o
KGDF¥. -25-6B-C o e 25 | 35
-35-6B-C e e 35 | 50
-50-6B-C e e 50 | 75
-75-6B-C ® | @ [49.35 15 75 [ 115
-1156B-C | ® | @ 115|180
-180-6B-C | @ | @ 180 | 235 GDFM 6020N-040GM
-2356BC | @ | @ 235 | o
256CC | ® | ® |54.35 20 25 | 35 GDFM 6020N-080GM
-35-6C-C o o 5 35 | 50 6 GDFM 6020N-040GH
-50-6C-C e o 50 | 75 GDFM 6020N-080GH
-75-6C-C e e 75 | 115
1156C.C @ | @ 2935 25 1151180 GDFM 6020N-040DM
-180-6C-C ) 180 | 235 GDFMS 6020N-040DM
-2356C-C | @ | @ 235 | o
-75-6D-C o e 75 | 115
-1156D-C | ® | @ 115 180
4806DC | @ | @ 2035 3 180 | 235
-2356D-C | @ | @ 235 | oo
@ : Std. Item
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Recommended Cutting Conditions Vs

¢ Recommended Cutting Conditions (Vc)

Workbi Recommended Insert Grades (Cutting Speed Ve: mimin)| &
rKpli &
orkpiece Cermet MEGACOAT g
Material 3]
TN90 PR1225 PR1215 o
PAS * AY
Carbon Steel 80~200 60~160 80~160
Yo * e N
Alloy Steel 70~160 60~150 60~150 €
°
. % * ¥ 8
Stainless Steel 60-150 50-120 50-120
Cast Iron - - soj; 60
% : 1st Recommendation <: 2nd Recommendation
4 Recommended Cutting Conditions (Feed Rate / ap) [Workpiece material: S50C]
Grooving Shoulder grooving (Side grooving) Turning
— ~
i) = z f
— 77 ;
5 — 01
O : 77777 [ el ap ‘
g’ M In the graph indicates the most M In the graph indicates the most
'g recommended value of feed (f) recommended value of feed (f)
o —
) 2
c * 2mm width: Not available for turnin
= -~ - = 6 W} 9
'_; E 5 S BN IR Seeeeere sttty E 5[ { || | — £
S | 2 4 ] S F E 20 :
© ' £ E | W=4mm
o3 3 s B I St ; 3 [ QI I ° ok ml
3| % o TET 2] ' | —~)
s ! ! L L ' ' ' ' ' 005 010 015 olzo 0|25 030
S 005 010 015 020 0.25 005 010 015 020 025 0.30 - - : : : :
= Feed Rate f (mm/rev) Feed Rate f (mm/rev) Feed Rate f (mm/rev)
S
=
g
(&>}
=4 —_—
g | Eer N ] e f || _ 30k
S| 5 { || H E 5l | | | £
= g 4 s N B Y S I [ — = 20—
> | 2 £ ®
= °
= = § 1.0 4mm
'S I | I I | I I | I | I m | l
% 0.05 010 015 020 025 0.30 0.05 0.10 015 0.20 0.25 0.30 005 010 045 020 025 030
(\%/ Feed Rate f (mm/rev) Feed Rate f (mm/rev) " Feed Rate f (mm/frev) ’
x
(&)
=
=
S
=]
(= = -
= - £ 3.0
S| E £ £
o ; = E 20
% = = g W=4mm
o 5 S 1.0
8| g 2 : ﬂ o —~—]
§ I : : I | | | | | 0.05 010 0.15 olzo 0|25 0.30
o 005 010 015 020 025 005 0.10 0.15 0.20 0.25 0.30 ’ Fe;d Ratelf(mm/rlev) ' ’
g Feed Rate f (mm/rev) Feed Rate f (mm/rev)

® When shouldnering,
- If ap is set smaller, set feed higher.
- If ap is set larger, set feed lower.

1) The above values are based on the condition that the dimension T of toolholder is 15 mm or less.
2) If the toolholder's dimension T is over 15 mm, set the values for turning to less than 90% of those above.
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For Successful Machining with KGDF

M Points to be checked for face grooving

1) Toolholder Selection 2) Cutting conditions (Feed rate : f)
Check the range of applicable When machining on steel,
"face grooving diameter" as set the feed rate (f) so
well as the groove width and that chips are created in a
depth. helical form in cut-off.

3) How to widen the groove (Plunge machining and Turning)

Start machining from the outside and then proceed to the inside.
Chip control will be better in this way.

Plunge milling (Grooving + Side grooving) Turning

4) Guide for turning

A.When the cutting amount (ap) is
over 0.5 mm

(1) Perform Plunge milling.
(2) Return the cutting by 0.1 mm.
(3) Perform turning.(Ref. to Fig.1)

® When widening the face groove width (Ref. to Fig.2)
Apply the “Step Turning”
Then perform finishing.

B.When the cutting amount (ap) is
under 0.5 mm

(1) Perform Plunge milling.
(2) Perform turning.

Machining without interruption is possible.
(Ref. to Fig.3)

3akas nHcTpymeHTa: http://steelcam.org
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| Grooving %

G84

Small Diameter Face Grooving Toolholders [GVF-AA Insert]

T
T |
o |
i ) w |
. 2 |/ o \
v o L1 v @? | <L
’ / - PR oy | oy,
) 5T‘ N % Y %o, {?@W TH
T < | o 2O
/ \ %)
i ; \
« Right-hand shown |« Left-hand shown
‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

o

* Right-hand shown

Lh ] L1 o
itt? 1 1 — i
22 ) : oLlagp
) oue! T Yl gy J

Left-hand shown

‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

® Toolholder Dimensions

. . Face Grooving Dia, Spare Parts
Std. Dimension (mm) oD Clamp Set T rooicable] t
Description —E& PP |cg> gssnser S
RIL|H1| h [H3| B [L1|L2| F| T | MIN. | MAX. §
GFVS*H. 2020K-08AA |® ® 20|20 201125 |25 ) o GVFY-100-005AA
55 18 —12.2 CPS-5V FT-15
2525M-08AA (@ @25 |25 25(150 |32 (0) | () GVF4300-005AA
GFVT"L 2020K-08AA |®|® 20|20 20125 |25 8 S GVF'/#100-005AA
55 141 —2.2 CPS-5V FT-15
2525M-08AA (@ @ 25|25 25150 |32 (0) | () GVFY:300-005AA

Note 1.[Dimension T shows available grooving depth.\

2.The value () of Face Grooving Dia. (0D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o).
The value () of Face Grooving Dia. (¢D 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.
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Grooving Inserts

i Carb 1Al I
. Appllcable Inserts ICI S;ﬂ?:szt:eel il : /O Classification of usage
Sp— E E::t :::)us Metals : @: Continuous:Light Inerruption /1t Choice
. (: Confinuous:Light Interruption / 2nd Choice
GVF?. 100-...AA S [Titanium Alloys o L' ‘ i
200-...AA 4.3 12 4.5 [y |Hard materials (-40HRO) ® O : gongnuous; ;std C(;:)@
300-...AA Hard materials (40HRC-~) - Continuous / 2nd Choice
. . '<OT: G ®
B D
DITrgpns)lon Cermet % s g PCD 52
ioti (Previous = ) Applicable %%
Insert Description o z|=/8/2/o/5/2 ! Toolhold oy
Description) 55| 2 =8 |5| oolholders | = o
wiB| e 23888 22
Handed Insert shows Right-hand Ll = E o X || =
re
< " |GVF7.100-005AA GVF% 100AA  1.00 o000
5 W0,00 GFVSa---08AA
= 200-005AA 200AA | 2.00|22|0.05 o000 Ga4
D T GFVTYs---08AA
i e 300-005AA 300AA 3.00 o000
[ - Dimension B: shows available grooving depth. |
- GVF".---005AA inserts are not compatible with GVF7.---—OOO A (Ref. to Page G91) inserts because their Side Relief Angle is 10°.
@ Face Grooving Diameter of GFVS-AA (also GFVT-AA)
Face Grooving Dia.
Description oD Applicable Inserts « |t is available to infinity in case of machining
MIN. | MAX. the first groove bigger than MIN.
GFVSL 2020K-08AA _
2525M1-C8AA 8 | o« '| GVF4a100-C05AA « When machining towards the outer diameter 2
GFVT. 2020K-08AA GVFY \ then there is no MAX. limit to the further groove machining. §
———— (0 VFY300-005AA =
2525M-08AA | 0. (=) ! G
« Refer to the machining of the initial groove with MIN.(¢8) * When widening the groove width to inner diameter.
If the initial groove is made smaller than this, the toolholder For machining up to the center of the workpiece regardless of insert
interferes with the workpiece. width.
H NERE! % g 3 2|
- i £g £g
g g
Installing GVFL100-005AA | Installing GVFL300-005AA
Installing GVFL100-005AA | Installing GVFL300-005AA
¢ Recommended Cutting Conditions (GFVS-AA / GFVT-AA)
Recommended Insert Grades (Cuting Speed Ve: mimin) Groovin Turning:
MEGACOAT| PVD Carbide 9 9
Workpiece Material 0 Remarks
P N § g f ap f
oy
T s ] (mm/rev) (mm) (mm/rev)
Carbon steel / Alloy steel 50:00 50_*100 0.01~0.05 | Max.0.5 | 0.01~0.05
Stainless Steel 5otso 50%80 0.01~0.03 | Max.0.3 | 0.01~0.02 [(Coolant
Non-ferrous Metals ~;(')o 0.01~-0.08 | Max.0.5 | 0.01~0.08
*ap has to be set for less than comer-R (r¢) % : 1st Recommendation ¥¥: 2nd Recommendation
when turning of edge width 1.0 mm (GVF%.100-005AA).
@ : Std. Item SRR |
i Inserts are |
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Face Grooving Toolholders [GVF Insert]

B GFV

m

L1

H1 |H3|

[T

£

GFV7.2020K-201A ls
GFV%.2525M-201A
Shows Right Figure.

