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CUT-OFF

PRODUCT LINEUP

GUIDE FOR CUT-OFF

SUMMARY OF CUT-OFF TOOLS

SMALL DIAMETER CUT-OFF TOOLHOLDERS

KTKF Lateral Side Screw Clamp Holder H8
KTKF-S (Sub Spindle) Lateral Side Screw Clamp Holder H10
KTKF-JCT (Coolant-Through) Lateral Side Screw Clamp Holder H13
KTKF-JCTM (Coolant-Through) Lateral Side Screw Clamp Holder H17
KTKF-Y (Y-Axis Holder) Lateral Side Screw Clamp Holder H20
KTKFS (Sub Spindle) Lateral Side Screw Clamp Holder H22

CUT-OFF TOOLHOLDERS

(2-EDGE INSERT, KGD)

KGD (Small Parts) Integral Toolholder H26
KGDS (Sub Spindle) Integral Toolholder H27
KGD-JCT (Small Parts Coolant-Through) Integral Toolholder H29
KGD-JCTM (Small Parts Coolant-Through) Integral Toolholder H30
KGD Integral Toolholder H32
KGD-JCT (Coolant-Through) Integral Toolholder H35
KGD-S SwitchBlade Toolholder H36

CUT-OFF TOOLHOLDERS
(2-EDGE INSERT, KGM)

H40 - H45

KGM (Small Parts) Integral Toolholder H42
KGM Integral Toolholder H42
KGM-T Integral Toolholder H43
e
KPKB-JCT / KPKB Blade H49
KPKTB-JCT / KTKTB / KTKTBF Tool Block H51
KPKH-JCT / KPKH Integral Toolholder H52
KTKB-SS / KTKB-S Blade H57
KTKH-S Integral Toolholder H58

RECOMMENDED CUTTING CONDITIONS H60 - H61

ALTERNATIVE CUT-OFF TOOLHOLDER REFERENCE H62
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CUT-OFF

H2

PRODUCT LINEUP

M Product Lineup

KTKF (® H8) | KTKF-JCTM (® H17) o KTKF-S (® H10) @ KTKFS (® H22)
Small Diameter £
Cut-Off @ =
(o]
|_
Cut-Off Diameter o
ke
@0.197"~20.472" g_
~0.630" [73)
(@5mm~@12mm) - - a 1 )
(~@16mm) Width : (0.020"~0.079") Width : (0.020"~0.079") u:> Width : (0.039"~0.079") Width : (0.039"~0.079")
Width : (0.5mm~2.0mm) Width : (0.5mm~2.0mm) Width : (1.0mm~2.0mm) Width : (1.0mm-~2.0mm)
KGD (= H26,H32) KGDWC™™ (5 hH30) kaD-s (®H36) KGD-JCT  (®H35) D KGDS (® H27)
KGD — = - £
[*]
(Bolt Clamp) T T ] T o
il M — ol )
Cut-Off Diameter H _ °
ot e © ! © s
@0.472"~21.575 ol n
(2Bt Width : (0.079"~0.158") Width : (0.079"~0.158") Width : (0.079"~0.158") Width : 0079"-0158") 'S
Width : (1.3mm-~4.0mm) Width : (1.3mm-~4.0mm) Width : (1.3mm~4.0mm) Width : (3mm~4.0mm) Z Width : (1.3mm-~3.0mm)
KGM (® H42) KGM-T (® H43)
KGM
(Bolt Clamp)
Cut-Off Diameter
20.709"~21.575"
(@18mm~@60mm)
Width : (1.5mm-~4mm, 3mm~8mm) Width : (2mm-~6mm)
KTKH-S (® H58) KPK-Series (® H46) KTKB-S(S) (® H57)
Toolholders % Blade Type (7 j (7 j
KPKB Cut-Off Diameter Cut-Off Diameter @ t @ )
KTKB / KTKH @ i |
(1-edgs Insert 01.181"-02.441" ©0.561"~00.630" q ] I
(@30mm~@79mm) (@32mm~@120mm) (€] (e}
Width : (0.020"~0.079") Width : (0.0.079"~0.157") Width : (0.063"~0.378")
Width : (2.2mm-~5.1mm) Width : (1.6~6.0mm) Width : (1.6mm-~9.6mm)
B Cut-Off Tools
Series Name Advantage Applications
1) Insert clamp is side screw type from the side 1) For cut-off and grooving of small workpieces
For Small 2) 2-edge insert 2) For small parts machining
Diameter 3) Max. Cut-off Dia. : @0.630" (@16mm)
Cut-Off
1) Insert is clamped from top side 1) PM Chipbreaker -+ For Cut-Off
2) 1-edge and 2-edge inserts available 2) PH Chipbreaker -+ For Cut-Off (High Feed Rate) / For Grooving
KGD-JCT 3) Integral type and separate type are available 3) PG Chipbreaker -+ For Cut-Off (for Small Parts Machining) / Sharp-Cutting Oriented
KGD 4) Max. Cut-off Dia. : @1.969" (@50mm) 4) PF Chipbreaker -+ For Cut-Off (for Small Parts Machining) / Low Feed
5) JCT jet coolant-through styles available 5) PQ Chipbreaker -+ For Cut-Off (for Small Parts Machining) / Medium Feed
1) Insert is clamped from top side 1) For cut-off and grooving of small
2) 1-edge and 2-edge inserts available workpieces
KGM 3) Max. Cut-off Dia. : ©2.362" (@60mm) 2) For automatic lathe, small machine
3) TMR-Chipbreaker provides stable chip control up to high feed rate ranges
1) Easy self-clamping insert replacement (no hammer required) 1) For cut-off in Steel, Stainless, Cast Iron, and Non-ferrous
KPKB-JCT 2) Firm insert clamp ensures safety and security 2) PM Chipbreaker -+ General Purpose Cut-Off (Lead angle styles available)
-J 3) Max. Cut-off Dia. : ©3.937" (@100mm) 3) PH Chipbreaker -+ Tough Edge
KPKB
KPKH-JCT
KPKH
1) Self-Clamping System 1) For cut-off and deep grooving -
Tap the insert lightly with a plastic hammer to set it in the pocket 2) Standard chipbreaker is general cut-off type (,y
KTKB 2) 1-edge insert Feed rate: over 0.004ipr
KTKH 3) Blade type and Integral Shank type P-Chipbreaker is for cut-off at low feed rates
4) Max. Cut-off Dia. : ©4.724" (@120mm) Feed rate: 0.001~0.003ipr

0! KYOCERG

800.823.7284

Visit us online at KyoceraPrecisionTools.com



CUT-OFF GUIDE

i Small Diameter KPKB / KPKH
B Tool Selection 2l Diarn KGD KGM KPKE / KPKH
1. Insert's Edge Number , A
1-edge Insert--- For Larger Dia. Workpiece (Max. 4.724" / ©@120mm)
2-edge Insert:-- For Smaller Dia. Workpiece Cost per corner is reduced v v v -
B
© 2. Use a neutral angle insert if there is no restriction to the size of boss left on part. T-LIT:F“NSB GDM GMM PKM
3 (See Fig.3 Below) TKFS. GDMS TKN
2
: ' . GDM-% GMM-"L PKMAL / TKRL
3. Use an angled insert to reduce the size of the remaining boss. TKF...DR Fig. 2) (Fig. 2) (Fig. 1) c
4. Use a sharp-cornered lead-angled insert to make the remaining boss much smaller TKF. DR B GMM-RL R
when machining small parts and thin parts. (Fig. 2)
5. Use the minimum width insert suitable for the machining. v v 4 v
5 1. Use a suitable toolholder (blade) for the workpiece dia. v v 4 4 D
e}
% 2. Use a more rigid toolholder (blade). 4 v 4 4
E 3. Use a side screw or self clamp toolholder if there is no space for clamping tools from v R . .
top side (for small tools). E
B How to Select Cut-Off Inserts with or without Lead Angle
1) Use a neutral angle insert, when remaining boss is not a concern. (See Fig.1) F
2) Use an angled insert to reduce the remaining boss. (See Fig.2)
3) Use a sharp-edged insert with lead angle to minimize the remaining boss when cutting small parts and thin parts. (See Fig.3)
N R L With Lead Angle Without Lead Angle G
(Neutral) (Right-Hand) = (Left-Hand) (Right-Hand) (Neutral) |:|
o PSIRR SIRL .
© & S
T () T
= Y oD AL g
2l fin * g
C
< = =
g Bigger Boss
9 o
* Angled insert can reduce burr when cutting off. &
* When using a larger lead angle, cutting resistance % J
becomes smaller. The feed rate should be reduced. ?
<
e}
: (]
Fig.1 g
K
M
Sharp Edge With Lead Angle
Fig.2 Fig.3
B Cauti N
aution
1) Set the cutting edge height 0.004"-0.008" above the center height
2) Always apply sufficient coolant to the cutting edge P
<
3) Constant spindle revolution is recommended to obtain stable tool life .%
T
4) Cut-off as close to the chuck as possible Q
ol R
5) Decrease the feed rate from 1/2 to 1/3 when diameter is same as cut-off width W Workpiece
P\
|
e Overuse of insert and toolholder (blade) may cause insert breakage and [
toolholder (blade) damage. ! T
¢ Do not rework the insert and toolholder (blade) to prevent damage Fig.4
e Clean the insert pocket well with compressed air when replacing insert

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE HS



CUT-OFF TOOLS SUMMARY

B Small Diameter Cut-Off ~@1.653" / ~45mm Small Shank

N AL

KTKH-S N kGaM  WKGD/KGD-JCT(M) [ KTKF / KTKF-JCT(M) KGDS KTKF-S/KTKFS

Cut-Off Dia. ~@1.300" Cut-Off Dia. ~@0.984" Cut-Off Dia. ~@1.653" Cut-Off Dia. ~@0.625" . Cut-Off Dia. ~@0.630"
Cut-Off Dia. ~@24mm
~@45mm ~@32mm ~@42mm ~@16mm ~@16mm
Shank  0.375'~0.500" Shank  0.375'~0.500" Shank  0.0.375"~0.750" Shank  0.375'~0.625" Sk @ Shank  0.375'~0.500"
an| mm
10mm~25mm 10mm~16mm 10mm~20mm 10mm~25mm 10mm~12mm
Edge Width 0.063"~0.094" Edge Width 0.079"~0.118" Edge Width 0.059"~0.157" Edge Width 0.020"~0.079" Edge Width 0.5mm-~2.0mm (KTKF-S)
Edge Width 1.3mm-~3.0mm
2.2mm~4.1mm 1.5mm-~4.0mm 1.3mm~4.0mm 0.5mm-~2.0mm 0.059"~0.098" (KTKFS)
Self Clamp Top Clamp Top Clamp Side Screw Clamp Top Clamp 1.0mm~2.0mm (KTKFS)
®) H58 ~ H59 ®) H42 ®) H26 ~ H30 ® ® H8 = H27 Side Screw Clamp
o ) ® ° , @/ H10,H22
° ° °e ° %
° ° 000000 e0ccee
[ ] [ ]
° ° ® KTKF / KTKF-S
®ecccee, ®eccccccee 00000 KTKFS
N Y Y 2-Edge
S ° °
5 A
3 ° °
[ J [ J
° ° CurOff ipbrbak
° ° ut- ipbreaker
[ ] [ ]
2-Edge
Chipbreaker for Chipbreaker for
General Cut-Off Low Feed Cut-Off
[
[ 3
’ Sharp Cutting Low Feed Medium Feed
PG Chipbreaker PF Chipbreaker PQ Chipbreaker
0%3 Cut-Off (Self Clamp) ® H56
& General Cut-Off Low Feed Cut-Off
D
§ Chamfer + Honed Sharp Edge R Honed
o) R ;
3] I 5 -4 .| 4 5
o & ° |
_—S_ (15° Lead Angle) (15° Lead Angle) (15° Lead Angle)
<
O

= &

KTKH-S ® H58 KGD ® H26 KTKF ® H8
(Self Clamp) (Top Clamp) (Side Screw Clamp)

800.823.7284
H4 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com



CUT-OFF TOOLS SUMMARY

B General Cut-Off ~@3.100" / ~120mm

s3avHo
LH3SNI
>

SLHISNI
ONINHNL
(o)

SLHISNI
@od/Ngd
(9]

SHIATOH
DNINENL
O

ST00L
TIVINS
m

@
. o
Integral Type SwitchBlade Type Integral Type 2 F
| KGD/KGD-JCT| KGD-S KGM-T °
Cut-Off Dia. ~@2.362" Cut-Off Dia. ~@1.968" Cut-Off Dia. ~@2.000" o
)
~@50mm ~@50mm ~@60mm § G
Shank  0.750"~1.000" Shank  0.750"~1.000" Shank  0.750"~1.000" =
[0}
16mm-~25mm 20mm-~32mm 16mm-~32mm
Edge Width 0.079"~0.315" Edge Width 0.079"~0.236" Edge Width 0.078"~0.098" o
2.0mm-~4.0mm 2.0mm-~4.0mm 2.0mm~6.0mm S
Blade Top Clamp Top Clamp Top Clamp %
+ ®) H32/H35 ®) H36 ~ H37 ®) H43
Toolblock Blade ®
0000 0000000° (] =l
* ° e00o00 -
KPKB / Toolblock Integral Type |
=}
- - o}
KPKB-JCT KTKB LGRS 5
, , Cut-Off Dia. ~@3.100" 2-Edge 2-Edge
Cut-Off Dia. ~@100mm Cut-Off Dia. ~@120mm s — Excellent Chip Chipbreakgrfor o
Control Sharp Cutting ':1__3
0.750"~1.000" Shank  0.750"~1.000" c K
Block Shank 20mm-~25mm Block Shank {5 0 "5 m P — PM 5
) Edge Width 0.087"~0.201"
Edge Width 2.0mm~4.0mm Edge Width 1.6mm~9.6mm
3.1mm~5.1mm 1-Edge =
=
Self Clamp Self Clamp Self Clamp Excellent Chip 2- Edge % M
- — Control Chipbreaker for (o)
= H49 ® H57 ® H58 ~ H59 Stabilfy PN
® ° o PM =
.. 0000000000 4 <
o Q
® 2-Edge ? S3I'N
- I
High Feed Rate g 3z
y 2
) PH 1-E
7 m dge @
- Chipbreaker for x5 =
1-Edge Stability : TP
Chipbreaker for Chipbreaker for Chipbreaker for Chipbreaker for 2
General Cut-Off Tough Edge General Cut-Off  Low Feed Cut-Off High Feed Rate ‘5 e
> §
PH =
m
o
= R
o
>
—
Blade .
+ SwitchBlade Type Integral Type
Toolblock —
S NI
x

KPKB ® H49 KTKB ® H57 KGD-S ® H36 KPKH ® H52 KTKH-S ® H58 KGD ® H32 KGM ® H42

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H5



CUT-OFF

H6

CUT-OFF TOOLHOLDERS (SMALL DIAMETER)

. TKF1 2 Classification of Usage o o0 o o
@ : Light Interruption / 1st Choice ® o ® ®
© : Light Interruption / 2nd Choice
@ : Continuous / 1st Choice L4 o}
O : Continuous / 2nd Choice N Non-ferrous Metals () (@) %
<
°
sogie |22 oot | & | B8 o | 8| €
A q o 2 (&) 2 .
Dimensions (in) (0% NANO|  NANG % g)’ 2l 2| 8 5
PLUS o SO © >
o o]
o
Insert Part Number w v v | v v %
[ [ 3] N [\ N o o
cw el i < e =
Right-handed Insert Shown CUTDIA RE @ W1 S D1 PSRR @ o o o o [a) =
o o o o o o X
inch | mm RLRLRLRLRLRLRL
TKF12% 050-S-16DR  |0.020| 0.50 | 0.197 |0.001/0.118/0.343/0.197| 16° @ @ A A @ @ A |AA [ I J
070-S-16DR  |0.028 0.70 | 0.315 |0.001 0.118 0.343 0.197 16° @ @ A /. @ @ @ A A o0
100-S-16DR  |0.039| 1.00 | 0.472 |0.001/0.118/0.343/0.197 16° @ @A/ @ © © @® /. / ® ® ® ®
125-S-16DR  |0.049 1.25 | 0.472 |0.001/0.118/0.343/0.197 16° @ @ A /. @ @ @ (X ]
150-S-16DR  |0.059| 1.50 | 0.472 |0.001/0.118/0.343/0.197 16° @ @ A /. © © @ ® /. /. @ ® ® @
Right Lead Angle 200-S-16DR  0.079 2.00 | 0.472 0.001/0.118/0.343/0.197 16° @ @ A/ @® @ @ NN O OOe
TKF12% 050-S 0.020 0.50 | 0.197 |0.001/0.118/0.343/0.197 0° @ @ /A /. 0 0 ® /. © 0 e e
070-S 0.028/ 0.70 | 0.315 |0.001/0.118/0.343/0.197 0> @ @ /A /. 0 0 ® /. © 0 e e
100-S 0.039 1.00 = 0.472 0.0010.118/0.3430197 00 @ @® /A /. 0000/ / 0000
125-S 0.049 125 0.472 0.0010.1180.343 0197 0° @ @ A /. @ @ @® [ X ]
150-S 0.059| 1.50 | 0.472 |0.001/0.118/0.343/0.197 0° @ @ /. /. 0 0 0 O® /. /. ©®© 0 e
200-S 0.079/ 2.00 | 0.472 |0.001/0.118/0.343/0.197 0> @ @ /A /. 0 0 0 ® /. /" ©® © ® e
TKF12% 100-T-16DR  |0.039 1.00 = 0.472 0.003 0.118 0.343 0.197 16° @ @ A /) @ @ @
150-T-16DR  |0.059  1.50 | 0.472 |0.003 0.118/0.343/0.197 16° @ @ A /. @ ©® @® @
- H8
Right Lead Angle 200-T-16DR  0.079 2.00 = 0.472 |0.003/0.118/0.343/0.197| 16° @ @ A /A @ @ @® + H10
Tough Edge Cia o
» H13
TKF12% 100-T 0.039| 1.00 | 0.472 10.003/0.118/0.343/0.197 0> @ @ /A /. ©® ©® ® @® v %
= R0
150-T 0.059 150 0.472 0.0030.118/0.343 0197 0° @ @ /A /. @ ® @ @®
200-T 0.079| 2.00 | 0.472 10.003/0.118/0.343/0.197 0 @ @ /A /. @ @® @
Tough Edge
o1 TKF12% 050-NB-20DR 0.020| 0.50 | 0.197 |0.000/0.118/0.343/0.197| 20° @ @ A /A @ @ A [ I J
070-NB-20DR (0.028 0.70 | 0.315 |0.000 0.118 0.3430.197 20° @ @ A/ @ @ AN o0
100-NB-20DR |0.039| 1.00 | 0.472 |0.000 0.118 0.343/0.197 20° @ @ A /@ @ YAYVAN o0
150-NB-20DR 0.059 1.50 = 0.472 0.000 0.118 0.343 0.197| 20° @ @ A/ @ @ JAPAN o0
Right Lead Angle 200-NB-20DR [0.079 2.00 | 0.472 |0.000 0.118/0.343 0.197 20° @ @ A\ @ @ AlA o0
TKF12% 050-NB 0.020/ 0.50 = 0.197 0.000 0.118/0.343 0.197| 0° @ @ A /A @ @ AN o0
070-NB 0.028| 0.70 | 0.315 |0.0000.118/0.343/0.197 0> @ @ A/ @ @ YAYVAN [ I J
100-NB 0.039 1.00  0.472 0.0000.118/0.343 0.197| 0° @ @ A/ A @ @ JAPAN o0
150-NB 0.059| 1.50 | 0.472 |0.0000.118/0.343/0.197 0> @ @ A/ @ @ YAYVAN o0
Without Chipbreaker 200-NB 0.079| 2.00 | 0472 |0.000 0.118/0.343/0.197| 0° @ @ A A @ @ AlA o0
® Lead angle shows the angle when installed in the toolholder. X - )
o As Fig.1 of ® H8 shows, the cutting diameter of the insert is measured when the lead edge passes 0.039" past the center line of part. Recommended Cutting Conditions ® H60
@ Indication of Description
\ Table 1
Insert Name | | Insert Size ‘ Width Toolholder R-Hand (R) Toolholder L-Hand (L)
Insert R-Hand (R) Insert L-Hand (L)
Lead Angle R-Hand (R) Lead Angle R-Hand (R)
Insert Hand Name of Chipbreaker Ll A (PEIIRIR) Lead Angle Hand
(Front Cutting Edge Angle) PSIRR PSIRR
‘ R: Right-Hand ‘ S: S-Chipbreaker ‘ R: R-Hand ‘
‘ L: Left-Hand ‘ T: T-Chipbreaker L: L-Hand

(Tough Edge)

0! KYOCERG

NB: Without Chipbreaker

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2
Visit us online at KyoceraPrecisionTools.com

@ : Standard Item A\ :

Inserts are sold in 10 piece boxes

Phaseout Item (will be removed from next catalog)

Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF TOOLHOLDERS (SMALL DIAMETER)

. TKF1 6 Classification of Usage o o O 0O
@ : Light Interruption / 1st Choice ® [ @) ® % =
@ : Light Interruption / 2nd Choice ]5 % A
@ : Continuous / 1st Choice L4 [} &=
O : Continuous / 2nd Choice N Non-ferrous Metals [ ] O 3
<
= S
Angle | MEGA s 2 g | © .
f . . ngie | COAT MEGACOAT | © | Q8 | 9 2 = Zc
Dimensions (in) (@ NANO|  NANO g 8§ = £ el m2 B
PLUS o | 5© © S 52
S & & a5
Insert Part Number w | v v v | v © %
[ (3] o N N o o
. ow RS B &8 & g ¢
Right-handed Insert Shown CUTDIA RE W1 S D1 PSRR| & | & r o o o = =2
inch | mm RLRLRLRLRLRLR|L 38
o

[
[
>
>
[
[
[
[

s %070 | TKF16%150-S-16DR 0050 15 0630 0002 0.167 0374 0.197 16° @ @ A/ @ @

SHIATOH
DNINENL
O

200-S-16DR  0.079 2.0 | 0.630 |0.002/0.157/0.374/0.197 16° @ @A/ . 0 00O/ ./ ©® 00 e

Right Lead Angle

TKF16"% 150-S 0.059 1.5 | 0.630 |0.002/0.157|0.374/0.197 0° @ @A/ © © © O/ / ©®©® e e 2e
<
SERS
200-S 0.079| 2.0 | 0.630 0.0020.157 03740197 0 @@ /A /. 0000/ /000 e
3
TKF16% 150-T-16DR  |0.059 1.5 | 0.630 |0.003/0.157 0.374 0.197| 16° @ @ /A /. @ @ @ @® 2 F
@
' 200-T-16DR  |0.079 2.0 | 0.630 0.0030.157/0.374 0.197 16° @ @ A /. @® @® ® @® ®H8 )
Right Lead Angle = H10 s}
Tough Edge 1a o
» H13 =} G
» H17 =
TKF16% 150-T 0.059| 1.5 0630 |0.0030.157/0.374/0.197 0 @ @ A/ @ ® ® ® » H20 5
Q
200-T 0.079 2.0 | 0630 0.0030.157 03740197 0° @ @A /. ©® ©® @® @ 5
Tough Edge g
il
TKF16% 150-NB-20DR 0.059 1.5 | 0.630 |0.000/0.157 0.374/0.197| 20° @ @ A |/ @ @ VANVAN [ X ]
3
N, o)
¥ u J
’ \ @ 200-NB-20DR 0.079| 2.0 = 0.630 0.000 0.1570.3740.197 20° @ @ A /@ @ AN L) =)
Right Lead Angle X \ >
Without Chipbreaker - : . ®
:é -PSIRR b=
- ag TKF16% 150-NB 0059 15 0630 |0.0000.157 0.374/0197 0° @ @ A A @ @ AlA o0 g
S o> - K
/ 3
4 200-NB 0.079 2.0 | 0630 0.0000.157 0.374 0197 0° @ @ A/ A @ @ VAYVAN [ X ]
Without Chipbreaker ;
=
® Lead angle shows the angle when installed in the toolholder. E M
* As Fig.1 of ® H8 shows, the cutting diameter of the insert is measured when the lead edge passes 0.039" past the center line of part. Recommended Cutting Conditions ® H60 3

® Descriptions of Chipbreaker Edge Shape

ONIMOOL
JONYHO Y0IND
<

Chipbreaker i T-Chipbreaker . ®»
~ S-Chipbreaker (Tough Edge) NB Chipbreaker %
Edge Shape — GAN Part Number GAN Part Number GAN Part Number X P
o )
=
w

15° TKF12...-S

GAN b | TKF16..-S oo TKF.T s | TKF.-NB 5
TKF16...-5-16DR TKF...-T-16DR TKF...-NB-20DR R

25° | TKF12..-S-16DR 2

=
8 T

Inserts are sold in 10 piece boxes

(Customer Service) 800.823.7284 - Option 1
@ : Standard Item /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H7



CUT-OFF TOOLHOLDERS (SMALL DIAMETER)