« Right-hand shown « Left-hand shown

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

® Toolholder Dimensions

. . Face Grooving Dia Spare Parts
Std. Dimension (mm) ¢Dg Clamp get T .
Description > D i Appllc%bléaghnserts
R|L|H1| h |H3| B |L1|L2|L3| F | T |t MIN.MAX. %
> ! FT
S [GFV 2020K-201A |® @20 |21 . _|20125/20 19 25 20 GVFY.200-340-020A
g 2525M-201A |@ @ 2526|8525 150 23 |22 32|22 40| (15| = | CPSEV | - FT-18 | GVF9i200-. ~300-.. AR
G [GFVY. 2020K-351B [@/®[20 (21| |20/125/28(26 25, GVF.250-350-020B
p— 2525M-351B |@ @25 26|  |25/150 30 28|32\ *° | 35 | 50 GVF¥.300-1508R
2020K-352B (@(®|20 21| |20/125/28 26|25|_ |°7 (25) () GVF¥.400-490-020B
2525M-352B |@ @|25 |26 | 2515030 |28 32| GVF?.400-200BR
2020K-501B @ ®/20 21| |20|125 28/26 25, GVF.250-350-0208
2525M-501B |® @25 26| 25150 30|28|32\*C _ |50 |70 | | o . GVFIL300-1508R
2020K-502B (@/®| 20 21" |20 125/28 26|25 | > |(25) () GVFY.400-490-0208
2525M-502B |@ @|25 |26 | 2515030 |28 32| GVF?.400-200BR
2020K-701B @ @20 21| |20|125 28/26 25, GVF.250-350-0208
2525M-701B |® @ 25 26| |25 150 30|28 |32|*° _ | 70 100 GVF¥.300-150BR
2020K-702B (@(®|20 21| [20/125/28 26(25|_ | " |(25) () GVFY,400-490-020B
2525M1-702B |@|® |25 26| |25 /15030 28 |32 > GVF?.400-2008R
GFV7, 2525M-501C |@|® 66/, 50 70 GVF.350-450-040C
2525M-502C |@|® s 8170129 () GVFY.500-600-040C
2525M-701C |@|® 66/ 70 100 GVF?.350-450-040C
2525M-702C |@|® 8.1 7%|(25)| (o) GVF¥.500-600-040C
2525M-1001C |@ @) 2° | 26 9-5/25/190 35 132 5 100/100/150] CPSBV | W4 I GyFi350-450-040C
2525M1-1002C (@@ 35| [8.19)(25)| (c0) GVFY.500-600-040C
2525M-1501C |@ @ 66],,/150/250 GVF?.350-450-040C
2525M1-1502C @@ 8.1°°|(25)| () GVFY500-600-040C

Note 1. [ Dimension T shows available grooving depth. ]|
2. 9D1 shows toolholder head diameter to L3.
3.The value () of Face Grooving Dia. (0D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o).
The value () of Face Grooving Dia. (¢D 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|Right-hand (R) Toolholder| Left-hand (L)
Insert |Right-hand (R) Insert | Left-hand (L)

03
©

1§
o

- ]_

B

@ : Std. Item
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Integral Toolholder

@ Face Grooving Diameter of GFV
(1) e.g.) GFV?----201A

1 «lt is available to infinity  in case of

o Face Grooving Dia. o machining the first groove bigger than MIN.
Description ) Applicabie Inserts
MIN.| MAX. *When machining towards the outer diameter then
GFV#L 2020K-201A |°20 | | GVF?.200~340-020A there is no MAX. limit to the further groove machining.
2525M-201A | (12) () GVF7.200----~300----AR *When widening the groove width to inner diameter.

Face groove diameter ¢D MIN. (12) is the limit; the toolholder

*When machining the initial groove on the face at MIN.¢20 interferes with the workpiece in case of smaller than ¢12.
If the initial groove is made smaller than this, the toolholder interferes with the workpiece. ~ The toolholder interferes with the workpiece when closer to
Boss Dia. depends on insert width. the center.

(MIN. Face Grooving Dia.)
(Min. boss Dia.)

(MIN. Face Grooving Dia.)
(Min. boss Dia.)

(MIN. Face Grooving Dia.)
(MIN. Face Grooving Dia.)

(Boss Dia.)

420
012
020

012

gle ' g g, i
h e °l e < <
Installing GVFR200-020A |Installing GVFR340-020A Installing GVFR200-020A | Installing GVFR340-020A

(2) e.g.) GFV".-..-351B/352B (same as GFV"..-.-OOOB or GFVR/L...-OOQOC)

| Grooving %

Face Grooving Dia.
Description ¢D Applicable Inserts
MIN.| MAX. ¢ It is possible to widen the groove to infinity o when
GFVF/. 2020K-351B GVF?.250~350-020B machining the initial groove within MIN.-MAX. and

then widening to outer diameter.

2525M-351B| 35 | 50 | GVF%.300-150BR
2020K-352B | (25) |*(c0). | GVF¥.400~490-020B

2525M-352B | GVF%1460:200BR
» When machining the initial groove on the face at MIN. ¢35 » When machining the initial groove on the face at MAX. $50.
If the initial groove is made smaller than this, the toolholder If the initial groove is made smaller than this, the toolholder
interferes with the workpiece. interferes with the workpiece.
Boss Dia. depends on insert width. Boss Dia. depends on insert width.

650

950
(MAX. face grooving Dia.)
045
(Boss Dia.)

935
(MIN. Face Grooving Dia.)
430
(Boss Dia.)
(Boss Dia.)

( Boss Dia.)

935
(MIN. Face Grooving Dia.

2.5 (Width)

4.9 (Width)

2.5 (Width)

Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B Installing GVFR490-020B

« When widening the groove width to inner diameter.
Face Grooving Dia.¢D MIN.(¢25 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at D MIN.(¢35) or ¢D MAX.(¢50).
The toolholder interferes with the workpiece when closer to the center.

935
MIN. Face Grooving Dia.)
925
(Min. boss Dia.)
435
MIN. Face Grooving Dia.)
925
(Min. boss Dia.)
050
(MAX. face grooving Dia.)
950
(MAX. face grooving Dia.)

(Min. Boss Dia.)

12.5

width to center)

S
3
=

=

Installing GVFR250-020B | Installing GVFR490-020B Installing GVFR250-020B Installing GVFR490-020B
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Grooving %

Face Grooving Toolholders [GVF Insert]

M GFVS

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

7

H3

H1 H

« Right-hand shown

A/l
! eyl
2\‘ . '
- T = Vil -
5 4 VA [V [
= 36, . - § é@ ‘
L] "%ﬁ% | | ¥
o T TR0
24 AYEN

« Left-hand shown

‘ Left-hand Insert for Right-hand Toolholder, Right-hand Insert for Left-hand Toolholder.

B GFVT

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

.

L1

H3

H1

« Right-hand shown

Real
¥

\\ e
2 Grog;,
- (T g Dagp
Outey o -
\ a,)

[
|
|
|
|
|
|
|
|
| Left-hand shown

\{

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

@ Selection of Toolholder & Insert

G88

GFVS GFVT
Toolholder|Right-hand (R) Toolholder| Left-hand (L) Toolholder|Right-hand (R) Toolholder| Left-hand (L)
Insert | Left-hand (L) Insert |Right-hand (R) Insert | Left-hand (L) Insert |Right-hand (R)
: - 5
EE; "_“"f:z' il -_"'.Q
ey -?‘-u L
g ° ©

@ Combination of Base-Holder & Blade

Description of Toolholder| Std. Blade - . . How to refer to the face
(Stamped below) R[L| Description Toolholder Description Example of installation (GFVS) grooving toolholder and blade
SFR/L -351 B GFVSR/L2020K -351 B Toolholder type mark Clamp Set
-352B | GFVT%.2020K -352B Q: Though “GFVSR2525M-HC”
GFVS".2020K-HB (X ) -501B -501B is marked on the face
GFVT?.2020K-HB (@ @ -502B -502B grooving toolholder, the size
-701B -701B of cutting dia. is unknown.
-702B -702B How could it be found out?
SF%. -351B | GFVS®.2525M -351B A: Take off the blade.
-352B | GFVT®.2525M -352B Description of the blade is
GFVS%.2525M-HB (@ @ -501B -501B listed on the back of the
GFVT%.2525M-HB |@® @ -502B -502B blade.
-701B -701B Using the description,
-702B -702B check the description of the
SF?. -501C | GFVS®/.2525M -501C toolholder in the catalog.
-502C | GFVT%.2525M -502C If “SFR-1001C”
-701C -701C is integrated to
GFVS%.2525M-HC |® @ -702C -702C ! “GFVSR2525M-HC’
GFVT?.2525M-HC (@ @ -1001C -1001C "-‘_ - the description
-1002C -1002C I of the toolholder is
s0ic 501C]  smomig T smerws | ovmcmC

- Right-hand Blade for Right-hand Toolholder, Left-hand Blade for Left-hand Toolholder.
- Installation of GFVT type is also pursuing example of installation of GFVS type.
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Separate Type

® Toolholder Dimensions

. . Face Grooving Dia. Spare Parts
izl DIAEREED (i) (])D Clamp Set| Wrench Blade Screw Applicable Inserts
Description @ S— N
R|L|H1| h [H3| B [L1[L2| F| T |MIN.|MAX. / f{’//// ® Go1

GFVS?/. 2020K-351B (@ @ 20 |21 20125/30(25| 5.1 SF.-351B GVF*250~350-020B
2525M-351B |®|®| 25|26 25[150/32(32| (4.6) | 35 | 50 GVF300-150BR
2020K-352B (@ @ 20 21| |20(125/30 25| 5.1 |(25)| () SF?,-3595 GVF'400~490-0208
2525M-352B (@ @25 |26 25150/32(32| (5.1) ' GVF*400-200BR
2020K-501B |®|®| 20 |21 20[125/30(25| 5.1 SF-501B GVF*250~350-020B
2525M-501B |@/® 25|26 |, |25 1503232 (46) | 50 | 70 | spsgv | Lw-3 HHaxq | GVFR300-150BR
2020K-502B |® @ 20 21| /20[125/30 25| 5.1 |(25)| () SF.-5028 GVF'400~490-0208
2525M-502B (@ @25 |26 25150/32(32| (5.1) ' GVF*400-200BR
2020K-701B |®|®| 20 | 21 20[125/30(25| 5.1 SFY-701B GVF*250~350-0208
2525M-701B |@®|®| 25|26 25150/32|32| (4.6) | 70 |100 GVF%300-150BR
2020K-702B (@ ® 20 |21 201253025 5.1 |(25)| () SF.-702B GVF*400~490-020B
2525M-702B (@ @25 |26 251150/32|32| (5.1) ) GVF'400-200BR

GFVSf. 2525M-501C |(@|® 8.1(6.6) 50 | 70 SF%.-501C GVF*350~450-040C
2525M-502C |@|® 8.1(8.1)|(25) | () SF%.-502C GVF'4500~600-040C
2525M-701C |@|@® 8.1(6.6) 70 (100 SFH.-701C GVF%350~450-040C
2525M-702C (@ @ 8.1(8.1)| (25) | (=) SF%.-702C GVF*500~600-040C
2525M-1001C @ @ 20| 26(9-5/25[150 3213215 1 ol 150] CPS8Y | YW Isku-1001c) 412 | Gurusso-4s0-0s0c E@
2525M-1002C |®|® 8.1(8.1)|(25) | (=) SF%.-1002C GVF*500~600-040C o
2525M-1501C |@ | ® 8.1(6.6)| 150 | 250 SF%.-1501C GVF*350~450-040C £
2525M-1502C |@ @ 8.1(8.1)|(25) | (=) SF%.-1502C GVF*500~600-040C §

GFVT?. 2020K-351B (@ @ 20 |21 20[125/22(30| 5.1 SFe. 8518 GVF*250~350-020B 15}
2525M-351B |@|®| 25|26 25/150/25(35| (4.6) | 35 | 50 GVF*300-150BR
2020K-352B (@ @20 21| |20[125/22 30| 5.1 |(25)| () SF¥.-3528 GVF'400~490-0208
2525M-352B (@ @25 |26 25[150/25(35| (5.1) ' GVF'+400-200BR
2020K-501B |®|®| 20 |21 20[125/22(30| 5.1 SF-501B GVF*250~350-0208
2525M-501B |@|® 25|26 |, |25 1502535 (46) | 50 | 70 | sps ey | Lw-3 Hiax {2 | GYF#300-1508R
2020K-502B (@ @ 20 21| "/20(125/22 30| 5.1 |(25)| () SFA.-5028 GVF'400~490-0208
2525M-502B (@ @25 |26 25[150/25(35| (5.1) ' GVF'400-200BR
2020K-701B |®|®| 20 | 21 20[125/22(30| 5.1 SFY-701B GVF4250~350-0208
2525M-701B |@®|®| 25|26 25[150/25|35| (4.6) | 70 [100 GVF*300-150BR
2020K-702B (@ @®| 20 |21 201252230 5.1 |(25)| () SF.-702B GVF400~490-0208
2525M-702B |@®|®| 25|26 25[150/25|35| (5.1) ' GVF'400-200BR

GFVT?. 2525M-501C |@|® 8.1(6.6) 50 | 70 SF%.-501C GVF*350~450-040C
2525M-502C (@ @ 8.1(8.1)|(25) | (o) SF%.-502C GVF'500~600-040C
2525M-701C (@ |® 8.1(6.6)] 70 (100 SF%.-701C GVF*350~450-040C
2525M-702C (@ ® 8.1(8.1)|(25) | (=) SF%.-702C GVF*500~600-040C
2525M1-1001C| @ @] 2° |26 |9-5/25 190 27138 g 4 ¢ 6100 150 S8V | "W Iskri-1001c] HH** 12 [ Gyrasso-4s0-040C
2525M-1002C (@ | @ 8.1(8.1)| (25) | () SF%.-1002C GVF*500~600-040C
2525M-1501C |@ | ® 8.1(6.6)| 150 | 250 SF%.-1501C GVF*350~450-040C
2525M-1502C|@|® 8.1(8.1)| (25) | () SF%.-1502C GVF'4500~600-040C

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. (9D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity eo).
The value () of Face Grooving diameter. (6D 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 Toolholders, 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
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Face Grooving Toolholders

@ Blade Dimensions

| Grooving %

. . Face _Grooving Applicable
Shape Description Std. | Dimension (mm) |53 4p Applicable Inserts PP
RIL| L [H[T[w[MN.[VAX. Ueallelblos
GVF'#250~350-020B
Rl -
— SF?. -351B (@ @ i 2.0 a5 | 50 GVF300-150BR
.352B @ ® 3.4 GVF'400~490-020B
' ’ GVF%400-200BR
- GVF*%250~350-020B | GFV(S/T).ooooO
Rl -
@ SFY. 5018 (@ ® 305/ 15 47 2.0 50 | 70 |_GVFH300-150BR -000B
1 q 5028 (@@ 34 GVF#400~490-020B |  Toolholder Stamp
J ’ GVF%400-200BR GFV(S/T).00000-HB
H | —w n GVF4250~350-020B
. o SF%. -701B (@ @ . 2.0 2o | 100 GUFH00-150BR
\ 30 7028 @/ ® 3.4 GVF'#400~490-020B
h - : GVF*400-200BR
J B SF?. -501C (@ | @ 15 2.8 50 | 70 GVF*%350~450-040C
Stamped side H—“ w -502C (@ |® 4.3 GVF*%500~600-040C
Top shape of SF%. -701C (@ @ 20 2.8 70 | 100 GVF%350~450-040C | GFV(S/T)/.oo0o00
T0016. 1501C -702C (@@ . 2543 GVF500~600-040C -000C
SF7. -1001C|@|® o3 ~2.8 100 | 150 GVF%350~450-040C Toolholder Stamp
« Right-hand shown -1002C | @ | ® 4.3 GVF4500~600-040C GFV(SIT)¥.00000-HC
- Right-hand Blade for Right-hand Toolholder, SF?. -1501C| @ | @® 23 2.8 150 | 250 GVF'350~450-040C
Left-hand Blade for Left-hand Toolholder. -1502C (@ © 4.3 GVF4%500~600-040C
@ Face Groove Diameter of GFVS / GFVT
e.g.) GFVS¥..--351B/352B
(same as GFVS%.----OOQOB, ----O00C ®G89
GFVT%.--O0O0B, ---O00C ®G89)
Face Grooving Dia.
Description ¢D Applicable Inserts
MIN.| MAX. « Itis possible to widen the groove to infinity e when
GFVS?L  2020K-351B | GVFY:250~350-020B machining the initial groove within MIN.-MAX. and
2525M-351B| 35 |. 50 | GVFY:300-150BR then widening to outer diameter.
2020K-352B | (25) | (e0) | .GVF-/~400~490-020B

2525M-352B | | GVFY/r 400-200BR

» When machining the initial groove on the-face at MIN. ¢35 » When machining the initial groove on the face at MAX. $50.
If the initial groove is made smaller than this, the toolholder If the first groove is bigger than this, the toolholder interferes
interferes with the workpiece. with the workpiece.

Boss Dia. depends on insert width. Boss Dia. depends on insert width.

435
(MIN. Face Grooving Dia.)
430
( Boss Dia.)
035
(MIN. Face Grooving Dia.)
950
(MAX. face grooving Dia.)
4!
(Boss Dia.)
!
950
(MAX. face grooving Dia.)
9402
(Boss Dia.)

©

2.5 (Width)

4.9 (Width)

Installing GVFL250-020B Installing GVFL490-020B Installing GVFL250-020B Installing GVFL490-020B

* When widening the groove width to inner diameter.

Face Grooving Dia.¢D MIN.(¢25 Boss Dia.) is the limitation regardless of insert width,
even widening the groove width to the center from the initial groove at D MIN.(¢:35) or ¢D MAX.(¢50).
The toolholder interferes with the workpiece when closer to the center.

1

- - ’

°

Installing GVFL250-020B Installing GVFL490-020B Installing GVFL250-020B Installing GVFL490-020B

935 ,
(MIN. Face Grooving Dia.)
935
(MIN. Face Grooving Dia.)
$50
(MAX. face grooving Dia.)
950
(MAX. face grooving Dia.)
025
(Min. boss Dia.)

Min. boss Dia.

@ : Std. Item
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8 (343) 382-52-03 | sales@sverla-ekb.ru



Grooving Inserts

B Applicable Inserts

(mm)
Description A L H ,5' gar.bon steel/ Aoy stee - CE Classification of usage
GVF?,. ----OOO0OA 4.3 12 45 B Ctalnlles,s Steel ")} "
e E=dlion @: Continuous-Light Interruption /
000B 58 20 5.0 N  |Non-ferrous Metals ¢ o 1st Choice .g .
--=000C 7.0 27 7.0 S |Titanium Alloys o o gr?én(l:nhu;gzilght Interruption /
---=O0OOAR 4.3 12 4.5 Hard materials (~40HRC) ® O @®: Continuous / 1st Choice
--OOOBR 58 | 20 | 50 H | ard materials (@0HRG-) O Continuous / 2nd Choice
q q < (0] g
. DIy Cermet|D g E PCD g =
o (Previous (mm) =1 Applicable | &8
Insert Description . o €Q
Description) wlelrl® SR g g|g| Toolholders | = <
© |y aa < O
Handed Insert shows Right-hand ¢ E = [ E E == = §
GVF?. 200-020A GVF?. 200A |2.00 o0 e0e0
230-020A 230A |2.30 eoCeeoe
250-020A 250A (2.50 5302 ROReee® GFV®. ---201A | G86
270-020A 270A (270|777 | |eRje/@/® | |GIFV--201A | G96
290-020A 290A |2.90 o ROee
340-020A 340A [3.40 O R O®0e
GVF?. 250-020B |GVF?. 250B |2.50 o0 000 GFV“/LL --001B
" 300-020B 3008 300 48| |ee[jeele | SrVSh-OO018
< &jj”g'“” 350-020B 3508 |3.50 oo eee  GIFVY.-001B
e "Yﬁgs 400-020B 4008 4.00 0.200C00e | | . o
I T 17 430-020B 430B (4.30 53 L el JC L) GFVSYs---O02B >
rgnr 460-020B 460B |4.60| eCeoee GFVT'---O02B £
18718 - GIFV*. ---O02B 3
490-020B 490B (4.90 o0 000 o
GVF?. 350-040C GVF?. 350C |3.50 oo o000 ngzLL/ ~-.-oo1g O
. FVSY%:-001
400-040C 400C |4.00/ 6.8 o0 000 TS0 ——
450-040C 450C (4.50 0.4 e eeoe GIFV?, ---0O01C
500-040C 500C |5.00 " leeCeee® GFV“/LL -=-002C G86
550-040C 550C |5.50| 8.3 o jojojo|  SHYSH-OO | cao
600-040C 600C |6.00 eCeeoe GIFV?, --002C | G96
R v R GFVfL. -..-O0O1B
GVF?. 250-020B |GVF?. 250B |2.50 is .GFVSL/R'-"OO1B
: FVT%.--OO1B
. 300-020B 300B 3.00 o oo
0.2
< N GFV?%. -.-O02B
12° GFVS'---O02B
L,@, 400-020B 4008 4.00/5.3 mGEVS 0028
Wx0.03 GIFV®. -.-O02B
R | -
II@ W |GVF 350-020C 350] o 0 v oore
400-020C - 4.00 M GFVSY---0O1C
GVF?. 350-040C |GVF7. 350C |350 . |, ImGFVT.-001C
tedge 400-040C a00c 400 | im GIFV --001C
GVF?. 200-100AR |GVF?. 100AR|2.00 1.00 IO SV A
L =201 G86
250-125AR 125AR|2.50| 2.3 |1.25 o0e | ot aoia | G
300-150AR 150AR|3.00 1.50 o00
FV%. .-OO1B
GVF?. 300-150BR|GVFY. 150BR |3.00| 4.8 |1.50 00 GRS}, 0018
' : ' < GFVT%---O01B
GIFVY, -.-OO1B ggg
13°13° GFVL ---OO2B | gog
GFVS'.---O02B
400-200BR 200BR |4.00| 5.3 2.00 oo | oo
Full-R GIFV®. ---O02B
- Dimension B: shows available grooving depth. Recommended Cut[ing Conditions ® G100
- MEGA indicates MEGACOAT
9 sSdoftem
\F::: Sctrclftl:tzrﬁvﬁgkl%t::ltl-tgand only) ! _Inserts are i | CBN & PCD Inserts are i
MTO : Made to order 3akas uHcTpymenTa: http://staelcapiidrgdplece boxes, | j\ | soldini pieceboxes. | 91

8 (343) 382-52-03 | sales@sverla-ekb.ru



| Grooving %

G92

B KFMS

Face Grooving Toolholders

(Face Grooving Dia.)

Dimension T: Under 16 mm

« Left-hand shown

Dimension T: Over 20 mm

SOEE =

Dimension T: Under 16 mm

Dimension T: Over 20 mm

L1

* Right-hand shown

H1
-

® Toolholder Dimensions

Std. Dimension (mm) \(/:/T:?Yt]? FacethlJ:v;ngDm. Wrsegca;e Parts
Description
R(L|HI=h|H2|H3| B |L1|L2| F | S| T W | MIN. |MAX. /
KFMS%. 2020K2530-3 |@ 25| 30
2020K3040-3 |@ 39 6.1]13 30 | 40
2020K4050-3 |®@ - 40 | 50
2020K5065-3 |@| | 20 10|20 |125] ,, 20.7 5 50 | 65 | HH5X20 | LW-4
2020K6585-3 |@ i 65 | 85
2020K85110-3 |®@ 5 44 o5 85 110
2020K110145-3 (@ 3 110]145
2525M2530-3 (@@ 25| 30
2525M3040-3 (@@ 39 6.1]13 30 | 40
2525M4050-3 (@@ 40 | 50
2525M5065-3 |@/@| 25 | - | 10 |25 150 ,, 25.7 20 50 | 65 | HH5X25 | LW-4
2525M6585-3 (@@ ) 65 | 85
2525M85110-3 (@@ 44 o5 85 110
2525M110145-3 (@ ® 110]145
KFMS%. 2020K2535-4 |@ 39 71112 25|35
2020K3550-4 |@ - 20 35|50
2020K5070-4 |@ 50 | 70
2020K70100-4 (@ |20 10| 20 |125 20.7) _ 70 |100| HH5X20 | LW-4
2020K100150-4 |® 5 44 25 100|150
2020K150220-4 |@® 150|220
2020K220800-4 |® 4 |220]
2525M2535-4 (L] 39 71112 25|35
2525M3550-4 (@@ 20 35|50
2525M5070-4 (@@ 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