B KTKF / KTKF Goose-neck Holder

D oD 3% Clamp Screw can be operated from both front and back sides.
E—
w o
[as]
O 4 L ? L !
ot 2 X
KTKF8-12JX-.. FHAB1BIX-.. Ny}
KTKF8-16JX- KTKF}.20200-.. O\S®
(shown above) P
& ¥ T
kil - ]
LH .
KTKF%10.. 5
KTKF¥2020.. KTKFY6-12JX-.. S
,,,,,, i (shown above) KTKFY1010JX-.. LF Fig.1
(shown above) .
* Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder
fDX
§ oM
A ¥ Fig2
(]
4 T
LF
* Right-hand shown Right-hand Insert for Right-hand Toolholder
(Goose-neck Holder) o
all ° wily
y
LF B i
KTKFL1620JX-12 A
KTKFL52-12JX
(shown above)
f II |@ @? ¥
Fig.3
e Left-hand Shown Left-hand Insert for Left-hand Toolholder
® Toolholder Dimensions
w
jra Spare Parts
o Stock Dimensions o P
5 £ Clamp Screw Wrench Applicable
i 2
o Part Number Unit 3 s
R L H HF B LF LH WF CDX A E
KTKF#L 6-12JX [ NI ) 0.375 | 0.375 0.375 | 4750 = 0590 | 0.375 | 0.236
8-12JX [ ] [ ] 0.500 0.500 0.500 4.750 - 0.500 0.236 | Fig.1 SB-4590TRWN LTW-10S TKF12%....
10-12JX [ J [ ] 0.625 0.625 0.625 4.750 - 0.625 0.236
inch
KTKF?L 6-16JX [ ] [ ] 0.375 0.375 0.375 4.750 0.787 0.375 0.315
8-16JX [ ) [ ) 0.500 0.500 0.500 4.750 - 0.500 0.315 | Fig.1 SB-4590TRWN LTW-10S TKF16%....
10-16JX [ ] [ ] 0.625 0.625 0.625 4.750 - 0.625 0.315
KTKFRL 1010JX-12 [ ) [ ) 10 10 10 120 15 10 6
1212JX-12 [ J [ ) 12 12 12 120 - 12 6
Fig.1 SB-4590TRWN LTW-10S TKF12%....
1616JX-12 [ ) [ ) 16 16 16 120 - 16 6
2020JX-12 e o 20 20 20 120 - 20 6
KTKF% 1010JX-16 [ 2RI ] 10 10 10 120 20 10 8
mm
1212JX-16 o o 12 12 12 120 - 12 8
Fig.1 SB-4590TRWN LTW-10S TKF16%...
1616JX-16 [ J [ ) 16 16 16 120 - 16 8
2020JX-16 [ ) [ ) 20 20 20 120 - 20 8
KTKF? 1212F-12 [ ) 12 12 12 85 - 12 6 TKF12R...
Fig.1 SB-4590TRWN LTW-10S
1212F-16 [ ] [ ] 12 12 12 85 - 12 8 TKF16R...
KTKFR 2525M-12 [ ) 25 25 25 150 - 30 6 TKF12R...
Fig.2 SB-4590TRWN LTW-10S
2525M-16 [ ] 25 25 25 150 - 30 8 TKF16R...
KTKFL 52-12JX [ ] 0.500 0.500 0.625 4.750 - 0.625 0.236
inch Fig.3 SB-4590TRWN LTW-10S
62.5-12JX [ ] 0.625 0.625 0.750 4.750 - 0.750 0.236
TKF12L...
KTKFL 1216JX-12 [ J 12 12 16 120 - 16 6
mm Fig.3 SB-4590TRWN LTW-10S
1620JX-12 [ ) 16 16 20 120 - 20 6

« Dimension CDX shows the distance from the toolholder to the cutting edge.
o See Page ®» H6~H7 for actual cutting diameter.

Note : Cutting diameter of -12 type toolholder (CUTDIA) depends on the insert grooving width.

H8

0! KYOCERG

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2
Visit us online at KyoceraPrecisionTools.com

Recommended Cutting Conditions & H60

@ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
Contact your local Kyocera sales engineer to upgrade old products to new technology




CUT-OFF TOOLHOLDERS (SMALL DIAMETER)

B How to Use Main Spindle

1) When using main spindle only

s3avHo
LH3SNI
>

<
Workpiece maximum CUTDIA (Fig.1) = CUTDIA in toolholder table - =) _
Even if the cutting edge runs beyond the center line, the insert does not 3
= =

contact the workpiece, since the workpiece falls off. ZS
(The clearance between the insert and the workpiece is 0.008") E = B

- - %X}

Fig.1 Fig.2

(When the edge is at the center) (When the edge is 0.008" beyond the center)

= (@)
Zm
2) When using both Main and Sub spindles Main Spindle Sub Spindle . g; C
In this case, when the cutting edge runs beyond the center line, the insert will 3 é HE
contact the workpiece, since the workpiece does not fall off. 3 3

Therefore the programmed distance beyond the center must be considered.
e.g. When the cutting edge is programmed to run 1mm beyond the center.
Workpiece maximum, CUTDIA2 (Fig.4) = [CUTDIA - 0.039"x2] (in)

(The clearance between the insert and the workpiece is 0.008")

|

<BL,

SHIATOH
DNINENL
O

Fig.3 Fig.4

. To u g h Ed g e Type T C h i p b reaker (When the edge is at the center) (When the edge is 0.008” beyond the center)

® Fracture Resistance Comparison (Interrupted Machining)

ST00L
TIVINS
m

Tough Edge Type Competitor A Competitor B .
T Chipbreaker (PR1225) 700 Passes 3,000 Passes Cutting Conditions ] F
3,000 Passes V=250 f=0.0020ipr (Cut-Off 0.0006ipr) z
Wet W1-9 (with flat cuts on two sides)
TKF12R200-T-16DR (PR1225)
@D
3
c G
=
@

o)
Cc
1,000 Passes 2,000 Passes 3,000 Passes (-_3'
N . m
i)
TQUQh Edge Type T » Worpiece (with flat cuts on two sides)
Chipbreaker (PR1225) =
s
m
Competitor A # = J
X =
(9]
Competitor B >
X :
Compared to Competitor A and B, Tough Edge "T Chipbreaker" achieves superior fracture E K
resistance during interrupted cutting. 3
M How to Select Edge Preparation =
=
@ Troubleshooting = M
Countermeasures
Lead Angle (PSIRR) Edge Width Name of Chipbreaker 2
=&
No (0°) Yes Narrower Wider S T NB g = N
Z3
D=
[}
| m
Problems Countermeasures @
2
5 B
>
s
=
w
m
(e}
= R
Insert Fracture Insert Fracture Prevention Effective Effective Effective Effective 3
>
-
Long Cutting Time Cutting Time Reduction Effective Effective Effective Effective
. Chip Entanglement =
Entangled Chips Prevention Effective Effective Effective ST
x
Large Boss Remains Small Boss Remains Effective Effective Effective
Ring Remains . . )
(Hollow Workpiece) Prevention of Ring Effective Effective Effective
Deformation of thin walled } . )
workpiece (pipe) Preventing Deformation Effective Effective Effective

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE HQ



CUT-OFF

H10

CUT-OFF TOOLHOLDERS (SMALL DIAMETER / SUB-SPINDLE)

KTKF-S

Cut-Off Holders for Small Parts Machining and Sub-Spindle Operations

Recommended for Cut-off with Small Sub-Spindle Clearance

Thin holder head is great for when minimal clearance exists between the main spindle and sub spindle

Wide Selection of Inserts for Various Applications

Available Chipbreakers : Right lead angle, S Chipbreaker, T Chipbreaker, Without Chipbreaker
Available Insert Grades : PR1425 for Steel Machining, PR1535 for Stainless Steel Machining, and PDL025 for Aluminum Machining

M KTKF-S (For Small Diameter Cut-Off / Sub-Spindle)

s 38
A oo N2 o o
T \ | QY
- 2 ga o = K
o MY LN |-{CDX
855 3 >
0° W
538 LF R
P
1 T [ Oy
Right-hand Shown Right-hand Insert for Right-hand Toolholder
— CDX
< 33 g @
o e © = i
$ Ly
————— <
it | 522 Tk
o LU
8 gg OO)Z)/ KTKFRL1010JX-12SA
q [/ -
— <N KTKF% 1010JX-16SA
S — / shown in left figure
t - ,(I; @~ %l e (H
N
Left-hand Shown Left-hand Insert for Left-hand Toolholder
® Toolholder Dimensions
o Spare Parts
Stock CUt. Off Dimensions (mm) .
Dia. Clamp Screw|  Wrench Applicable
Part Number Inserts
X @ HB~H7
R L |CUTDIA H HF B LF LH LN LN2 = WF  CDX %
KTKF?% 1010JX-12SA o o 10 10 10 120 15
22
1212F-12SA [ ] [ ] 5~12 85 26 7.2 6 TKF12%...
12 12 12
KTKF%L 1212JX-12SB [ J [ J 120 26
SB-4570TRN LTW-10S
KTKF? 1010JX-16SA [ 2RI J 10 10 10 120 20
22
1212F-16SA [ 2RI J 16 85 30 7.2 8 TKF16"%...
12 12 12
KTKF? 1212JX-16SB e o 120 26

« Dimension CDX shows the distance from the toolholder to the cutting edge.

o CUTDIA dimension differs depending on insert edge width. See Page ® H6~H7 for actual cutting diameter.

*LLN2 dimension only applies to right-hand toolholders

0! KYOCERG

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2
Visit us online at KyoceraPrecisionTools.com

@ : Standard Item

Recommended Cutting Conditions ® H60

/\ : Phaseout Item (will be removed from next catalog)

Contact your local Kyocera sales engineer to upgrade old products to new technology




CUT-OFF TOOLHOLDERS (SMALL DIAMETER / SUB-SPINDLE)

s3avHo
LH3SNI
>

B How to Use Main Spindle
1) When using main spindle only .
< _
Workpiece maximum CUTDIA (Fig.1) = CUTDIA in toolholder table 8 é § B
Even if the cutting edge runs beyond the center line, the insert does not 3 a z
contact the workpiece, since the workpiece falls off.
(The clearance between the insert and the workpiece is 0.008")
Fig. 1 Fig.2

SLHISNI
@od/Ngd
(9]

(When the edge is at the center) (When the edge is 0.008” beyond the center)

I
Main Spindie Sub Spindle g £S5
2) When using both Main and Sub spindles s RZ D
85 Bo
In this case, when the cutting edge runs beyond the center line, the insert will (SIS
contact the workpiece, since the workpiece does not fall off. i T *‘ﬂ’
Therefore, the programmed distance beyond the center must be considered. FE
e.g. When the cutting edge is programmed to run 1mm beyond the center. g E E
Workpiece maximum, CUTDIA2 (Fig.4) = [CUTDIA - 0.039"x2] (in)
(The clearance between the insert and the workpiece is 0.008") Ff3 F'7 .
ig. ig.
(When the edge is at the center) (When the edge is 0.008” beyond the center) %
= §E
@
@D
3
c G
=
@

440-1nd

.
I
m
EJ
=z
(9]
o
2
- K
=
@
=
- M
=
@D

DNIT00L
TVOINHOIL  SLHVd IHVAS o Nt e
) Y <

X3aNI
-

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H1 1



CUT-OFF TOOLHOLDERS - JET COOLANT-THROUGH

KTKF-JCT

Cut-Off Holders for Small Parts Machining, Great for High Pressure Coolant

KTKF-JCT holders break chips evenly into small pieces with excellent chip control
performance when machining difficult-to-cut material and stainless steel.

Excellent Chip Control Performance

The KTKF-JCT discharges coolant in two directions toward rake surface of insert and breaks chips into small pieces.