3akas nHcTpymeHTa: http://steelcam.org
8 (343) 382-52-03 | sales@sverla-ekb.ru
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® Toolholder Dimensions

. . Width [Face Grooving Dia. Spare Parts
s DTALETEE (i) (mm) oD  |Clamp Bolt| Wrench
Description -
R|L|HI=h|H2 |H3 | B |[L1|L2| F | S| T W [ MIN. |[MAX.
KFMS®. 2020K2535-5 () 39 20 25| 35
2020K3550-5 (J - |10 35 | 50
2020K5075-5 [ J 207 50 | 75
2020K75115-5 |@ 20 20 (125 21'2 - 75 |115| HH5X20 | LW-4
2020K115180-5 |® 5 | 10 44 P13 | o5 115/180
2020K180235-5 (@ 180235
2020K235800-5 @ 5 [235] =
2525M2535-5 @ @ 39 oo | (6) [25]35
2525M3550-5 ( J( 35 | 50
2525M5075-5 (L 44 257 25 50 | 75
2525M75115-5 (@@ 25| - | 10|25 150 26.2 - 75 |115| HH5X25 | LW-4
2525M115180-5 |@ @ L 115/180
2525M180235-5 (@ @ 180|235
2525M235800-5 @ @ 235|
\~ Dimension T shows available grooving depth. |
- Face Grooving Dia. ¢D: 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|Right-hand (R) Toolholder| Left-hand (L) E@
Insert | (No Hand) Insert | (No Hand) |
‘ o
o Of | %
1 o
1 | -
e S ey
O| |
| —1
. App"cable Inserts (mm) P |Carbon steel / Alloy steel [} cl ificati f
Description L H M |[Stainless Steel (") assiiication or usage
FMM30-03 K |Castlron ® | © |@: Continuous-Light Interruption /
FMM%O-O‘I 12 3.5 N |Non-ferrous Metals o M1st Choice )
ENING ShiTEAE ° O: gﬁg?ﬁ(ﬂgz-mht Interruption /
2 12 3.5 H Hard materials (~40HRC) O @: Continuous / 1st Choice
FMNG6 Hard materials (40HRC~) O: Continuous / 2nd Choice
: . g %% PVD Coated %
Dimension (mm) § ok i §
Insert Description ol 6o 1o Applicable Toolholders
N | = -
W | M (282885
oo |a|ao X
f FMM 30-03 3.0 0.3 20 00 0600 KFMS%.--- 3
.‘/ 4004 | 40 26 ©©©®®®e®  KFMSY..4
— 5004 | 50 | 04 | 34 © ©© © 0 e p—
o o [ B [ | 60-04 | 60 10 oo e e® L
f”- s & &g FMN 3 3.0 20 @@ o @ KFMS#.--- 3
V = 3 4 40 | .| 26 @@ |@ |@  KFWSY--4
- L & & :
— 5 5.0 34 @ ©® @ [ J
i =] \ KFMS?.--- 5
Sharp-CuE[?nC; OG:;%&Q/ M Class * ' 6 6.0 4.0 { ] [ ] [ J '

- FMN type inserts are only for Deep Grooving and not applicable for Turning. Recommended Cutﬁng Conditions @ G99
@ Limit of Turning toward Center I causes the toolholder to interfere with the groove wall depending on the iniial cuts diameter

28 and
ols} ¢D 25 26 27 ovaer: e.g.) KFMSR 2525M2530-3 with ¢25 as first cut towards the
. center, it will cause a rubbing with the toolholder cartridge if ¢d is
Description od 4.0mm.
KFMS%. 2020K2530-3 4 5 0 0 N o
oD / KFMSR/L 2525M2530-3 () value shows the Dimension using FMM60-04 Insert.
terfrence KFMS?. 2020K2535-4 5 5 0
KFMS". 2525M2535-4 (remﬁi"nmg)
Remaining Boss Dia.¢d | KFMS%. 2020K2535-5 7 4 1 Boss
KFMS?. 2525M2535-5 | '5) | (2 | (0
@ : Std. ltem T )
i Inserts are |
3akas nHcTpymeHTa: http://steelcam.org | soldin10pieceboxes. | (O3
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| Grooving %

Face Grooving Toolholders

B KFMS-8
T
_ |
-‘g” 3 —— . : —
3 LLI .70 = ©
. L1 |
T L2 |
— = L —
< E |
Y
|
g [
|
« Right-hand shown e Left-hand shown
® Toolholder Dimensions
. . Width [Face Grooving Dia. Spare Parts
std. DN (i) (mm)| ¢D | ClampBolt | Wrench
Description S
RIL|HI=h|H2 |H3| B |L1|L2| F | T W |MIN. [MAX. /
KFMS?, 2525M5464-8 (@ ® . adba
9 41 (0) | (=)
2525M6382-8 (@@ |24 ?03; (fjf)
25 25 (150 26 | 25 8 80 (115
2525M80115-8 [ J( ) (0) | (oo
6|8 40 105160 HHEX25 LW-5
2525M105160-8 (@ ®
(0) | ()
2525M155510-8 @ ® 25| 6 25 (150 26 155/510
8 43 25 8 0
3232P155510-8 (@ |32/ - 32|170| |33 (0) | ()

| Dimension T shows available grooving depth. |

- The value () of Face Grooving Dia. (0D MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o).
The value () of Face Grooving Dia. (¢D 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..

M Applicable Inserts | camonsieelIlorsieell {11 Classification of usage
(mm) K |Castlron @ | ©| @: Continuous-Light Interruption /
Description N [Non-ferrous Metals o . 1stQhoice ) )
GMM 8030-080MW S [Titanium Alloys @ | " Sontuous-Light interrupton
GMG 8030-050MG | 30 5.5 H Hard materials (~40HRC) Ol @ @®: Continuous / 1st Choice
GMGA 8030-400R Hard materials (40HRC~) O: Continuous / 2nd Choice|
i i ©|8s PV |3
Dimension E (22| Coatea E
i (mm) 8 go Carbide | S .
Insert Description (P o 0 Applicable
P Description) g|y 288|e Toolholders
Wik | M[232eez
| 7
O oo
= ﬁg
; —=pd_[3%
L i GMM 8030-080MW | GMM 8030-08 | 8.0 | 0.8 | 6.0 0000
Chip Control Oriented / @ I:D
M Class
81& = re
i . GMG 8030-050MG |GMG 8030-05sMG| 8.0 | 0.5 |60 @@ ©©®® KFMS*. ---8
SharpCug;Jgu(n)geCn;?S é’rz;elféiwon ws| TP =1 = i:a
ﬂ " GMGA 8030-400R | GMGA 8030-40R | 8.0 | 4.0 | 6.0 o
Sharp-CunFingHOFr{ie/nngP[ecisionCIass T
ul-R / Copying

} If using a full-R insert with KIGM-8 type toolholder, you need to modify the corner of insert adapter of toolholder. ‘

Inserts are

sold in 10 piece boxes.

3akas nHcTpymeHTa: http://steelcam.org

8 (343) 382-52-03 | sales@sverla-ekb.ru
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Face Grooving Blade

¢ Right-hand shown ¢ Left-hand shown

M KFTB-S
8 |
§ (e iﬁ ‘ 5@
U %\J\@\
T |
= a— |
|
|
|

@ Blade Dimensions

Std. Dimension (mm) Width Fc Gooig D Sparle Parts .
0D [Releasing Wrench o~ | Applicable
Description Fl)r?slg:'atls) e Blocks
RIL| H| L A|T]|C W [MIN. | MAX. @ H27
KFTB"L 65100-4S [ J( 25| 4 65 |100
90150-4S [ J[ 52 90 [150 KTKTB20-32
150250-4S (@@ 32 1150 30| 0 4.0 140|250 FTK4 25-32
250800-4S (@@ 3.2 230| o LTK-5 32-32
KFTBL 90150-5S [ J[ 5.0 30 90 (150 KTKTBF25-32
150250-5S |(@|®| 32 [150| " |32 | O 5.0 |150|250 FTK5 32-32 o
250800-5S (@@ 4.0 38 250| oo g
[ Dimension T shows available grooving depth. | 8
- Face Grooving Dia.¢D: The diameter range of the initial groove. (‘5
- The insert has Self-Clamping system and it is not suitable for tight tolerance grooves (tolerance+0.05mm).
- KFTB%.65100-4S toolholder is designed with the edge position 4mm above the Center. —
* Dimension H shows the length between virtual tops.
L App"cable Inserts l\ljl gta@" el o Classification of usage
ainless Steel [
K |Castlron @ | @: Continuous-Light Interruption /
N |Non-ferrous Metals o 1st Choice .
S [Tianium A"loys o gggtg#gig:ilght Interruption /
i ([ B R, O @: Continuous / 1st Choice
Hard materials (40HRC-), O: Continuous / 2nd Choice
T (2o PWD (B
Dimension (mm) £ 5[ Coated| B
O |g°|Carbide 8
Insert Description 0 oo Applicable Toolholders
- 8sgg§
re 22
FSa|a|<
KFTB®. 65100-4S
90150-4S
© . FTK 4 4.0 0000 150250-4S
@@g 0.25 250800-4S
e - KFTB%.  90150-5S
5 5.0 00 0o 150250-5S
250800-5S
Recommended Cutting Conditions & G100
@ Selection of Blade and Insert
Combination of Blade + KTKTB Combination of Blade + KTKTBF
Blade Right-hand (R) Blade Left-hand (L) Blade Right-hand (R) Blade Left-hand (L)
Insert Neutral Insert Neutral Insert Neutral Insert Neutral
(Reverse mounting) (Normal mounting) (Reverse mounting) (Normal mounting)
@o_o@ P oy B iy oy
Blade Block Blade Block Blade Block Blade Block
KFTBR + KTKTB KFTBL + KTKTB KFTBR + KTKTBF KFTBL + KTKTBF
|-—=l \== l-__—-=ﬁ ==m =7
| - =7
(Normal mounting) (Reverse mounting) (Normal mounting) (Reverse mounting)
@ : Std. Item
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| Grooving %

G96

Face Grooving Toolholders (Round Shank) [GVF Insert]

Integral Type

GIFVR3532B-201A
Shows Right Figure

GIFVL3532B-201A
Shows Left Figure

BN GIFV
T
D=l {
| 8 ‘ ©
! R AN L
H ‘ Face Grooving Dia.9D1
| (To outer dia.)
\ I N\
- g —L_ ‘
© )t 1 j
|
|
|
|

« Right-hand shown

¢ Left-han

d shown

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

® Toolholder Dimensions

Std. Dimension (mm) FaﬂegroDoviqq Dia — SetSPafe Parts —
Applicable Inserts
Description @& @ PPl @ Go1
RL¢A¢DHL1L2FTMIN.MAX. /
R ~ 35 i GVFRL...-..A
GIFV?.  3532B-201A 00 35 E 2.2 (12) oo | CPS-5V GVF,.- AR
R ; 35 | 50 GVF¥.250~350-020B
GIFV%. 3532B-351B o0 .5 4.6 25)| (o) GVF¥,300-150BR
35 | 50 GVF?/.400~490-020B
3532B-3528 @0 %125 GVF.400-2008R
30 (50) (;:)) CPS-6v LW-3 GVFR/L250 350-020B
| 250~350-
5032B-501B (@ ® - 32130250 | 16/4.6| 55 ) GVF?.300-150BR
50|70 GVF?/.400~490-020B
gli2 0z ® © | 51 (25)| (o) GVF?,400-200BR
GIFVY. 5032B-501C |®@® 6.6 (gg) (Z:’) GVFY,350-450-040C
50 35 = CPS-8V LW-4
5032B-502C (@@ 8.1 GVF?/.500~600-040C
(25)| (=)
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 Dia Face Grrooving Dia.
Applications Description ¢d1 ¢D1 Remarks
(MIN.) | MIN. [ MAX.|(MAX.)
GIFV?. 3532B-201A o0
. % GIFVRL. 3532B-351B 35 50
_ P 3532B-352B
° FQ 5032B-501B - o0
© dU5£B-00IB |
N9 = 5032B-502B 5 | 70
- GIFV?R. 5032B-501C
5032B-502C
R 3
g:EzR;L ggggg_gg}g 12 35 = If $D2 > 58-2W, the Face Grooving Dia. can
e 50 be expanded to ¢d1 (MIN.) toward the Center.
- —loy 3532B-352B W = Edge Width
k F 3032B-5018 | 25 * | 1 4D2 2 75-2W, the Face G D
5032B-502B ¢D2 > 75-2W, the Face Grooving Dia. can
GIFV7. 5032B-501C 50 | 70 \t;\?f)g);;éis\%?hq)m (MIN.) toward the Center.
5032B-502C
GIFV?R. 3532B-201A 12 o0
; GIFVRL. 3532B-351B 35 50
_ /w: _ 3532B-352B
S 0 5032B-501B o
|\ 7 ] 5032B-502B G P
% b GIFV?. 5032B-501C
5032B-502C

- The value () of Face Grooving Dia. ()D1 MAX.) is the maximum outer diameter value after the initial groove between MIN.~MAX. (It is possible to widen the groove to infinity o)
- The value () of Face Grooving Dia. (¢d1 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.
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Recommended Cutting Conditions

# GBA type inserts (Ground Chipbreaker)

Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
MC | Cermet |MEGA|PVD Coated Carbide [Carbide] CBN | PCD ) L tor Tormen g2
Workpiece = 2 d =
. =9
Material | § | Z g & §|E § 2 E8E5| GBACOY GBAOOY GBAOOY |GBAOOTY. GBAOOW | §
~ — -
=z B = x I oo % 033~100-... | 125~200-... | 230~300-... | 330~400-... | 400~480-... | =
(1) 0.03~0.08 | (1) 0.04~0.09 |(1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel * | % | | k|| S - - - - | (@) Notreo m. |(2)0.04~0.09 |(2)0.05~0.1 |(2)0.05~0.1 |(2)0.05~0.1
150~240[150~220(150~220/80~200| 80~180|80~180 (@) Notreo m. | (3)Max 03 | @) Max 0.5 | (3)Max 05 | (3) Max 0.8
Fr— x|l vl ol x| o]« (1) 0.03~0.07 | (1) 0.04~0.08 | (1)0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1
oy Steel ¢ - - - - | (2 Notreo m. |(2)0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.1
i 130~220/130~200(130~200| 80~180| 80~160/80~160 (3)Notreo m. | (3)Max 0.3 | (3)Max 0.5 | (3)Max 05 | (3) Max. 0.8
alel o % (1)0.03~0.07 | (1)0.04~0.08 |(1)0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1
Stainless Steel - “ l70c50l60-150l60-130l60-130] - - - | (2 Notreo m. |(2)0.04~0.08 |(2)0.05~0.09 | (2)0.05~0.1 |(2)0.05~0.1
8 " - g (3) Notreo m. | (3) Max 0.3 (3) Max 0.5 (3) Max 0.5 (3) Max. 0.8 -
N N * (1)0.03~0.08 |(1)0.04~0.09 |[(1)0.05~0.1 |(1)0.05~0.12 |[(1)0.05~0.12 | §
Cast Iron - - - - -  lsoot80 eoﬁzo 5000l T | (@Notreo m. |(2)0.04~0.09 | (2)0.05-01 | (2)0.05-0.1 | (2)0.05-0.1 °
g g 50~ (3) Notreo m. | (3) Max 0.3 (3) Max 0.5 (3) Max 0.5 (3) Max 0.8 8
% % |(0.05-0.12 | (1)005~015 |(1)0.05-0.15 |(1)0.08~0.15 | (1)0.08~0.15
Aluminum - - - - - - “ lisoool  |sp-oom| (@ Notreo m. | (2)0.05-0.15 | (2)0.05~0.15 |(2)0.08-0.15 | (2)0.08-0.15
- ~o7% (3) Notreo m. | (3) Max 0.5 (3) Max 0.8 (3) Max 0.8 (3) Max 0.8
N % |(1)005-0.12 [(1)0.05-0.15 |(1)0.05-0.15 |(1)0.08-0.15 |(1)0.08~0.15
Brass - - - - - - “ lisosaool " lbooegoo| @ Notreo m. | (2)0.05~0.15 | (2)0.05-0.15 |(2)0.08~0.15 | (2)0.08~0.15
- ~°%*| (3) Notreo m. | (3) Max 0.5 (3) Max 0.8 (3) Max 0.8 (3) Max 0.8
% (1) 0.02~0.05 | (1) 0.03~0.07
Hard Materials - - - - - - - © lgodz0l - - (2) Notreo m. | (2) 0.01~0.04
(3) Notreo m. | (3) Max 0.1
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. *: 1st Recommendation v+: 2nd Recommendation
* MC indicates MEGACOAT Cermet. MEGA indicates MEGACOAT.
# GBA type inserts (GM Chipbreaker) E@
1) f for Grooving (mm/re:
Recommended Insert Qrades }2; Rl ooy  (m /rev)") "
(Cutting Speed V: m/min) (3) ap for Turning (mm) -:% o
Workplece Material MEGACOAT z GBA43R~1 GBA43”, g = £
GBA437. GBA43. > 2
150-020GM 175-020GM-~ 250-030GM~ 400-040GM | 3
PR1215 230-020GM 350-030GM (‘5
(1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15
Carbon Steel 80~220 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 —
(3) Ma® .3 (3) Mag .3 (3) Ma® .5 (3) Ma® .8 -
(1) 0.03~0.12 (1) 0.03~0.12 (1) 0.04~0.15 (1) 0.05~0.15 S
Alloy Steel 80~200 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1 °
(3) Ma® .3 (3) Mag .3 (3) Ma® .5 (3) Mag .8 o)
] (1) 0.03~0.1 (1) 0.03~0.1 (1) 0.04~0.12 (1) 0.04~0.12 O
Stainless Steel 60~150 (2) 0.03~0.08 (2) 0.03~0.09 (2) 0.05~0.1 (2) 0.05~0.1
(3) Ma® .3 (3) Mag .3 (3) Ma® .5 (3) Ma® .8
* Above cutting condition is for external grooving. Set both cutting speed and feed 20% lower for internal grooving.
¢ GBA type inserts (MY Chipbreaker)
Recommended Insert Grades (Cutting Speed Ve: m/min) (0 o7 Chiwtilry (Gimyr=e))
- . (2) f for Turning (mm/rev) ()]
Cermet |[MEGA| PVD Coated Carbide [Carbide| CBN | PCD (3) ap for Turning (mm) -;‘,E
Workpiece Material | o w0 w0 ° |=S A A R
s S| B |8 |8 |28 2 5 Bg|aondi | 3BM | aBasey | SBMIR | geaday, | §
23 || 2| 5| E| & |R8|75020MY~1230-020MYV~) 555 (agpy 330-030MY~| 154 6aoMy |
= = o a o ¥ | ¥ X | 200-020MY | 265-030MY 350-030MY
(1) 0.03~0.08 | (1) 0.04~0.09 |(1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~0.12
Carbon Steel hxg - * ¥ ¥ - - |(2)0.03~0.08 |(2)0.04~0.09 |(2)0.05~0.1 |(2)0.05~0.1 |(2)0.05~0.1
150~220 80~200 | 80~200)80~200 (B)Max 03 [ (3Max 0.3 |(3)Max 05 |(B)Max 05 |(3Max.08 |
(1) 0.03~0.07 | (1) 0.04~0.08 |(1)0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1 S
Alloy Steel ¥ - i WS - (2)0.03~0.1 | (2) 0.04~0.08 |(2)0.05~0.09 | (2)0.05~0.1 | (2)0.05~0.1 =
y 130~200 80~180 |80~18080~180 (3)Max 03 |(3)Max 03 |(3)Max 05 |(3)Max 05 |(3)Max 0.8 3
. o] Y Y Y * (1) 0.03~0.07 | (1) 0.04~0.08 |(1)0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1 O
ainless Stee - - - - | (20.03~01 |(2)0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.1
70~150 60~150 |60~15060~150 (3)Max 03 |(3)Max 03 |(3)Max 05 |(3)Max 05 | (3)Max 0.8
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. MEGA indicates MEGACOAT *: 1st Recommendation +r: 2nd Recommendation
@ GB type inserts (Ground Chipbreaker) @ will be switched to GBA.
Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
- - (2) f for Turning (mm/rev) (2]
Cermet PVD Coated Carbide | Carbide) CBN | PCD (3) ap for Turning (mm) E
Workpiece Material o |[=5
P S § g : § S g §§ GBOOW. | GBOO™ | GBOO®. | GBOO%. | GBOO™M GE,
= = e o o E Q@ |g g | 050-100 125-200 | 230-300 | 330~400 | 400~480 |
— % - N * (1) 0.03~0.08 | (1) 0.04~0.09 |(1)0.05~0.1 | (1)0.05~0.12 | (1)0.05~0.12
arbon Stee - - - - | (@ Notreo m. | (2)0.04~0.09 |(2)0.05~0.1 |[(2)0.05~0.1 | (2)0.05~0.1
150~220/100~150|80~200|80~180 (3)Notreo m. | (3)Max 03 | (3)Max 0.5 | (3)Max 05 | (3) Max 0.8
Allov Steel % # % % (1) 0.03~0.07 | (1) 0.04~0.08 |(1)0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1
oy Steel - - - - - | (2 Notreo m. | (2)0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.1
v 130~200)80~130(80~180|80~160 (3)Notreo m. | (3)Max 0.3 | (3)Max 0.5 |(3)Max 0.5 | (3) Max. 0.8
N N * (1) 0.03~0.07 | (1) 0.04~0.08 | (1) 0.05~0.09 |(1)0.05~0.1 | (1)0.05~0.1
Stainless Steel s » - - | (2)Notreo m. | (2)0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.1 =
60-100/60-150|60-130 (3) Notrecom. | (3)Max 0.3 | (3)Max 05 |(3)Max 0.5 |(3)Max.0.8 | &
* (1)0.03-0.08 | (1) 0.04~0.09 | (1)0.05-0.1 | (1)0.05-0.12 | (1)0.05-0.12 | &
Cast Iron - - - - - - - | (2 Notreo m. | (2)0.04~0.09 |(2)0.05~0.1 |(2)0.05~0.1 |(2)0.05~0.1 (&]
60~100 (3)Notreo m. | (3)Max 0.3 | (3)Max 0.5 |(3)Max 0.5 | (3) Max. 0.8
* % |(©0.05-012 |(1)005-015 |(1)0.05-0.15 |(1)0.08~0.15 |(1)0.08~0.15
Aluminum - - - - - - (2) Notreo m. | (2) 0.05~0.15 | (2) 0.05~0.15 |(2)0.08~0.15 | (2)0.08~0.15
150-400 150-2000( (3) Not recom. | (3) Max 0.5 | (3)Max 0.8 | (3) Max 0.8 | (3) Max. 0.8
* % |(©0.05-012 |(1)005-015 |(1)0.05-0.15 |(1)0.08~0.15 |(1)0.08~0.15
Brass - - - - - - (2) Notreo m. |(2)0.05~0.15 | (2)0.05~0.15 |(2)0.08~0.15 | (2)0.08~0.15
150~300 200-800| (3) Not reo m. | (3) Max 0.5 | (3)Max 0.8 | (3)Max 0.8 | (3) Max. 0.8