Coolant Discharge Structure Comparison

Coolant is directed from multiple angles
to help shread chips into pieces

KTKF-JCT Competitor A
w
[TH
7  Chip Control Comparison (internal Evaluation) Coolant Flow Rate Comparison (Internal Evaluation)
2
° 304 Ti-BAI-4V 150
0.0008 0.0012 (i[jr) 0.0004 0.0008 0.0012 125
%™ Fiow Rate
e e Bt ™ <
e ' ce L . " o

Flow Rate Ratio (%)
a ~
o o

{

L [ I o e ¥ ) 5 2
0
KTKF  Competitor A
Cutting Conditions: V¢ = 260 sfm, Wet (Oil-based) Coolant Pressure: 218 psi (Internal) Coolant Pressure: 218 psi (Internal)
Workpiece : @0.472"
Superior Coolant Action Improves Tool Life
Coolant is also directed from the flank face of the insert to Wear Resistance Comparison (internal Evaluation)

supply an ample amount of coolant to the tool edge area

to help further suppress insert wear. 0.0055

0.0047 B KTKF-JCT

0.0039 | - M Competitor A
0.0031
0.0024
0.0016

Amount of Wear (in)

0.0008

0 10 20 30 40 50 60 70
Cutting Time (min)

Cutting Conditions: V¢ = 330 sfm, f=0.0008 ipr, Wet (Oil-based)
Lubricating Pressure: 218 psi (Internal)  Workpiece: Ti-6Al-4v ©0.472"

800.823.7284
H12 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com



CUT-OFF TOOLHOLDERS - JET COOLANT-THROUGH

KTKF-JCT holders are being phased out.
Switch to KTKF-JCTM style ® H17

B KTKF-JCT

A
X LN
Right-hand (R) — —
| | ! |
Jd
w PR L1 Lo
o] A et ;
o { ]
o it T
2
&
<
3 LH C
cDX
MHD2 MHD —l
| T /‘! i T
,~\ ap i
O I S S s I A S D
ar: e
1T 3-Rc1/8
\ HBL LF
KTKFR62...
KTKFR1220H... E
(shown above)
Right-hand Shown Right-hand Insert for Right-hand Toolholder
F
Left-hand (L)
T —— s ——— s ——— — — F— w
e N D
B ol ka1 o = = . .
: ; (1 iy : " @
% g I | | | LN
@« %)
§ 3
s @ (o)
5
LH o)
) cDX 3
1 —I MHD MHD2 ‘
[ I I
@ @ @ z
- T - - 5 J
N 3-Rc1/8
LF
K
Left-hand Shown Left-hand Insert for Left-hand Toolholder
® Toolholder Dimensions
Spare Parts M
Stock Dimensions
Clamp Screw  Wrench | Plug  Applicable
Part Number Unit Inserts
= H6~H7
R| L H=HF OAH B LF HBH HBL LH LN  WF CDX MHD MHD2 E’
KTKFR 62-12JCT A 0.500 | 0.775 | 0.750 0.7830.783 | 1.110 | 0.500 | 0.295 | 1.417
TKF12R...
82.5-12JCT A inch | 0.625 | 0.900 | 1.000 | 4.750 - 0.901 | 1.682 | 0.625 | 0.295 | 0.984  1.811 | SB-4590TRWN FT-10 GP-1
KTKFR 82.5-16JCT A 0.625 | 0.900 | 1.000 - 0.901 | 1.682|0.625 | 0.378 | 0.984 | 1.811 TKF16R...
KTKFR 1220H-12JCT A 12 19 20 2 20 20 28 12 35 TKF12R...
KTKF® 1625H-12JCT A | A 16 23 25 100 16 7.5 SB-4590TRWN FT-10 GP-1
- 23 40 25 46 TKF12%L...
2025H-12JCT | A A mm | 20 27 25 20
KTKF# 1625H-16JCT | A | A 16 | 23 | 25 40 16 46
100 - 23 9.6 25 SB-4590TRWN FT-10 GP-1 TKF16ML...
2025H-16JCT | A A 20 27 25 41 20
Recommended Cutting Conditions ® H60
(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H 7 3



JCT COOLANT PIPING PARTS

M Coolant Pipe Parts
Pipe parts will be required separately if internal coolant is used.
Pump Pressure: up to 2,900 psi

Pump Pressure: up to 1,088 psi if couplers are used

Without Coupler (Pump Pressure: up to 2,900 psi) With Coupler (Pump Pressure: up to 1,088 psi)

& : (@ Joint)
@ Coupler
3 Joint

® Coupler
(@RI

. Combination Part Description Example Combination Part Description Example
E Part Part Number Part Part Number
; @ Joint J-ST-R1/8-G1/8 (® Joint) =
@ Hose HS-G1/8-G1/8-500 @ Coupler CP-ST-R1/8, P-ST-RC1/8
® Joint J-ST-R1/8-G1/8 @ Joint SR R
@ Hose HS-G1/8-G1/8-500

Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to
the thread standard on the hose side (G1/8) for use. ® Joint J-ST-R1/8-G1/8

Use sealing agents such as seal tapes when installing piping parts.
® Coupler P-ST-RC1/8, CP-ST-R1/8

(@ Joint) =

Without Coupler (Pump Pressure: up to 2,900 psi) o
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to

N thread standards of the coupler (Rc1/8, etc.) or hose (G1/8) for use.
m Use sealing agents such as seal tapes when installing piping parts.
- G1/8 T
Rc1/4 W G1/8 | E )
Rc1/8 :
wrie ST -

With Coupler (Pump Pressure: up to 1,088 psi)

Rc1/8 Lo e
R1/8

Rc1/8 o pﬁﬁm ﬂj R1/8 ~ G1/8

Rc1/4 m Coupling Plug E

NPT1/8

® Joint @ Coupler ® Joint @ Hose

800.823.7284
H14 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com



JCT COOLANT PIPING PARTS

B Piping Installation Parts Description

o=
22
=E
w—
JOInt ( @ @ @ @ ) Pressure Resistance: up to 2,900 psi Coupler ( @ @ ) Pressure Resistance: up to 1,088 psi
Exterior Part Number | Thread Standard | Stock Exterior Part Number | Thread Standard | Stock ?,%'
5z
. ) J-ST-R1/4-G1/8 R1/4 & G1/8 [ ] ) g »5
ﬁ o= CP-ST-R1/8 R1/8 °
J-ST-NPT1/8-G1/8 = NPT1/8 © G1/8 [ J biobil -0
N el - 2
ms
0o
| @8
J-ST-R1/8-G1/8 [ ] .
- P-ST-RC1/8 Rc1/8 [ ]
== o
oc
Y R1/8 © G1/8 52
JEe ® : US. Stock 5 =
. a no
. J-AN-R1/8-G1/8 [ J
] (_D' (2]
6%
wr
J-ST-R1/4-RC1/8  R1/4 © Rc1/8 [}
J-ST-NPT1/8-RC1/8  NPT1/8 < Rc1/8 [ ] s
2
o
J-ST-RI/8-RC1/g  C1/8 @ RI/E °
(Extension Joint)
2
@® : US. Stock Q
3
HOSG ( @ ) Pressure Resistance: up to 2,900 psi
(o)
Exterior Part Number Uilieele] S LI HCgin Stock S
Standard (mm) )
S
|
HS-G1/8-G1/8-200 200 [ ]
=
HS-G1/8-G1/8-300 300 ° 5
>
=]
HS-G1/8-G1/8-400 400 [ ] 3
G1/8
HS-G1/8-G1/8-500 500 [ ] 5
=)
HS-G1/8-G1/8-600 600 ° £
(o)
HS-G1/8-G1/8-800 800 [ ]
@ : US. Stock é
=
(o)
e
S
>
)
[ — m
A Rc1/8 =
p— sl
@
—
KTKF-JCT Toolholder 5
=
Rc1 Y
e N R1/8 =
EE ﬂg - Sl z
o
2
Plug Coupling
@ Hose ® Joint ® Coupler @ Joint (Extension Joint)
(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H 1 5




CUT-OFF TOOLHOLDERS - JET COOLANT-THROUGH

KTKF-JCTM <

Direct from Turret High-Pressure Coolant-Through Cut-Off Holders

Supports Internal Coolant with or without Piping Systems

Internal Coolant without Piping *When the tool turret supports direct coolant

Coolant is supplied directly from the tool turret into the holder without the need to install piping

Applicable to Wide Range of Machines The tool turret is optional. Please contact our company sales representative for details.
CITIZEN MACHINERY CO., LTD. (L20, D25, M32) (Random orden)

Based on Kyocera Survey in January 2021

STAR MICRONICS CO., LTD. (SB-R series, SR series, SV series)
TSUGAMI CORPORATION (S205/206-1 [116 type, S205A/206A-I1 [[116 type)

Compatible with various machine including the above.Toolholders can be customized as well.

Optimized Coolant Supply

Supply hole designed to reduce energy
loss based on extensive flow analysis

Analysis Image (Internal Evaluation)

i H High
(o)
I ’
Coolant Channel Flow
velocity

Compatible with internal coolant on any
machine with standard piping parts

Commercial piping parts are available
when using at normal pressure

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)

H 1 6 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF TOOLHOLDERS - JET COOLANT-THROUGH

B KTKF-JCTM &

A
. *KTKFR5.72-++ : 2-Rc1/8
Right-hand (R) *KTKFR12:+ : 2-Rc1/8
“Rc1/8  Rcl/8 Rc1/8
A [
:| LN / I B
- AN
. R N o
LG
s @ o L
’ LH Cc
sl N\ CDX MHD2
| MHD1

—
) ;

O
OAH
N

VAR
4\\;@\/
|
T\lf/)/
|
H

——e— — Above figure shows M5 M5
KTKFRS.72-12... LFE
KTKFR1218JX...
Right-hand Shown Right-hand Insert for Right-hand Toolholder

Left-hand (L)

I T T o
i == Pttt F— w
| I T e . e
_ | | I
rﬁu frTJn / LN / '
e e [ Iy L—‘
5 5 Rc1/8 \Rc1/8 \Rc1/8 H
§ 2 e
2 3 MHD2 CDX S
o
i I MHD 8
' /"[\\\ / ﬁTxi\\ //%\ N /j:\\ E LL|
o |z e ) A | | S E=
NP - <2 ¢
M5 M5 J
I — - ‘ LF
K
Left-hand Shown Left-hand Insert for Left-hand Toolholder
® Toolholder Dimensions
Spare Parts M
Stock Dimensions Clam
G Wrench Plug1 | PIug2  Applicable
Part Number Unit Inserts
@) @ % H6~H7
R L H=HF OAH| B | LF HBH HBL LH LN WF CDX MHD MHD2 = u @
= \ N
KTKFR 5.72-12JCTM @ @ 0500 | 0.500 | 0.775 | 0.709 | 4.750 | 0.790 | 0.790 | 1.110 0.500 0.295  2.125 %Erf;;
KTKF% 825-12CTM @ @ o 0296 ssodfany | P10 GPTHSSGLP "
0625 | 0.625  0.900 | 1.000 | 4750 - | 0905 1585 0.625 1.730 | 2.560 TRFT12% P
825-16JCTM @ @ 0377
TKF12R...
KTKFR 1218JX-12JCTM @ 2] 12 | 19 18 20 | 20 | 28 | 12 54 TKFT 1R,
. HS5X4LP
KTKF% 16250X-12JCTM @ @ 6 | 16 | 28 120 I 4ge0TRIN | FT10- - GP T TRF12%.. R
o 25 - 23 | 40 44 | 65 12
2025JX-12JCTM @ @ 20 20 27 20 -
KTKF?L. 1625JX-16JCTM @ @ 6 | 16 | 23 0 | 16 TKF16%....
2% 120 | - | 23 96 | 44 | 65 | gesinun | FT10 | GP1 o HSSXALP | TKFT16%...
2025JX-16JCTM @ @ 20 | 20 | 27 4 | 20 T

Recommended Cutting Conditions ® H60

(Customer Service) 800.823.7284 - Option 1

@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H1 7



JCTM COOLANT PIPING PARTS

M Coolant Pipe Parts

Pipe parts will be required separately if internal coolant is used.

Pump Pressure: up to 2,900 psi
Pump Pressure: up to 1,088 psi if couplers are used

Without Coupler (Pump Pressure: up to 2,900 psi)

Combination Part Description Example

With Coupler (Pump Pressure: up to 1,088 psi)

(® Joint)
@ Coupler
@ Joint

® Joint
® Coupler
_ (@ Joint)

Combination Part Description Example

g Part Part Number Part Part Number
o
@ Joint J-ST-R1/8-G1/8 (® Joint) -
@ Hose HS-G1/8-G1/8-500 @ Coupler CP-ST-R1/8, P-ST-RC1/8
® Joint J-ST-R1/8-G1/8 (3 Joint J-AN-R1/8-G1/8
@ Hose HS-G1/8-G1/8-200
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to
the thread standard on the hose side (G1/8) for use. ® Joint J-AN-R1/8-G1/8
Use sealing agents such as seal tapes when installing piping parts.
® Coupler P-ST-RC1/8, CP-ST-R1/8
(@ Joint) -
Without Coupler (Pump Pressure: up to 2,900 psi) o
Convert the thread standards on the machine’s side (Rc1/4, Rc1/8, NPT1/8, etc.) to
N thread standards of the coupler (Rc1/8, etc.) or hose (G1/8) for use.
Use sealing agents such as seal tapes when installing piping parts.
V- G1/8
Rc1/4 wﬁ Gi/8 \ -
Rc1/8 p— !
With Coupler (Pump Pressure: up to 1,088 psi)
Rc1/8 (T
Rc1/8 oy Eﬂ #ﬁ R1/8 G1/8
Rc1/4 Coupling Plug E
NP'!'1/8 ur
® Joint @ Coupler ® Joint @ Hose
(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
H 1 8 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology




JCTM COOLANT PIPING PARTS

B Piping Installation Parts Description

s3avHo
LH3SNI
>

. Pressure Resistance: up to 2,900 psi
Joint (D@ ®®) (Unit: mm)
Shape Part Number Stock @d1 @d2 L L1 L2 ™ T2 ‘E’ % B
5=
J-ST-R1/4-G1/8 [} 5.5 4.0 34 13 13 R1/4 G1/8 35
J-ST-NPT1/8-G1/8 [ ] 3.5 3.5 29 10 13 NPT1/8 G1/8 =9
& @
5. C
—H O
» g
J-ST-R1/8-G1/8 [} 4.0 4.0 29 10 13 R1/8 G1/8
o=
52 D
oz
=5
J-AN-R1/8-G1/8 [ 4.0 4.0 27 14 13 R1/8 G1/8
8 (2]
Ss E
wr
J-ST-R1/4-RC1/8 [ ] - - 17 12 - R1/4 Rc1/8 .
2 |F
=
(9]
T
—s J-ST-NPT1/8-RC1/8 [ ] 3.5 - 30 10 - NPT1/8 Rc1/8
=7 .
KA 3
L NHex 14 J-ST-R1/8-RC1/8 o 35 - 33 13 - R1/8 Rc1/8 § G
=
(9]
Pressure Resistance: up to 1,088 psi Pressure Resistance: up to 2,900 psi
Coupler ( @® ) (Unit: mm) Hose ( ©) ) (Unit: mm)
Q
Shape Part Number Stock Shape Part Number Stock L E
9
Re1/8 Hex 14 ; HS-G1/8-G1/8-200 ® | 200 -
s s T " =
m g = =i g CP-ST-R1/8 @ HS-G1/8-G1/8-300 [ ] 300 =
Lok = J
< o
S 30 HS-G1/8-G1/8-400 ® | 400 g
Re1/8 HS-G1/8-G1/8-500 [ ] 500 .

e I £ K
ﬂs Ut P-ST-RC1/8 ® HS-G1/8-G1/8-600 @ | 600 =
T <| | 155 (2]

S Hex 14
26 — HS-G1/8-G1/8-800 [ 800
=
M
=z
(9}

ONIMOOL
JONYHO Y0IND
<

w
T
>
I A P
Rc1/8 =
p— sl
@
—
3
- R
Rc1 Q
c1/e R 2
— s ”?gm JCTM Holder .
T : | i =
Plug Coupling |
@ Hose ® Joint ® Coupler @ Joint (Extension Joint)
(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H 1 9



Y-AXIS CUT-OFF TOOLHOLDERS (SMALL DIAMETER)

Y-axIS Toolholders

Improved Chip Control

New Toolholder Designs for Better Chip
Evacuation in Small Parts Machining

SDJCR-Y
= E30

Controlled Chip Evacuation for Stable Machining

KTKF Machining in the

Y-axis direction

Chips fall
downward

CUT-OFF

The Y-axis machining direction allows the chips to fall down
and away from the workpiece, improving chip evacuation.

B KTKF-Y (Y-axis Holder) <&

E

) ‘ g

. T
> T >
a T T
Q

! LH
LF
- j
= 3]
* Right-hand shown Right-hand Insert for Right-hand Toolholder, Left-hand Insert for Left-hand Toolholder
® Toolholder Dimensions
Part
Stock Dimensions (mm) Spare Parts
Clamp Screw Wrench Applicable
Part Number @ 0 Inserts
R L H HF B LF LH WF LU | HBKW E /@
KTKFR 1216JX-12-Y [ 12 12 16 20 16 15
120 6 SB-4590TRWN FT-10 TKF12R...
1616JX-12-Y [ 16 16 16 25 16 11
¢ Dimensions LU shows the distance from the toolholder to the cutting edge Recommended Cutting Conditions ® H60

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
HZO {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



Y-AXIS CUT-OFF TOOLHOLDERS (SMALL DIAMETER)

Precautions A
Do not use Y-axis toolholders side-by-side to prevent interference (Only two Y-axis holders can be used at the same time)
:
C
D
Standard toolholders may be mounted
between two Y-axis toolholders
When changing the tool, set the retracted position with reference to the cutting edge of the Y-axis holder E

(When exchanging from tool B to D)
offolodol R oEoMof i
O OMIOMO OBIOMOMO

Release the tool turret with reference to the ‘ Tool Turret Direction
overhang amount of the Y-axis toolholder

440-1nd

Note that using other toolholder styles together will result in different outside diameters (Unit: mm) J
Y-axis Overhang Amount : L
Toolholder Examples Available Outside 20 22 25
Overhang Cutting Dia. (@)
Z 5 z K
§ £ g A Without Without Without
) el ) Restriction Restriction Restriction
H =S g
M
20 B 13.0 13.0 13.0
C Without Without Without N
Restriction Restriction Restriction
£ k Without
£ E A 38.0 58.0 Restriction P
£ | Clearance’’;
25 I B 14.9 13.6 13.0
R
Without
C 45.0 60.0 Restriction
T

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H21



CUT-OFF TOOLHOLDERS (SUB SPINDLE TOOLING)

B KTKFS (Small Diameter Cut-Off / Sub Spindle)

| =za l
©
5|22 ~Eh
9 (<m
L 2 E g LN2 2\ & \
i S| EE — :
o | EE @
5192 cDX =
EEESES]
L 30° LN
—_— LF
T
Right-hand Shown Right-hand Insert for Right-hand Toolholder
P CDX o
8 338 B
j0) o B o
3 |&9% © * & )
S |T
& gg 0| N
2lsg LF - KTKFS#6-12JX
SIS %, KTKFS™.6-16JX
AW KTKFS®1010K-12A
. €5 KTKFS®.1010K-16A
t T only for left shape
Left-hand Shown Left-hand Insert for Left-hand Toolholder
® Toolholder Dimensions
_ Spare Parts
Stock Cut O Dimensions .
Dia. Clamp Screw = Wrench Applicable
‘g_ Part Number Unit Inserts
i &
5 R L CUTDIA H HF @ B LF | LH LN *LN2  WF CDX = % » H23
(5]
KTKFS. 6-12JX Al A 0.236~0.472 | 0.375 | 0.375 | 0.375 | 4.750 | 0.590 | 0.866 1.024 | 0.197 | 0.236
SB-4050TRN LTW-10S | TKFS12%L
8-12JX Al A 0.236~0.472 | 0.500 = 0.500 | 0.500 | 4.750 - 1.024 | 1.024 | 0197  0.236
inch
KTKFS® 6-16JX Al A 0.551~0.630 | 0.375 | 0.375 | 0.375 | 4.750 | 0.787 | 0.866 1.181 | 0.197 | 0.315
SB-4050TRN LTW-10S | TKFS16%L
8-16JX Al A 0.551~0.630 | 0.500  0.500 | 0.500 | 4.750 - 1.024 | 1.181 | 0197  0.315
KTKFS®L 1010K-12A N A 6~12 10 10 10 120 15 22 26 5 6
1212F-12A Al A 6~12 12 12 12 85 - 22 26 5 6 SB-4050TRN LTW-10S | TKFS12%L
1212K-12B Al A 6~12 12 12 12 120 - 26 26 5 6
mm
KTKFS®L 1010K-16A VANRIWAN 14-16 10 10 10 120 20 22 30 5 8
1212F-16A N A 14~16 12 12 12 85 - 22 30 5 8 SB-4050TRN LTW-10S | TKFS16RL
1212K-16B A A 14-16 12 12 12 120 - 26 30 5 8
« Dimension CDX shows the distance from the toolholder to the cutting edge. Recommended Cutting Conditions ® H23

o CUTDIA dimension differs depending on insert edge width. See Page ® H23 for actual cutting diameter.
*LN2 dimension only applies to right-hand toolholders

M TKFS (cuTDIA)

Main Spindle Main Spindle

Dimensions

. Insert Part Number CwW CUTDIA ] Sub Spindle : Sub Spindle
Right-handed Insert Shown inch mm (|n)

TKFS12% 100-S 0.039 | 1.00 | 0.236
150-S | 0.059 | 1.50 | 0.354
200-S | 0.079 | 2.00 | 0.472
TKFS16%. 150-S 0.059 | 1.50 @ 0.551
200-S | 0.079 | 2.00 | 0.630 Fig.1 Fig.2

As Fig.2 shows, the cutting diameter of the insert is measured when the lead edge passes 0.039" past the center line of part.

* As Fig.1 shows, use KTKFL (Left-hand) when the distance between main spindle and sub spindle are long.
¢ As Fig.2 shows, KTKFS is recommended when the workpiece diameters are small and the distance between the main spindle and sub spindle are short

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)

H22 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF TOOLHOLDERS (SUB SPINDLE TOOLING)

. Appllcable Inserts Claliss.ificationofpsagf . o O © O O
@ : Light Interruption / 1st Choice Stainless Steel ® ® Py ® ®
@ : Light Interruption / 2nd Choice
® : Continuous / 1st Choice L4
O : Continuous / 2nd Choice N Non-ferrous Metals [ ]
= | 3
f : . MEGACOAT é gg g
Dimensions (in) NANO 3 8§ g
jun] >O (&)
= a
Insert Part Number 9 9 9 9 9 °
CwW ~ < 10 N =) =]
Right-handed Insert Shown CUTDIA| RE Wi S D1 T T i T g =
o o o [ o <
inch | mm R'L R LR LR LR L R L
o ’gg TKFS12% 100-S 0039 | 1.0 | 0.236 AIANTAIAIAIAIAIAN|AIAIAA
(1] PSIRR
ST 150-S 0059 | 1.5 0.354 | 0.002 | 0.087 | 0.343 0173 | A A A |A A TATA|ATATAIAA
TN 200-S 0079 | 20 0.472 AIAIAIAIAAA VAN WAL VANIIVAN
) TKFS16% 150-S | 0.059 | 1.5 | 0.551 AlAIA A A A A LA IAAA
\ @ WKy, 0.002 | 0.087 | 0.374 0.173
S J 200-S 0.079 | 2.0 0.630 AIAIAIAIAAIAIA|AIAIAA
¢ Lead angle shows the angle when installed in the toolholder.
® As Fig.1 of ® H22 shows, the cutting diameter of the insert is measured when the lead edge passes 0.039" past the center line of part.
©® Recommended Cutting Conditions
TKFS12 TKFS16
Recommended Grade (Vc sfm)
Width Width "
Workpiece jol
Material ~ MEGACOAT MEGAGOAT MEGA Carbide 0.039" 0.059" 0.079" 0.059" 0.079" S
PLUS NANO COAT (1.0mm) (1.5mm) (2.0mm) (1.5mm) (2.0mm)
PR1725 PR1425 PR1535 PR1225 KW10 Feed Rate (ipr) Feed Rate (ipr)
* hAq Yo hAY B
Carbon Steel 230-560 295-550 230-490 295-500 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 = 0.0004~0.0012
* hAY Yo hAY B
Alloy Steel 230-560 295-550 230-490 295-500 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 = 0.0004~0.0012
f Y NAY * Y B 5 5 B B 5
Stainless Steel = 5407460 200-450 200~400 200-400 0.0004~0.0008 | 0.0004~0.0008 | 0.0004~0.0012 | 0.0004~0.0008  0.0004~0.0012
Wet
Cast Iron - - - 175{‘325 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 = 0.0004~0.0012
Aluminum - - - 650j475 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 | 0.0004~0.0012 = 0.0004~0.0012
Brass - - - 325"5650 0.0004~0.0016 | 0.0004~0.0016 | 0.0004~0.0016 | 0.0004~0.0016 = 0.0004~0.0016

B KTKF / KTKFS Selection Reference

® KTKF

® KTKFS

% : 1st Recommendation ¢ : 2nd Recommendation

« Both Right-hand and Left-hand types are applicable to gang tool post
o Left-hand type is used during cut-off operations using sub spindle

« When machining workpiece with small diameter, use KTKFS to reduce
overhang distance from the main spindle

KTKFR

Right-Hand Toolholder

KTKFL

Left-Hand Toolholder

KTKFSR

Right-Hand Toolholder

KTKFSL

Left-Hand Toolholder

Main Spindle

<Recommendation>

Use insert without
lead angle.

main spindle side

¢ Not Using Sub Spindle
® Cut-off operation near

Main Spindle
Sub Spindle

<Recommendation>

Use insert with lead angle
to remove boss.

® Using Sub Spindle

* Cut-off operation near
sub spindle side

Main Spindle

<How to Select>
R-Hand

« Long workpiece and
more rigidity

« Cut-off operation
near main spindle
side

Sub Spindle

<How to Select>
LN Dimension

« Sub Spindle Dia.
@40mm—22 (A type)
@50mm—26 (B type)

<How to Select>
L-Hand

« Short workpiece and
less rigidity

« Cut-off operation
near main spindle
side

Sub Spindle

9
T
45
jo%
2]
£
5]
=

<How to Select>
LN Dimension

« Sub Spindle Dia.