*: 1st Recommendation #: 2nd Recommendation
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Recommended Cutting Conditions

@ TGF inserts (Ground Chipbreaker)

Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
- = (2) f for Turning (mm/rev) »
Cermet| MEGA | PVD Coated Carbide | Carbide| CBN | PCD (3) ap for Turning (mm) <
Workpiece Material w | o | 1 ° gg o
P § ~ 2 - = uz) § 8 TGF32%. TGF32%. TGF32%. TGF32%. qE>
O o o o 5 0O | &a | 033-050-005 | 075~095-010 | 100~145-010 | 150~250-010 | T
~ o CS o ¥ |¥X¥
% * % % ] ] ] (1) 0.01~0.05 (1) 0.02~0.07 (1)0.03-0.08 (1)0.03-0.08
Carbon Steel 150~220| 80~180 | 80~180 | 80~180 83 Notreo m. 83 Not feo m. Eﬁi Max 02 g; biex 02
N * i % (1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03-0.07 (1) 0.03-0.07
Alioy Steel 130-200/80-160|80~160 80-160| | | "~ |@Rree e |@Nee | @0 (3 Niax 02
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Stainless Steel - B! w * - - - (2) Notreo m. (2) Notreo m. (2) 0.02~0.05 (2) 0.02~0.05 €
60~130|60~130 | 60~130 (3) Not reo m. (3) Not reo m. (3) Max 0.2 (3) Max 0.2 «
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08 8
*
Cast Iron - - - - - - (2) Notreo m. (2) Not reo m. (2) 0.03~0.06 (2) 0.03~0.06 (&)
60~100 (3) Not reo m. (3) Not reo m. (3) Max 0.2 (3) Max 0.2
(1) 0.01~0.05 (1) 0.02~0.07 (1) 0.03~0.08 (1) 0.03~0.08
Aluminum . ; : ; * ; * | (2)Notreo m. (2) Not reo m. (2) 0.03-0.06 (2) 0.03-0.06
150~400 150~2,000 (3) Not reo m. (3) Not reo m. (3) Max 0.2 (3) Max 0.2
(1) 0.01~0.04 (1) 0.02~0.06 (1) 0.03~0.07 (1) 0.03~0.07
Brass - - - - * - * | (2) Not reo m. (2) Not reo m. (2) 0.02~0.05 (2) 0.02~0.05
150~300 200~800 (3) Not reo m. (3) Not reo m. (3) Max 0.2 (3) Max 0.2
- MEGA indicates MEGACOAT *: 1st Recommendation ¥r: 2nd Recommendation
@ TG inserts (Ground Chipbreaker) @ will be switched to GBA.
Recommended Insert Grades (Cutting Speed Ve: m/min)
. . f (mm/rev) @
Cermet PVD Coated Carbide{Carbide| CBN | PCD X
Workpiece Material o | o e g% 3
E@ £ 8 8 3|8 §|2|k 85 TSO0O% | TGOOU | TGOO% | TGOOW | TGOOU | &
o = e e g £ S @ |gg | 075-095 | 125-200 | 230~300 | 330~400 | 430~450 =
C S
>
8 Carbon Steel 150’5220 - - - - - - - 10.03-0.07 | 0.03-0.08 | 0.05-0.1 |0.05-0.12 | 0.05-0.12 g
O ©
Q
Alloy Steel 13(:200 - - - - - - - 10.02~0.06 | 0.03-0.07 | 0.05-0.09 | 0.05~0.1 | 0.05-0.1 | ©
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. *: 1st Recommendation #: 2nd Recommendation
@ GH inserts (Ground Chipbreaker)
Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
PVD Coated . s (2) f for Turning (mm/rev) @
Cermet Carice | Carbide Ceramic (3) ap for Turning (mm) X
Workpiece Material = °
p S § § 8 g e | 2|8 GH GH GH GH g
= ©o ©
F|le o & |2 < < e 40~50... | 55~70.. | 75~80... | 100~120... o
% % % * (1)0.07~02 |[(1)0.07-0.2 |(1)0.1~0.25 |(1)0.15~0.3
CabonSteel  |utmozpunimlpooo] | C | | | @ocrols |@ocrols @i | @oioz
% i % * (1)0.07-018 [(1)0.07-0.18 [(1)01-023 | (1)015-027
Alloy Steel 130-200130-20080-130j80-160 "~ | * | * | | BV | B viax 20 | () viax b6 | (3 viax 20
. % % * (1)0.07~0.16 | (1)0.07~0.16 |(1)0.1~0.21 | (1) 0.15~0.25
StainiessSteel o'l - |wiomlelan © | - | - | - |@onor |@ooels |@oreis | @0z
KW10 KW10 KW10 KW10
(1)0.07~0.2 | (1)0.07~0.2 | (1)0.1~0.25 | (1)0.15~0.3
(2)0.07~0.15 | (2) 0.07~0.15 | (2) 0.1~0.2 (2) 0.15~0.25 €
Cast Iron } } R } * Pig Pxe ¥¢ | (3)Max 1.0 (3) Max 1.0 (3) Max 1.5 (3) Max 2.0 «©
60~100|150~300(150~300(150~300| A65 / AGEN AB5 / A66N AB5 / A66N AB5 / A66N 8
(1) 0.03~0.07 | (1) 0.03~0.07 | (1)0.05~0.09 | (1) 0.05~0.09 o
(2) Notreo m. | (2) Notreo m. | (2) Notreo m. | (2) Notreo m.
(3) Notreo m. | (3) Notreo m. | (3) Notreo m. | (3) Notreo m.
(1)0.07~02 [(1)0.07~0.2 |(1)0.1~0.25 |(1)0.15~0.3
Aluminum - - - - 150’:100 - - - | (2)0.07~0.15 |(2)0.07~0.15 |(2)0.1~0.2 (2) 0.15~0.25
ES; Max 1.0 ES; Max 1.0 ES; Max 1.5 ES; Max 2.0
1) 0.07~0.2 1) 0.07~0.2 1) 0.1~0.25 1)0.15~0.3
Brass - - - - * - - - | (2)0.07~0.15 |(2)0.07~0.15 |(2)0.1~0.2 (2) 0.15~0.25
150-300 (3)Max 1.0 | (3)Max 1.0 [ (3)Max 1.5 | (3)Max 2.0
] N & % |()002-005 [(1)0.02-005 [(1)0.02-005
HoroMaterias | - | - | | | e e e GI05Y BR0SS | GR00Y°
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. *: 1st Recommendation +r: 2nd Recommendation
¢ GHU Inserts (Molded Chipbreakers)
Recommended Insert Grades (Cutting Speed Vc: m/min) (1)  for Grooving (mm/rev)
CVD Coated . - (2) f for Turning (mm/rev) @
Cermet camge | PVD Coated Carbide |  Ceramic (3) ap for Turning (mm) <
Workpiece Material o o o s
s g 8|2 88 8 g % ocHu GHU GHU £
2 2l | & © v " v o
= |(_> g s e ke < < 40-20 50-20 60-20
(1) 0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15
Carbon Steel * - - bt - - - - |(2005~0.1 |(2)0.05~0.1 |(2)0.05~0.12
130~200 80-180 (3)Max 1.0 | (3)Max 1.0 | (3)Max 1.5 =
% % (1) 0.06~0.12 | (1) 0.06~0.12 | (1) 0.06~0.15 3
e o) | ol | | | |@osed [@omer | @ooor :
. (1)0.06~0.1 | (1) 0.06~0.1 | (1) 0.06~0.12 o
Stainless Steel - - - - - - - |(2)0.05~0.08 |(2)0.05~0.08 |(2)0.05~0.1
60-130 (3)Max 08 | (3)Max 0.8 | (3) Max 1.2
* Above cutting condition is for external grooving. Set both cutting speed and feed 10% lower for internal grooving. *: 1st Recommendation ¥: 2nd Recommendation
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# GA Inserts (Molded Chipbreakers)

Recommended Insert Grades (Cutting Speed Vc: m/min) (1) ffor Grooving (mm/rev)
Cermet VDo D) Cogted Catide | Carbide A @
Carbide (3) ap for Turning (mm) X
Workpiece Material o o o o
P 28 8 8 2 3 8 8 2| o GA GA =
F|E|g |8 |8 & €& S 30 40 50 T
N N (1) 0.06~0.18 | (1) 0.06~0.21 | (1) 0.06~0.25
Carbon Steel > - - - - - - | (2)0.05~0.15 |(2)0.05~0.17 | (2)0.05~0.2
130~200 80-180 (3)Max 0.8 | (3)Max 1.0 | (3)Max 1.3 =
o Gl * (1) 0.06-0.15 | (1) 0.06~0.18 | (1) 0.06~0.22 S
oy Stee - - - - - (2)0.05~0.12 | (2) 0.05~0.15 | (2)0.05~0.18 re]
i 100-180 80-160 (3)Max 0.3 | (3)Max 0.5 | (3) Max 0.8 o)
] * (1)0.06-0.1 | (1) 0.06~0.1 | (1) 0.06~0.12 O
Stainless Steel - - - - - - - | (2)0.05~0.08 | (2)0.05~0.08 |(2)0.05~0.1
60-130 (3) Max 0.8 | (3)Max 0.8 | (3) Max 1.2
GIA I (M Id d Ch b K ) *: 1st Recommendation +r: 2nd Recommendation
L 4 nserts (Molde ipbreakers
Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev)
C CVD Coaled PG Cabide |Carbi (2) ffor Turnlng (mm/rev) »
ermet Carbide oated Carbide |Carbide (3) ap for Turning (mm) X
Workpiece Material o o o o
P 2/ 8 8 3 2 8 8|2 an GIA GIA =
[+}]
E|F|g|8 |8 |E &g S 30 40 50 T
(1) 0.04-0.08 | (1) 0.04~0.09 | (1) 0.05-0.1
Carbon Steel It * - - - | (2)0.02~0.08 | (2)0.02~0.08 | (2)0.05~0.08
60~120 60-120 (3)Max 0.3 | (3)Max 0.4 | (3) Max 0.5 =
(1) 0.04-0.07 | (1) 0.04~0.07 | (1) 0.05~0.08 S
Alloy Steel - - - - - - |(2)0.02~0.07 | (2)0.02~0.07 | (2)0.05~0.08 °
60~100 60~-100 (3)Max 0.3 | (3)Max 0.4 | (3) Max 0.5 o)
] * (1) 0.04-0.07 | (1) 0.04~0.07 | (1) 0.05~0.08 O
Stainless Steel - - - |(2)0.02~0.07 | (2)0.02~0.07 | (2)0.05~0.08
60-80 (3)Max 03| (3)Max 0.4 | (3) Max 0.5

*: 1st Recommendation ¥: 2nd Recommendation

@ PSG-S (Tip-Bars)

| Grooving %

Recommended nset Grdes CutrgSeee i Note for using the grooving tip-bars PSG-S type \
: N PSG06 How to Install
; _|PVD Coated Carbide | Carbide | pSG05 | PSGO7 Internal small dia. grooving requires accurate installation because an
Workpiece Material [=] o PSGO08 Remarks error of insert height or angle can affect the machining precision. When
8 E installing, set the cutting edge higher than the center line as shown in
E 7 f (mm/rev) the Table 1. The cutting edge of all the PSG-S type tip-bars is designed
to be higher than the center line. (L4 of Tip-Bars dimension)
Carbon Steel 3000 -0.03 | -0.05
Stainless Steel 30‘:30 ~0.02 | ~0.03 |Coolant
Non-ferrous Metals ;60 ~0.05 | ~0.08
*: 1st Recommendation
B FMM-FMN
Recommended Insert Grades (Cutting Speed Ve:m/min) | Face Grooving (FMM / FMN ) Turning (FMM)
Cermet |©'0.S%td| p\/D Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) _;4‘”_
. . - ®
Workpiece Material | o | & | ® | 8 | 8 | 2 | g9 40 | 5060 | 30 40 | 5060 | &
-4 2] = o
F | £ & | & & =
o f (mm/rev) f (mm/rev)
Carbon Steel 100520 | 80300 | 80500 | 507500 0.03-0.05 | 0.03-0.08 | 0.05-0.10 | 0.05-0.10 | 0.05-0.25 | 0.10~0.30
Alloy Steel s0s00 | 70580 | 7080 | 70%80 0.03-0.05 | 0.03-0.08 | 0.05-0.10 | 0.05-0.10 | 0.05~0.25 | 0.10-0.30
Stainless Steel 70160 60?350 60:'50 60§50 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 E
©
Cast Iron - - - - soﬁso 70%150 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30 | 8
Aluminum 200’!‘500 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30
Brass 100’!‘200 0.03~0.05 | 0.03~0.08 | 0.05~0.10 | 0.05~0.10 | 0.05~0.25 | 0.10~0.30

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

@ Ref. to the notes below for turning conditions.
ap and f of FMM

Recommended Cutting Conditions

ap (MAX.) (mm) under 50% of Edge Width | . ap < 0.5w

f (MAX.) (mm) under 3~5% of Edge Width | - f <[0.03(Min.) ~ 0.05(Max.)] w
ap x f should be as follows.
Loadimm) Edge Width(mm) 3.0 4.0 5.0 6.0

ap x f ~0.09 ~0.14 ~0.25 ~0.36
- apxf < 0.01w?
3akas nHcTpymeHTa: http://steelcam.org G99
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Recommended Cutting Conditions

@ GV Inserts (Ground Chipbreaker)

Recommended Insert Grades 8 I;g;%’mg‘% ) 've)")
(Cutting Speed Vc: m/min) (8) ap for Turning (mm
R (9]
Commet | MEGAPDGaRd, | VI |Gy | avi | v i<
Workpiece Material COAT | Catide 100-300-§ | 145~185-..B | 200~280-..B | 300~400-..B g
@
[Te) R o
28 38|88 2 ok GV | GVHL | GVR | GVH | GVH%
-4 = T ~340-... ) ) L L e
Ele|e |z | &2 muwrm 200-100BR|300-150BR| 280~300-.C | 340~400-..C | 430~500-..C
(1) 0.03-0.08 |(1) 0.03~0.08 |(1) 0.04~0.09 |(1) 0.05-0.12 | (1) 0.04~0.09 |(1) 0.05~0.12 | (1) 0.05~0.12
Carbon Steel R w * * * - |(2) 0.03~0.08 |(2) 0.03~0.08 |(2) 0.04~0.09 |(2) 0.05~0.1 |(2)0.04~0.09 |(2) 0.05~0.1 |(2) 0.05~0.1
120~180]120~180| 80~120|80~160| 80~140 (3) Max. 0.3 |(3)Max. 0.3 [(3)Max.0.3 |(3)Max 0.5 |(3)Max.0.3 |(3)Max 0.5 [(3) Max 0.5
P # % % " (1) 0.03-0.07 [(1) 0.03~0.07 |(1) 0.04~0.08 |(1) 0.05~0.1 |(1) 0.04~0.08 |(1) 0.05~0.1 |(1) 0.05~0.1
oy Stee - |(2)0.03~01 [(2)0.03~0.1 |(2)0.04~0.08 |(2)0.05~0.1 |(2)0.04~0.08 |(2) 0.05~0.1 |(2)0.05~0.1
y 100~160/100~160/80~100|80~140|80~120 (3) Max. 0.3 |(3) Max. 0.3 |(3) Max. 0.3 |(3) Max 0.5 |(3) Max.0.3 |(3) Max 0.5 |(3) Max 0.5
Stainless Steel % e % e 513 0.03-0.07 Elg 0.03-0.07 213 0.04-0.08 glg 0.05-0.1 Elg 0.04-0.08 E1;o.os~o.1 Elg 0.05-01 | _
ainless Stee - & o - |(2)0.03~01 [(2)0.03~0.1 |(2)0.04~0.08 |(2) 0.05~0.1 |(2)0.04~0.08 |(2) 0.05~0.1 |(2)0.05-0.1 | &
70-130 60-10060~130)60~110 (3) Max. 0.3 |(3) Max. 0.3 |(3)Max.0.3 |(3) Max 0.5 |(3)Max.0.3 |(3)Max 0.5 |(3)Max 05 |G
% |(1)0.03-0.08 (1) 0.03~0.08 (1) 0.04~0.09 [(1) 0.05~0.12 |(1) 0.04~0.09 [(1) 0.05~0.12 |(1) 0.05~0.12 8
Cast Iron - - - - - (2) 0.03~0.08 |(2) 0.03~0.08 |(2) 0.04~0.09 |(2) 0.05~0.1 |(2) 0.04~0.09 |(2) 0.05~0.1 |(2) 0.05~0.1 |
60~100(3) Max. 0.3 |(3) Max. 0.3 |(3) Max. 0.3 |(3)Max 0.5 |(3)Max.0.3 |(3)Max 0.5 |(3) Max 0.5
] % |(1005-0.12](1) 0.05-0.12 (1) 0.05-0.15[(1) 0.08-0.15 | (1) 0.05-0.15 | (1) 0.08-0.15 | (1) 0.08-0.15
Aluminum - - - - - (2) 0.05~0.12 |(2) 0.05~0.12 |(2) 0.05~0.15 |(2) 0.08~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
150~300|(3) Max 0.5 |(3) Max 0.5 |(3) Max 0.5 |(3) Max 0.8 |(3) Max 0.5 |(3)Max 0.8 |(3) Max 0.8
% |(1005-0.121(1) 0.05-0.12 (1) 0.05-0.15|(1) 0.08-0.15 | (1) 0.05-0.15 | (1) 0.08~0.15 | (1) 0.08-0.15
Brass - - - - - (2) 0.05~0.12 |(2) 0.05~0.12 |(2) 0.05~0.15 |(2) 0.08~0.15 | (2) 0.05~0.15 | (2) 0.08~0.15 | (2) 0.08~0.15
100-250| (3) Max 0.5 |(3) Max 0.5 |(3) Max 0.5 |(3) Max 0.8 |(3) Max 0.5 |(3) Max 0.8 |(3) Max 0.8
* Use MEGACOAT, PVD coated grade or carbide for turning with edge width 1mm (GV%.100SS/100S/100A) *: 1st Recommendation ¥: 2nd Recommendation
@ GVF Inserts (Ground Chipbreaker)
(1) f for Grooving (mm/rev)
Recommended Insert C_%rades (2) ffor Turning (mmirev)
(Cutting Speed Vc: m/min) (3) ap for Turning (mm) @
Cermet MEGA | PVD Coated Carbide GVFAL GVF?L GVF?L GVF?L GVF?RL =
g) Workpiece Material COAT | Carbide 200~340...A|250~350...B|400~490...B|350~450...C{500~600...C g
= I} = [}
= e e s [id - 5 ’
5 E|E & 8 | & | E | Z I30s0ar| 300-150BR|400-2008R
(1) 0.03-0.08 | (1) 0.04~0.09 | (1) 0.05~0.1 | (1) 0.05-0.12 | (1) 0.05-0.12
=== | Carbon Steel % * * * * (2) 0.03-0.08 | (2)0.04~0.09 |(2)0.05~0.1 |(2)0.05-0.1 | (2)0.05-0.1
150~220|150~220,100~150| 80~200 | 80~180 (3)Max 0.3 |(3)Max 0.3 |(3)Max 05 | (3)Max 05 | (3)Max 0.8
(1) 0.03-0.07 | (1) 0.04~0.08 | (1) 0.05~0.09 | (1)0.05~0.1 | (1) 0.05~0.1
Alloy Steel * w w * w - (2)0.03~0.1 | (2)0.04~0.08 |(2)0.05~0.09 |(2)0.05~0.1 | (2)0.05~0.1
y 130~200|130~200| 80~130 | 80~180 | 80~160 (3)Max 0.3 | (3)Max 0.3 | (3)Max 05 | (3)Max 0.5 | (3)Max 0.8
P " (1)0.03-0.07 | (1) 0.04~0.08 | (1) 0.05-0.09 | (1) 0.05~0.L | (1) 0.05-0.1 N
ainless Stee - - |(2)003~01 |(2)0.04~0.08 |(2)0.05-0.09 |(2)0.05~0.1 | (2)0.05~0.1 1S
70-150 60-100 | 80~150 | 60~130 (3)Max 0.3 | (3)Max 0.3 |(3)Max 0.5 | (3)Max 0.5 | (3) Max 0.8 <
| (1)003-0.08 [(1)0.04-009 |(1)005-0.1 | (1)0.05-0.12 |(1)0.05-012 | &
Cast Iron (2) 0.03-0.08 | (2)0.04~0.09 |(2)0.05-0.1 |(2)0.05-0.1 | (2)0.05~0.1 IS)
60-100 | (3) Max 0.3 | (3)Max 0.3 |(3)Max 05 | (3)Max 05 | (3)Max 0.8
i % | (005012 |(1)0.05-0.15 |(1)0.05-0.15 |[(1)0.08~0.15 | (1)0.08~0.15
Aluminum - - - - - - (2) 0.05~0.12 | (2) 0.05~0.15 | (2)0.05~0.15 | (2)0.08~0.15 | (2)0.08~0.15
150~400| (3) Max 0.5 | (3)Max 05 | (3)Max 0.8 | (3)Max 0.8 | (3) Max 0.8
% | (D0.05-012 |(1)0.05~0.15 [(1)0.05-0.15 |[(1)0.08~0.15 | (1)0.08~0.15
Brass (2)0.05-0.12 | (2)0.05~0.15 | (2)0.05~0.15 | (2)0.08-0.15 | (2)0.08~0.15
150-300| (3) Max 0.5 | (3)Max 05 | (3)Max 0.8 | (3)Max 0.8 | (3) Max 0.8

- Apply a sufficient amount of coolant. *: 1st Recommendation sr: 2nd Recommendation
- The ap should be under 0.5mm if a good surface finish is required.