@40mm—22 (A type)
@50mm—26 (B type)

@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog)
Contact your local Kyocera sales engineer to upgrade old products to new technology

(Customer Service) 800.823.7284 - Option 1

(Technical Support) 800.823.7284 - Option 2
Visit us online at KyoceraPrecisionTools.com

Inserts are sold in 10 piece boxes
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CUT-OFF INSERTS

. GDM / GDG Usage Classification (") (@)
@ : Light Interruption / 1st Choice
@ : Light Interruption / 2nd Choice (") (@) (@) =
@ : Continuous / 1st Choice ﬁ
O : Continuous / 2nd Choice o O 2
o
i o
< o) =
. g Llead 382  MEGA o | 2 8
Dimensions (in) Angle é g COAT a § %
Insert Part Number = j';
oW 8 8 2 8 , ¢
Right-handed Insert Shown RE INSL S PSIR% o o S E
i o o o [a)
inch | mm Tolerance = = T g o]
GDM 1316N-003PF 0.051 1.3 0.0012 [ ] [ ] [ J
1316N-015PF 0.051 1.3 0.0059 [ J [ [ 5 H26
0.6300.146 - Ho7
1516N-003PF 0.059 1.5 0.0012 [ J [ [ R
o & 1516N-015PF 0.059| 1.5 0.0059 e o o
é o,
2 & 2020N-003PF 0.079| 2.0 0.0012 [ ] [ ] [ J
3 INSL 3 +0.0016
@ m 2020N-015PF 0.079 | 2.0 0.0059 [ J [ [
2520N-003PF 0.098 2.5 0.0012 [ J [ [ ® H29
0.7870.169 ~
2520N-015PF 0.098 2.5 0.0059 [} [ [ J ® H37
k; 3020N-003PF 0.118 3.0 0.0012 e o o
=
3 Lo foed 3020N-015PF 0118 3.0 0.0059 e o o
=
z GDM 1316%-003PF-15D 0.051| 1.3 0.0012 o o o
1516%.-003PF-15D | 0.059 1.5 0.0012 0.6300.146 e o o :%
1516R-015PF-15D 0.059 1.5 0.0059 ® ® ®
o i PSIRR
gk 2020%.-003PF-15D  0.079 2.0 0.0012 [ ) [ J [
53 hSL * 2020R-015PF-15D | 0.079 2.0 | +0.0016 |0.0059 5 | @ @ 0
i \. w[@ 2520%.-003PF-15D | 0.098 | 2.5 0.0012 e o o
o 0.787/0.169
5' 2520R-015PF-15D | 0.098 2.5 0.0059 ® ® ®
o
3020%.-003PF-15D 0.118 3.0 0.0012 [ [ J [ )
Low Focay Be 3020R-015PF-15D | 0.118 | 3.0 0.0059 @ o o
GDM 2020N-010PQ 0.079| 2.0 [ ] [ ] [ ]
/ 2520N-010PQ 0.098 | 2.5 | +0.0012 | 0.0039 0.787 0.169 [ ) [ ) [ ]
3
T Medium Feed 3020N-010PQ 0.118| 3.0 e o o
3 2-edge
fo
S
5 i osr GDM 2020R-010PQ-15D 0.079 2.0 [ ] [ ] [ ]
5® NS G 2520R-010PQ-15D 0.098 2.5 +0.0012 0.0039|0.787 0.169| 15° @ @ @ @@ “ Ha7
15° Lead Angle 3020R-010PQ-15D 0.118 3.0 [ ] [ ] [ ]
Medium Feed / 2-edge
GDG 2020N-005PG 0.079| 2.0 [ ] [ ] [ J [ J
B &
%m INSL K3 2520N-005PG 0.098 | 2.5 | +0.0008 | 0.0020 0.787 0.169 [ ) [ ) [ ] [ J
0
2 T g
g 3020N-005PG 0.118| 3.0 e o e o
a 2-edge
g
S GDG 2020R-005PG-15D | 0.079 | 2.0 e o e o
5 8%, PRR
) A INSL “ 2520R-005PG-15D 1 0.098 2.5 | +0.0008 0.0020|0.787/0.169| 15° [ ) [ ) [ ] [ J
v v
15° Lead Angle 3020R-005PG-15D 0.118 3.0 [ ] [ ] [ J [ J
2-edge
Using PM/PF Chipbreaker (designed for cut-off) for grooving will not create a flat bottom (See Fig.) Recommended Cutting Conditions ® H38~H39
(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
H24 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF INSERTS

. G DM / G D M S Classification of Usage (@) (") (@)
@ : Light Interruption / 1st Choice % =
@ : Light Interruption / 2nd Choice (") @) @) = )5 % A
@ : Continuous / 1st Choice 3 m3
O : Continuous / 2nd Choice _E
o
(o]
@
Dimensions (i Leag MEGA 5 i
imensions (in) Angle COAT = MEGACOAT & 55
NANO 2 nz B
Insert Part Number & 72
cw g & 2 e
Right-handed Insert Shown RE INSL S PSR% 2 S N
inch | mm Tolerance E E E =9
< ¢
GDM 2020N-020PM 0.079 | 2.0 0.008 () e ( a 3
I o
5é 2520N-020PM 0.098 | 2.5 0.008 [ ] [ J [ J
EP B T
° 3020N-025PM 0.118| 30 *0.0012 | gp19 | 0.787 | 0.169 - ) ) ) 25 D
o
e
%0
4020N-030PM 0.157 | 4.0 0.012 [ ] [ J [ J
2-edge
GDM 2020R-020PM-6D |0.079| 2.0 0.008 o2
I o= E
w
2520R-020PM-6D  0.098| 2.5 | +0.0012 | 0.008 | 0.787 @ 0.169 6° [ ] [ ] [ ] a
fo
g 3020R-025PM-6D | 0.118 3. 0010 ° ° °
=1 2-edge w
a o
5 Z |F
8 GDMS 2020N-020PM 0079 2.0 0.008 ® ° ® 2
%
S 3020N-025PM  0.118 30 00012 0otp 0787 0169 | - ° ° ° 2
c G
4020N-030PM  0.157 40 0,012 ° ° ° 5
1-edge
= H29 o
~ Cc
GDMS 2020R-020PM-6D  0.079| 2.0 0.008 ([ [ ] [ ] » H37 g
il
/ 3020R-025PM-6D 0.118 3.0 *00012 gg9 0787 | 0169 | & ° ° ° .
5
= J
4020R-030PM-6D | 0.157 4.0 0.012 [ ] [ [ ] o
1-edge %
GDM 2020N-020PH 0.079| 2.0 0.008 [ J [ J ([ ) o
FR. =
— - K
. / & 3020N-030PH 0118 3.0 00012 gp12 = 0787 ® [ ) ® 5
3 =
w
5 4020N-030PH 0.157 | 4.0 0.012 [ J [ J [ ) =
% High feed 2-edge 0160 ) ; M
< [o]
S GDMS 2020N-020PH 0079 2.0 0.008 [ ) [ [ )
2 = 2
£ g =
S = g%
o] S 3020N-030PH 0.118 3.0 | *0.0012 | 0012 | 0.787 (] (] (] 25 N
= =
i 52
4020N-030PH 0.157 4.0 0.012 () ) () "
High feed 1-edge ﬁ
Using PM/PF Chipbreaker (designed for cut-off) for grooving will not create a flat bottom (See Fig.) "\/“ Recommended Cutting Conditions & H38~H39 E P
>
@ Insert Identification System =
‘ ® Width (® Hand of Tool ‘ Chipbreaker Symbol ‘ g R
‘ @ Tolerance Symbol | 13:1.3mm 26 :2.5mm R : Right-hand PF : Cut-Off (Low Feed) PM: Cut-Off (General Purpose) S
| G: Ground Insert | 15:1.5mm 30: 3mm L : Left-hand PQ: Cut-Off (Medium Feed)  PH : Grooving and Cut-off .
| M: M Class | 20:2mm 40 : 4mm N : Neutral PG : Cut-Off (Low Cutting Force) ~ (High Feed Rate)
I I | |
=
G D M S 30 20 R-025 PM-6D T
- - x
| | | | |
@ Series ‘ ‘ 3 No. of Edges ® Insert Length ‘ @ Corner-R (RE) ‘ © Lead Angle ‘
Grooving / Cut-off (No Indication) : 2-edge 16 16mm 003 : 0.03mm 020 : 0.2mm No Indication : 0°
GD Series S: 1-edge 20 : 20mm 005 : 0.056mm 025 : 0.25mm 6D : 6°
010 : 0.1mm 030 : 0.3mm 15D : 15°
015 :0.16mm
(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H25



CUT-OFF TOOLHOLDERS Small Diameter

M KGD (for Small Parts Machining) Insert Width: 0.059"~0.157" / 1.3mm~4.0mm

£, (Jd] | =

@\ﬁ Insert Pocket Angle
I
e

KGD®.2012K-OD34
KGD®.2020K-OD34
Shown in figure above

* Right-hand shown LF
® Toolholder Dimensions (Inch Size)
Cut-Off ; A Insert Width Spare Parts
St ! )
e Dia. Dl () CW (in) Clamp Bolt Wrench
Part Number
@)
R | L CUTDIA H HF HBH B LF LH WF GAMP | MIN | MAX E
KGDH. 6-1.3JX ® @ 0787 0.375 | 0375 | 0098 | 0.375 4.75 0.709 = 0.356 1o - | oost
@ 8-1.3JX ® O 0944 0.500 | 0500 | 0.051 | 0.500 4.75 0.768 | 0.481 ’
KGD¥. 6-1.5JX ® @ 0787 0.375 | 0375 | 0098 | 0.375 4.75 0.709 | 0.351 1o 0.059
8-1.5JX ® O 0944 0.500 | 0500 | 0.051 | 0.500 4.75 0.768 | 0.476 ) ’
KGD® 6-2JX ® @ 0787 0.375 | 0375 | 0098 | 0.375 4.75 0709 | 0342
8-2JX ® O 0944 0.500 | 0500 | 0.051 | 0.500 4.75 0.768 | 0.467 1° 0.079 | 0.118
10-2JX ® @ 1259 0.625 | 0.625 - 0.625 4.75 0.965 & 0592 SB-40120TR LTW-158
KGDH. 6-2.4JX ® @ 0787 0.375 | 0375 | 0.098 | 0.375 4.75 0.709 = 0.336
8-2.4JX ® O 0944 0.500 | 0500 | 0.051 | 0.500 4.75 0.768 | 0.461 1° 0.094 | 0.118
10-2.4JX ® O 1259 0.625 & 0.625 - 0.625 4.75 0.965 = 0.586
KGD® 8-3JX ® O 0944 0.500 | 0500 | 0.051 | 0.500 4.75 0.768 | 0.453 1o o11g | 0118
10-3JX ® O 1259 0.625 & 0.625 - 0.625 4.75 0.965 & 0578 ’ 0.157
KGD® 10-3D38JX ® O 149 0.625 | 0.625 - 0.625 4.75 1142 | 0578
12-3D42JX ® @ 1653 0.750 | 0.750 - 0.750 4.75 1.220 | 0.703 1° 0.118 | 0.157 = SE-50125TR LTW-20
43-3D42JX ® @ 1653 0.750 | 0.750 - 0.500 4.75 1.220 | 0.453
" ® Toolholder Dimensions (Metric Size)
[TH
Q Cut-Off ' . Insert Width Spare Parts
'é Stock Dia. Dimensions (mm) CW (mm) | Clamp Bolt/Screw  Wrench
Part Number S
<> LTW
R | L CUTDIA H HF HBH B LF LH WF GAMP | MIN | MAX =1 /
s S HH LW
KGD®% 1010JX-1.3D16 3K 16 10 10 2 10 120 18.0 9.9
1010JX-1.3 30 20 10 10 2 10 120 18.0 9.5
1212F-1.3D16 30 16 12 12 2 12 85 19.5 11.9 .
1212JX-1.3D16 (3K 16 12 12 2 12 120 19.5 11.9 5 13 18 | SB-40120TR LTW-158
1212F-1.3 oo 24 12 12 2 12 85 19.5 11.5
1212JX-1.3 30 24 12 12 2 12 120 19.5 11.5
KGD®% 1010JX-1.5D16 30 16 10 10 2 10 120 18.0 9.7
1010JX-1.5 30 20 10 10 2 10 120 18.0 9.4
1212F-1.5D16 30 16 12 12 2 12 85 19.5 1.7 .
1212JX-1.5D16 (3K 16 12 12 2 12 120 19.5 1.7 5 15 16 | SB-40120TR LTW-158
1212F-1.5 30 24 12 12 2 12 85 19.5 1.4
1212JX-1.5 30 24 12 12 2 12 120 19.5 1.4
KGD®% 1010JX-2 oo 20 10 10 2 10 120 18.0 9.2
1212F-2 LK) 24 12 12 2 12 85 19.5 11.2 5
1212JX-2 (3K 24 12 12 2 12 120 19.5 1.2 ! o0 | 30 SB-40120TR LTW-158
1616JX-2 30 32 16 16 - 16 120 245 15.2 i ’
2012K-2D34 30 34 20 20 - 12 125 325 11.2 )
2020K-2D34 o0 20 20 - 20 125 a5 | 192 | ° HHoX16 Lw-4
KGD®% 1010JX-2.4 30 20 10 10 2 10 120 18.0 9.0
1212F-2.4 LK) 24 12 12 2 12 85 19.5 11.0 5
1212JX-2.4 3K 24 12 12 2 12 120 19.5 11.0 ! oa | 30 SB-40120TR LTW-158
1616JX-2.4 oo 32 16 16 - 16 120 245 15.0 ’ ’
2012K-2.4D34 oo 34 20 20 - 12 125 325 11 )
2020K-2.4D34 3K 34 20 20 - 20 125 325 19 0 HH5X16 Lw-4
KGDH 1212JX-3 oo 24 12 12 2 12 120 19.5 10.8 3.0
1212JX-3W 30 24 12 12 2 12 120 19.5 10.8 1° 30 |, | SB-40120TR LTW-15S
1616JX-3 oo 32 16 16 - 16 120 245 14.8 :
1616JX-3D38 30 38 16 16 - 16 120 29.0 14.8
1913K-3D38 oo 38 19 19 - 13 125 29.0 11.8
2012JX-3D42 30 42 20 20 - 12 120 31.0 10.8 B
2012JX-3D51 3K 51 20 20 - 12 120 36.0 10.8 ! 80 | 40 | SES0125TR LTW-20
2020JX-3D42 30 42 20 20 - 20 120 31.0 18.8
2020JX-3D51 30 51 20 20 - 20 120 36.0 18.8