#® FTK Recommended Cutting Conditions

Recommended Insert Grades (Cutting Speed Vc: m/min) Edge Width (mm) 2
Workpiece Material | Cermet |CY2.39%ed|PVD Coated Carbide| Carbide 40 | 50 | ‘ ‘ g
TN90 | CR9025 | PR660 | PR930 | KW10 f (mm/rev) &
bie * Pie PAG
Carbon Steel 120-200 | 80~180 | 60-130 | 60-130 0.05~0.15 | 0.05~0.15
* * = #
Alloy Steel 100160 | 70~150 | 60-130 | 60-130 - 0.05~0.15 | 0.05~0.15
B w w * w —
Stainless Steel 80-150 | 60-140 | 50-120 | 50-120 - 0.05~0.15 | 0.05~0.15 é
- - - - * |~ | o~ o
Cast Iron 50~100 0.10~0.30 | 0.10~0.30 18]
. *
Aluminum - - - - 200-450 | 0-05~0.25 | 0.05~0.25
*
Brass - - - - 100-200 0.05~0.25 | 0.05~0.25
*: 1st Recommendation sr: 2nd Recommendation
¢ GMN Inserts (CBN / PCD)
Recommended Insert Grades (Cutting Speed Vc: m/min) (1) f for Grooving (mm/rev) “
(2) f for Turning (mm/rev) x
Workpiece Material K;ﬁ; 0 KIEIC);IIJDM @20 Brim (mm()aMN4 £
[}
KBN525 (KPD010) GMN2 GMN3 GMN5 GMN6 o
] * (1) 0.05~0.15 (1) 0.05~0.15 (1) 0.08~0.18 (1) 0.10~0.20
Aluminum - (2) 0.05~0.15 (2) 0.05-0.15 (2) 0.08-0.18 (2) 0.10~0.20
150~2,000 (3) Max 0.5 (3) Max 0.8 (3) Max 0.8 (3) Max 0.8
* (1) 0.05-0.15 (1) 0.05-0.15 (1) 0.08-0.18 (1) 0.10~0.20 -
Brass - (2) 0.05~0.15 (2) 0.05~0.15 (2) 0.08~0.18 (2) 0.10~0.20 c
200~800 (3) Max 0.5 (3) Max 0.8 (3) Max 0.8 (3) Max 0.8 <
* (1) 0.04-0.09 (1) 0.05-0.1 (1) 0.05-0.12 (1) 0.05-0.15 8
Cast Iron - (2) 0.04~0.09 (2) 0.05~0.1 (2) 0.05~0.12 (2) 0.05~0.15 &)
150~400 (3) Max 0.3 (3) Max 0.5 (3) Max 0.5 (3) Max 0.8
] - (1) 0.02-0.05 (1) 0.03-0.07 (1) 0.03-0.08 (1) 0.05-0.1
Hard Materials - (2) 0.01~0.03 (2) 0.01~0.05 (2) 0.03~0.08 (2) 0.05~0.1
80-120 (3) Max 0.1 (3) Max 0.2 (3) Max 0.3 (3) Max_0.4
*: 1st Recommendation
G100 3akas MHCTpyMeHTa: http://steelcam.org
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Recommended Cutting Conditions

B GMG-GMM-GMN-GMGA
Recommended Insert Grades (Cutting Speed V: m/min) Grooving Turning
] Cermet|®D.5% PVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) R
Workpiece © ]
Material 8|8 z/8 8 g 20-30 | 40 | 50 |6080 2030| 40 | 50 |6.080|E
Z o [ [id o
o
i o & & & * f (mm/rev) f (mm/rev)
s o o *
Carbon Steel 100-220| 80900 | 80-200 | 80-200 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 80300 700380 7Oﬁ80 702';80 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
i ¥ * e -
Stainless Steel 70360 | 60350 | 60150 | 60380 | - - 10.05~0.15 | 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 é
Cast Iron - - - - mofzoo 7Of§50 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 | 0.25-0.45 | S
Aluminum - - - - - Zoo’fsoo 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 100’_'200 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
@ Ref. to the notes below for turning conditions. *: 1st Recommendation s: 2nd Recommendation
(1) When using KGM Toolholder
Recommended Cutting 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.) x f (MAX.) o i E@
Lozd(mm) EdgeWidh(mm)| 2 0~2.5 3.0 4.0 5.0 6.0 8.0 S © | M
; o
ap x f ~020 | ~0.36 | ~0.64 | ~1.00 | ~144 | ~256 <=\ m %
3 o
- apxf <2x0.8W x 0.1w=0.04w? 1 0}
(2) When using KGM-T Toolholder (Deep grooving type)

Use 90% of KGM conditions
(3) When using KGMM / KGMS / KFMS-8 Toolholder
Recommended Cutting Conditions

ap(MAX.) (mm) under 50% of Edge Width| - ap < 0.5w
f(MAX.) (mm/rev) under 4% of Edge Width | . f < 0.04w
should be as follows. (under 50% of KGM)
Load(m) Edge Width(mm)| - 2.0~2.5 3.0 4.0 5.0 6.0 8.0
ap x f ~0.10 ~0.18 ~0.32 ~0.50 ~0.72 ~1.28
- apxf < 0.02w?

(4) When using KIGM Toolholder

Recommended Cutting Conditions
ap(MAX.) (mm) under 70% of Edge Width| . ap < 0.7w
f(MAX.) (mm/rev) under 8% of Edge Width | . f < 0.08w
should be as follows. (under 70% of KGM)
Lozd(mm) Edge Width(mm) 3.0 4.0 5.0
ap x f ~0.25 ~0.44 ~0.70
- apxf < 0.04w?
B GMG/ GMM/ GMGA 8030 (Face Grooving)
Recommended Insert Grades (Cutting Speed Ve: m/min) Face Grooving Turning
Cermet P'2.502d pVD Coated Carbide |Carbide Edge Width (mm) Edge Width (mm) g
. . - S
Workpiece Material S g g § § ° 8.0 8.0 %
£ B | g | | & | o
3 = = = f (mm/rev) f (mm/rev)
R e Ve *
Carbon Steel 100-220 | 80-160 | 80-160 | 80-160 | ) 0.1-02 0.1-0.25
5e w ie *

Alloy Steel 80~160 | 70~160 | 70~160 | 70~160 ) ) 0.1~0.2 0.1~0.25
Stainless Steel o0 | eoao | s0a0 | soeo | - - 0102 0.1~0.25 g
o
Cast Iron . . . | aoeo | 700 | 0103 0.1~0.35 S

Aluminum - - - - | oota0o | 0:08-0.25 0.08~0.30

Brass - - s : | oo 5| 0.08~0.25 0.08~0.30

*: 1st Recommendation ¥: 2nd Recommendation
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Guide for Grooving

M Guide for External Grooving

® Point (1) (Turning after Grooving)

1) Grooving Depth Over 0.5mm: At roughing (Refer to Fig.1)
Before turning, pull the tool back about 0.1mm after grooving, instead

of turning subsequent to grooving.

(Failure to pull the tool back before traverse machining will result in an
unbalanced load applied on only one side of the cutting edge.)

2) Grooving Depth under 0.5mm: At finishing (Refer to Fig.2)

Turning subsequent to grooving is possible because shallow groove

depths relate a small load on the cutting edge.

(Retention time is not necessary.)

® Point (11)

1) When widening the groove width
(Refer to Fig.3), apply the “Step Turning” as
shown in Fig.3.

2) 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, reduce the feed rate when grooving
towards center.

Grooving %

0.1mm

Before turning, pull the tool back

about 0.1mm after grooving.

(Grooving Depth Over 0.5mm: At roughing)
Fig.1

Turning subsequent o grooving is possible because

there is only a small force on the cutting edge.

(Grooving Depth under 0.5mm: At finishing)
Fig.2

Fig.3
= M Guide for Face Grooving
<Toolholder Selection>
(1) Choose the best tool depending on the groove width. 4
The Cutting Dia. ¢D listed in the catalog indicates the depth fjtm—
of the first plunge of face grooving as shown in Fig.1. 2!
_ £ z
s 2
(2) Confirm Grooving Depth (dimension T)
=
Fig.1
(3) It is recommended to install the toolholder in the Toolholder | Right-hand (R) Toolholder | Left-hand (L)
reverse position. (Fig. 2) Insert (No Hand) Insert (No Hand)
(This will provide smooth chip flow and chip
clearance.) i
- - © al0]
<Guide for turning>
Turning direction should be from the outer B ‘_ B ]_
diameter to the inner diameter as shown in Fig.3
This improves chip evacuation. v
D WSS
[ ‘
'/ Fig.2 Toolholder's Hand and Rotation
Fig.3
G102 3akas MHCTpyMeHTa: http://steelcam.org
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B Guide for Face Grooving (Continued)

® Point (1) (Turning after Grooving)

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

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

Fig.4

2) Grooving Depth under 0.5mm: At finishing (Refer to Fig.5)
Turning subsequent to grooving is possible because shallow groove
depths relate a small load on the cutting edge.
(Retention time is not necessary.)

Turning subsequent o grooving is possible because
there is only a small force on the cutting edge.
(Grooving Depth under 0.5mm: At finishing)

Fig.5

| Grooving %

@ Point (1)

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

0.1mm

@ Trouble shooting Fig.6

Trouble Countermeasures

process only.
(This can handle most of the cases. )
If the method is not successful,

try (2) as follows. 20" 45
Whitish trace remains at the | ‘

groove bottom. (2) Check the insert edge’s parallelness. 4

(1) Increase the cutting speed for finishing ‘

Adjustment: Apply the insert edge to
the work face and adjust the toolholder
within the angle of +5'. (Fig.7)

Fig.7

(1) Install the toolholder in the reverse position.

Adjust the coolant flow to the cutting edge.
Chips are entangled. (2) When widening the groove, do not machine one deep groove.
Instead, repeat shallow grooving and turning.

Insert cracks when turning. | Reverse the facing direction.

a . t straioht Check the edge's parallelness.
roove I not straignt. Decrease the feed rate.
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Grooving r

Grooving Insert with Molded Chipbreaker

Guide for Grooving Vs

® Guide for Grooving with 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.

® How to Improve Surface Finish (when surface roughness below 3um Rz is required)

1. Increase the cutting speed (Vc=220m/min MAX.)
2. Program retention time at the groove bottom.
3. Apply a light hone to the cutting edge by hand lapper.

@ Chip Control of Grooving Insert with Molded Chipbreaker
1. Good chip control to cover wide application range stable chip control
at high cutting speed, covering wide range of feed rate

2. Improved chip control and excellent surface finish
Superior chip control performance and MEGACOAT PR1215 realizes the excellent surface quality

3. Chip control improvement at automated production line.
(prevent frequent machine stop)

GBA type GM chipbreaker

MUT[B UmpIDESIgN

Center bump and dent squeeze and control chips

Helps modifying chip shape

Stable chip control at shouldering and chamfering

Front bump: Stabilize chip control at low feed rate

Smooth chip control due to optimum bump layout on the chipbreaker

M Alternative Toolholder Reference Table for Grooving Toolholder

Conventional Toolholder Alternative Toolholder
Spare Parts
Clamp Screw| Wrench Wrench o
el Overall length &
Description length Description Remarks e
(mm) e b 5
E P o
KTGF?. 1010K-16F 125 KTGF?. 1010JX-16F| 120
1212M-16F 150 | SB-4070TRW FT-8 - 1212JX-16F| 120 G12
1616M-16F 150 1616JX-16F| 120
KGM?%. 0810K-1.5-125 | 125 - - No replacement
1010K-1.5-125 | 125 | SE-40120TR - LTW-15S |KGM®. 1010JX-1.5 | 120
1212M-1.5-150 | 150 1212JX-1.5 120
KGM?. 0810K-2-125 125 - - No replacement
1010K-2-125 125 | SE-40120TR - LTW-15S |KGM% 1010JX-2 120
1212M-2-150 150 1212JX-2 120 G32
1616M-2-150 150 | SE-50125TR - LTW-20 1616JX-2 120
KGM?. 1010K-2.5-125 | 125 KGM%. 1010JX-2.5 | 120
1212M-2.5-150 | 150 | o H0120TR i LTW-15S 1212JX-2.5 | 120
1616M-2.5-150 | 150 | SE-50125TR - LTW-20 1616JX-2.5 | 120
KGM?%. 1616M-3-150 150 | SE-50125TR - LTW-20 |KGM%. 1616JX-3 120

Note) The corresponding replacements may be different from the conventional parts in insert clamping system or insert size.
Make sure their specifications referring to the catalog or other documents.
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