Note 1) 0.157" (4mm) width insert can be installed in KGD®.8-3JX and KGD®.1212JX-3, but is not recommended due to the toolholder's rigidity.
2) Recommended tightening torque for clamp screw is 2.0Nm for SB-40120TR and 2.5Nm for SE-50125TR.
3) When machining material greater than @1.417" (36mm) with KGD®....-3D38(JX), KGD®....-3D42(JX), or KGD"....-3D51 toolholders, use 1-edge inserts.
Max. workpiece diameter for 2-edge inserts is @1.417" (36mm)

Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)

H26 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF TOOLHOLDERS

M KGDS (Small Diameter Cut-Off / Sub Spindle)

Small Diameter

- N
wl | oM
g 3] |
8| E B
3|8 A~
Qo s
3 =] /
[ ; i
s L I\
“'
LF
Right-hand Shown
N LL]
- =
& WP
2| £ LH
2|E
38 Ry 4~
_g ~ \
@ Q\AMP
I N (&
— . L
LF
Left-hand Shown
® Toolholder Dimensions
Cut-Off . . Angle | Insert Width Spare Parts
Stock “pig Dimensions (mm) (%) CW (mm) | Clamp Screw  Wrench
Part Number
R L CUTDA H HF B LF LH LN WF GAMP | MIN | MAX E /
KGDS". 1616JX-1.3B e e 9.50 . 13 | 13
1616JX-1.5B [ AN J 24 16 16 16 120 19.5 27 9.40 1.5 15 | SB-40120TR LTW-15S
1616JX-2B [ AN J 9.20 1° 2.0 3.0
Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25
B KGD / KGDS Selection Reference
® KGD ® KGDS
Standard Type Sub Spindle Type

- Both Right-hand and Left-hand types are applicable to gang tool post.
- Left-hand type is used during cut-off operation using sub spindle.

- When machining a workpiece with a small diameter, use KGDS to
reduce overhang distance from the main spindle.

KGDR
(Right-hand Toolholder)

KGDL
(Left-hand Toolholder)

KGDSR
(Right-hand Toolholder)

KGDSL
(Left-hand Toolholder)

Main Spindle

Main Spindle
Sub Spindle

Main Spindle
Sub Spindle

Main Spindle
Sub Spindle

<1st. Recommendation>
Use insert with lead angle to remove boss.

- Not using sub spindle
- Cut-off operation near main spindle side

<1st. Recommendation>
Use insert without lead angle.

- Using sub spindle
- Cut-off operation near sub spindle side

- Long workpiece and more rigidity
- Cut-off operation near main spindle side

- Short workpiece and less rigidity
- Cut-off operation near sub spindle side

® Toolholder Identification System (Small Diameter)

KGD

Compatible

Insert Width Cllizy ‘
GDM/GDMS , _
(DM/EDMS D38: CUTDIA = 38mm ‘

3 D38

KGDS R 1616 JX -
| | 1.3 B
| |
s Overall Compatible
 Handof Tool  Shank Width Overal G D Other |
R : Right-hand GDM/GDMS X . ;
‘ L * Left-hand ‘ 16mm X 16mm 120mm Width: 1.3mm B: Sub-spindle Compatible
(Customer Service) 800.823.7284 - Option 1

@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology

Visit us online at KyoceraPrecisionTools.com
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KGD-JCT GROOVING SUMMARY

Small Parts Grooving & Cut-Off

Small Diameter
KG D _J C I Grooving / Cut-Off

Jet Coolant-Through Cut-Off Holders
for Small Parts Machining

KGD-JCTM*®
- Improved Tool Life Lowers Machining Costs

Direct from Turret Jet Coolant-Through
Cut-Off Holders for Small Parts Machining

New JCTM-Series Direct Coolant System

Coolant Channel

I.IOI_ .
' | § Effective Cooling of the Cutting Edge
Coolant Discharge
KGD-JCT / KGD-JCTM Competitor A
Sufficient cooling towards Coolant does not flow directly
L. . the cutting edge towards the cutting edge
Optimized Coolant Hole Position
Discharges Coolant towards the Flank Face of the Insert
Wear Resistance Comparison
(Internal Evaluation)
0.008
g 0006 B KGD-JCT
3 : B Competitor A (Internal Coolant)
£
< 0.004
g
£ 0002 /_/ Cutting Edge (After Machining 20 min)
0.000 .
0 20 40 60 80
Cutting Time (min)
KGD-JCT | Competitor A
Cutting Conditions : Vc = 260 sfm, f=0.0024 ipr (at~@ 0.079" : f = 0.0007 (ipr) ]
@%?kz::é‘r’ﬁégio(;b%gxfozON"O15PF PR1535 (Insert Width : 0.079") High density and high speeds coolant provides
Internal Coolant(218 psi) ~ Cut-off effective cooling of the cutting edge
Superior cooling action improves tool life
800.823.7284
H28 (R KYOCERA

Visit us online at KyoceraPrecisionTools.com



EXTERNAL GROOV”\]G / CUT-OFF TOOLHOLDERS Coolant-Through

B KGD-JCT (for Small Parts Machining / Jet Coolant-Through) Insert Width: 0.079"~0.157" / 2.0mm~4.0mm
A
MHD2
LN MHD
i / it i it i B
— . SEEC e
\ = i
H ] =
4| —
i —— = c
KGDL... (Left-hand Style Shown Above) O LH
// N Re'e Rele Rclk
H i “ /
w | GAMP 77 an 1 D
\} T \ V4 NP et
A ‘,/’V;/ | - . =
a Ny -
&L HRI |
E
¢ Right-hand shown
® Toolholder Dimensions (Metric Size) F
Cut-Off ) . Insert Width Spare Parts
Stock 7 D
OC% | Dia, IEETEES (i) CW (mm) | Clamp Bolt =~ Wrench Plug
Part Number
@ @
R | L CUTDIA H=HF HBH B | LF LH HBL LN WF MHD MHD2 MHD3 GAMP MIN | MAX E / &g)
G
KGDR 1220H-2JCT A 21 8.4
24 12 | 85 | 20 19.5 44 1112 35 -
KGDL 1220H-2JCT A 21,5 7.7
100 10 20 | 30 e
KGDR 1625H-2JCT A 12.2 S
32 16 | 45 | 25 245 21 | 40 152 25 | 46 S
KGDL 1625H-2JCT A 7.7 il
KGDR 1220H-2.4JCT A 21 8.4
24 12 | 85 20 19.5 44 | 11 | 35 -
KGDL 1220H-2.4JCT A 215 7.7
100 10 24 | 30 |SB-40120TR| LTW-158 GP-1 J
KGDR 1625H-2.4JCT A 12.2
32 16 | 45 | 25 245 21 40 15 | 25 | 46
KGDL 1625H-2.4JCT A 7.7
KGDR 1220H-3JCT A 21 8.6
24 12 | 85 | 20 19.5 44 1108 | 35 - 3.0
KGDL 1220H-3JCT A 215 7.7 K
100 1° 3.0
KGDR 1625H-3JCT A 12.2
32 16 | 45 | 25 245 21 | 40 148 25 @ 46 4.0
KGDL 1625H-3JCT A 7.7
Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25 Coolant Connections and Pipe Parts ® H14-H15 M

Recommended Cutting Conditions ® H38~H39

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H29



JCTM CUT-OFF TOOLHOLDERS

Small Diameter / Coolant-Through

B KGD-JCTM (for Small Parts Machining / Direct from Turret Jet Coolant-Through) @ Insert Width: 0.079"~0.157" / 2.0mm~4.0mm

*KGD%L5.72- : 2-Rc1/8
*KGD®L12-+- : 2-Rc1/8
*Rc1/8 Rc1/8
[
— ]
| iy
| < &
| c H
| e | Al
— 3
Above figure shows KGDL... (left hand) = LH
TN MHD2
s / ‘\ MHD
p [ N
! AP T’gﬂ’ .
: S—— iM M5 |
X/ 5
5@ HBL |
S LF
® Right-hand shown
® Toolholder Dimensions (Inch Size)
Cut-Off g g Edge Width Spare Parts
Dl Dia. Dlinzisiers Angle cw Clamp Screw| Wrench |Plug 1| Plug 2
Part Number Unit
. @ &
R L CUTDIA H=HF HBH B LF  LH HBL LN  WF MHD MHD2 MHD3 GAMP MIN = MAX / , \\&\
KGDR 5.72-2JCTM [ 0.825 0.331
0.945 | 0.500 | 0.330 | 0.709 0.770 1.725 1 0.500 | 2.125
KGDL 5.72-2JCTM [ ] 0.843 0.303
4.750 1° 10079 0.118
KGDR 82.5-2JCTM [} 0.480
1.260 | 0.625 | 0.175 | 1.000 0.965 | 0.825 | 1.585  0.625 | 1.730 | 2.560
KGDL 82.5-2JCTM [ J 0.303
w KGDR 5.72-2.4JCTM [ J 0.825 0.331
8 0.945 | 0.500 | 0.330 | 0.709 0.770 1.725 1 0.500 | 2.125
= KGDL 5.72-2.4JCTM [ 0.843 0.303
8 in 4.750 12 10.094 0.118  SB-40120TR |LTW-15S | GP-1 K HS5X4LP
KGDR 82.5-2.4JCTM [} 0.480
1.260 | 0.625 | 0.175 | 1.000 0.965 | 0.825 | 1.585  0.625 | 1.730 | 2.560
KGDL 82.5-2.4JCTM [ J 0.303
KGDR 5.72-3JCTM [ 0.825 0.331
0.945 | 0.500 | 0.330 | 0.709 0.770 1.725 1 0.500 | 2.125 0.118
KGDL 5.72-3JCTM [ ] 0.843 0.303
4.750 1° 10118
KGDR 82.5-3JCTM [} 0.480
1.260 | 0.625 | 0.175 | 1.000 0.965 | 0.825 | 1.585  0.625 | 1.730 | 2.560 0.157
KGDL 82.5-3JCTM [ J 0.303
® Toolholder Dimensions (Metric Size)
Cut-Off ’ . Edge Width Spare Parts
Stock  “pig, Dimensions A9 | TOW (Clamp Screw] Wrench |Plug 1] Plug 2
Part Number Unit
. @ &
RIL CUTDIA H=HF HBH B LF LH HBL LN  WF MHD MHD2 MHD3 GAMP MIN = MAX / , &
KGDR 1218JX-2JCTM @ 21 8.4
24 12 85 18 19.5 44 1.2 54
KGDL 1218JX-2JCTM [ J 215 7.7
120 1° 20 3.0
KGDR 1625JX-2JCTM @ 12.2
32 16 4.5 25 245 21 40 16.2 44 65
KGDL 1625JX-2JCTM [ 7.7
KGDR 1218JX-2.4JCTM @ 21 8.4
24 12 85 18 19.5 44 " 54
KGDL 1218JX-24JCTM @ 215 7.7
mm 120 1° 24 3.0 | SB-40120TR |LTW-15S | GP-1 | HS5X4LP
KGDR 1625JX-2.4JCTM @ 12.2
32 16 4.5 25 245 21 40 15 44 65
KGDL 1625JX-2.4JCTM @ 7.7
KGDR 1218JX-3JCTM @ 21 8.6
24 12 85 18 19.5 44 10.8 54 3.0
KGDL 1218JX-3JCTM [ J 215 7.7
120 1° 3.0
KGDR 1625JX-3JCTM @ 12.2
32 16 4.5 25 245 21 40 14.8 44 65 4.0
KGDL 1625JX-3JCTM [ 7.7
Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25 Coolant Connections and Pipe Parts ® H18~H19
(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
HSO {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



JCTM CUT-OFF TOOLHOLDERS

¥ Recommended Cutting Conditions

o
=
Recommended Insert Grade (Cutting Speed Vc: sfm) f (ipr) g ZA
m 3
MEGACOAT . ) . ) 1) -
Workpiece Chipbreaker NANO MEGACOAT DLC Coating Carbide Edge Width CW (in) §
0.079 0.079-0.157 = 0.098/0.118 | 0.118-0.157
PR1535 PR1225 PR1215 PDL025 GW15 Cont | B0 aomm [ hame 3 okt 40w 22
m
PF (RE = 0.0012) 0.0008 - 0.0024 0.0008 - 0.0031 D= B
no
PF (RE = 0.0059) % * % 0.0012 - 0.0031 0.0016-0.0039
PQ 230 -490 | 230 -490 | 230 - 590 0.0012 - 0.0039 0.0016 - 0.0047 5
Carbon Steel - - z ©
PG 0.0004 - 0.0016 0.0004 - 0.0020 n$C
Zhe]
PM - 0.0031 - 0.0071 -
PAg * PAg _
PH 260 - 660 | 260 - 660 | 330 - 660 0.0039 - 0.0098 - 0.0059 - 0.0110 .
ocCc
PF (RE = 0.0012) 0.0008 - 0.0024 0.0008 - 0.0031 52 D
oz
=
PF (RE = 0.0059) % * % 0.0012 - 0.0031 0.0016-0.0039 8o
PQ 230 - 490 | 230 -490 | 230 - 590 0.0012 - 0.0039 0.0016-0.0047
Alloy Steel - -
PG 0.0004-0.0016 0.0004 - 0.0020 32
o= E
PM - 0.0081 - 0.0071 - o F
* * * _
PH 230 -59 | 230-3590 | 260 - 359 0.0039 - 0.0098 - 0.0059 - 0.0110
PF (RE = 0.0012) 0.0004 - 0.0016 0.0004 - 0.0020 z
3
PF (RE = 0.0059) * % % 0.0012 - 0.0028 0.0016 - 0.0031 z F
- - Wet
PQ 200 -3%0 | 200-390 | 200 -490 0.0008 - 0.0028 0.0008 - 0.0031
Stainless Steel - .
PG 0.0004 - 0.0012 0.0004 - 0.0016 o
- G
PM - 0.0024 - 0.0047 -
* Y Y , =
PH 200 - 490 | 200 - 490 | 200 - 490 0.0020 - 0.0047 - 0.0031 - 0.0059 2
PF (RE = 0.0012) 0.0008 - 0.0028 - 0.0012 - 0.0031 o
- c
PF (RE = 0.0059) * 0.0012 - 0.0035 0.0016-0.0039 z
260 - 660 - E
PQ % 0.0016 - 0.0039 0.0016-0.0047 m
Cast Iron - - -
e 160 =330 | ,0004-0.0016 0.0004 - 0.0020 .
I
s}
PM * ) - 0.0081 - 0.0071 . - N
PH 330 - 660 0.0039 - 0.0098 - 0.0059 - 0.0110 =
PQ - -
Aluminum Alloy - - - * * - -
PG 660 - 1,640 | 660 - 1480 | (4004 - 0.0020 0.0004 - 0.0024 2
- K
PQ * - B %
Brass - - - - - -
PG 330 - 660 50004 - 0.0028 0.0004 - 0.0031
% : 1st Recommendation ¥ : 2nd Recommendation =
- M
=
@D

DNIT00L
TVOINHOIL  SLHVd IHVAS o Nt e
) Y <

X3aNI
-

(Customer Service) 800.823.7284 - Option 1
@ : Standard Item /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H31



CUT-OFF TOOLHOLDERS

M KGD (Integral-Style)

" CDX
=z ® ®
| | —
- |
LH
I 1 @
@_)\ KGD®.1216JX-3T06 i ul -
KGD®L1216JX-4T06 -
Shown in figure above -
= W TET
T LF
* Right-hand shown
® Toolholder Dimensions (Inch Size)
) : e Insert Width Spare Parts
S5 8 . Stock Dimensions (in) CW (in) Clamp Bolt Wrench
= o= Part Number
= § R L H HF HBH B LF LH HBL WF CDX* | MIN | MAX =
S|
oo | osee KGD%. 12-2T17 ® ® 075 075 - 075 | 492 | 128 - 071 | oot onte HH5X16
(émm) (1.7mm) (1.7mm) (émm) (émm) LW-4
16-2T17 ® ® 100 100 - 100 @ 590 | 1.28 - 0.96 HH5X25
0505 KGD%. 12-3T10 ® ® 075 075 - 075 | 492 | 120 - 070 | HH5X16
( bmm) ( bmm) LW-4
16-3T10 ® ® 100 100 - 100 @ 590 | 1.20 - 0.95 HH5X25
o1ie | orer KGD%. 12-3T20 ® ® 075 075 - 075 | 492 | 135 - 070 | o orie | ot HH5X16
(émm) (mem) (mem) (émm) (4mm) LW-4
16-3T20 ® ® 100 100 - 100 @ 590 | 1.39 - 0.95 HH5X25
N o0 KGD#%. 12-3T254 ® ® 075 075 - 075 @ 492 | 152 - 070 | . HH5X16
= | :
Q (25.4mm) (25.4mm) LW-4
5 16-3T254 ® ® 100 100 - 100 590 | 152 - 0.95 HH5X25
(5]
0505 KGD%. 12-4T10 ® ® 075 075 - 075 | 492 | 120 - 088 | o HH5X16
( bmm) ( bmm) LW-4
16-4T10 ® ® 100 100 - 100 @ 590 | 1.20 - 0.93 HH5X25
?A:f;; oogr  KGDY 12-4T20 ® ® 075 075 - 075 | 492 135 - 068 | ?4:]15;; ?5:% HH5X16
(26mm) (mem) LW-4
16-4T20 ® ® 100 100 - 100 @ 590 | 1.39 - 0.93 HH5X25
0984 0984
25mm) KGD%. 16-4T25 ® ® 100 100 - 100 @ 590 | 1.59 - 093 oo HH5X25 LW-4
0508 KGD%. 12-5T10 ® ® 075 075 - 075 | 492 | 120 - 086 | .o HH5X16
( bmm) ( bmm) LW-4
16-5T10 ® ® 100 100 - 100 | 590 | 1.20 - 0.91 HH5X25
0.197" 0.197"  0.236"
6 o660 KGD%. 12-5T17 ® ® 075 075 - 075 | 492 | 147 - 086 | o Gmm) | Gmm) HH5X16 »
17mm) 17mm,
(t7mm 16-5T17 ® ® 100 100 - 100 590 | 1.47 - 0.91 (o) HH5X25
0984 0.984
25mm) KGD%. 16-5T25 ® ® 100 100 - 100 @ 590 | 1.59 - 091 oo HH5X25 LW-4
oo (1o KGDL 16-6T15 ® e 10 100 - 100 590 128 - 08 G
) | 111 KGD". 16-6T30 ®ee® 0 100 100 | 580 | 179 ogg | 181 | Emm) | G e o
(30mm) - : : ° : : : N : (30mm)
0315" | 0.984 0984 | 0.315" | 0.315"
@mm) | @5mm) KGD%. 16-8T25 ® @ 100 100 02 100 | 590 165 169 | 088 | ool el HHBX25 LW-5

Note 1) Dimension CDX* : Shows the maximum grooving depth. If the dimension CDX is 0.787" (20mm) or more, using a 2-edge insert, the maximum grooving depth is 0.709" (18mm).
2) Recommended tightening torque for clamp bolt is 6.5Nm for HH5XOO and 8.0Nm for HHEX25.
3) Above toolholders can also be used for cut-off applications.

Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
H32 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology




CUT-OFF TOOLHOLDERS

M KGD (Integral-Style)

A
ol CcDX .
9 ©
1
] LH B
= ! f \
@_D\ KGD. 1216JX-3T06 1 n T
KGD% 1216JX-4T06 -
Shown in figure above - C
I = 751
T LF
* Right-hand shown
® Toolholder Dimensions (Metric Size)
) ; : Insert Widlth Spare Parts D
= ] Stock Dimensions (mm
E Ol= mm) CW (mm) | Clamp Bolt/Screw | Wrench
% o £ Part Number S B
= 3 R L H HF HBH B LF LH HBL =~ WF | CDX* MIN MAX E S|
= s Sy LW E
KGD®. 1616H-2T06 ® ® 16 16 4.0 16 100 27.7 28.0 15.2 HH5X16
6 2020K-2T06 ® 6 2 20 - 20 125 28.0 - 19.2 6 HH5X16 LW-4
2525M-2T06 ® 0 2 25 - 25 150 28.0 - 24.2 HH5X25
KGD® 1616H-2T10 [ BN J 16 16 4.0 16 100 30.2 30.5 15.2 HH5X16 F
0 10 2020K-2T10 e 6 2 20 - 20 125 30.5 - 19.2 10 20 0 HH5X16 LW-4
' 2525M-2T10 @ @ 25 25 - 25 150 | 805 - 242 ' ‘ HH5X25
KGD®L 1616H-2T17 ® ® 16 16 4.0 16 100 31.2 315 15.2 HH5X16
2012K-2T17 @ @ 20 20 - 12 125 | 325 - 12 HH5X16 G
17 17 LW-4
2020K-2T17 ® ® 2 20 - 20 125 325 - 19.2 HH5X16
2525M-2T17 ® ® 2 25 - 25 150 325 - 24.2 HH5X25
KGD%L 2012K-2.4T17 @ @ 20 20 - 12 125 325 - 11.0 HH5X16 e
2.4 17 17 2.4 3.0 LW-4 I
2020K-2.4T17 @ @ 20 20 - 20 125 325 - 19.0 HH5X16 ]
i)
KGD® 1216JX-3T06 e o 1 12 2.0 16 120 19.5 19.0 14.8 SE-50125TR LTW-20
6 1616H-3T06 ® ® 16 16 4.0 16 100 27.7 28.0 14.8 6 HH5X16
2020K-3T06 ® & 2 20 - 20 125 28.0 - 18.8 HH5X16 LwW-4 J
2525M-3T06 ® O 2 25 - 25 150 28.0 - 23.8 HH5X25
KGD®. 1616H-3T10 ® ® 16 16 4.0 16 100 30.2 305 14.8 HH5X16
3.0 10 2020K-3T10 ® 6 2 20 - 20 125 30.5 - 18.8 10 3.0 4.0 HH5X16 LW-4
2525M-3T10 ® 0 > 25 - 25 150 30.5 - 238 HH5X25 K
KGD®. 1616H-3T20 [ AN J 16 16 4.0 16 100 34.2 34.5 14.8 HH5X16
2012K-3T20 ® & 2 20 - 12 125 34.5 - 10.8 HH5X16
20 20 LW-4
2020K-3T20 ® 6 2 20 - 20 125 34.5 - 18.8 HH5X16
2525M-3T20 ® O > 25 - 25 150 355 23.8 HH5X25 M
6 KGD%L 1216JX-4T06 e 0 12 12 2.0 16 120 19.5 19.0 14.3 6 SE-50125TR LTW-20
1 KGD"L 2020K-4T10 ® ® 2 20 - 20 125 30.5 - 18.3 " HH5X16
2525M-4T10 ® & 2 25 - 25 150 30.5 - 23.3 HH5X25
4.0 40 | 50 N
20 KGD"L 2020K-4T20 ® & 2 20 - 20 125 34.5 - 18.3 20 HH5X16 Lw-4
2525M-4T20 ® & 2 25 - 25 150 355 - 23.3 HH5X25
25 | KGD%L 2525M-4T25 ® & 2 25 - 25 150 40.5 - 23.3 25 HH5X25
Note 1) Dimension CDX* : Shows the maximum grooving depth. If the dimension CDX is 0.787" (20mm) or more, using a 2-edge insert, the maximum grooving depth is 0.709" (18mm). P

2) Recommended tightening torque for clamp bolt/screw is 6.5Nm for HH5XOO, 8.0Nm for HHEX25 and 2.5Nm for SE-50125TR.
3) Above toolholders can also be used for cut-off applications.

Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE HSS



EXTERNAL GROOV”\]G / CUT-OFF TOOLHOLDERS Coolant-Through

KGD-JCT

Coolant-Through Holders for External Grooving and Cut-Off

Coolant is Directed from the Rake Surface and the Flank Face of the Insert
Improved Chip Control and Longer Tool Life for External Grooving and Cut-off

Superior Chip Control Performance

Coolant towards the rake face Chip Control Comparison (interal Evaluation)

Coolant hole position and angle improve chip control KGD-JCT showed better chip control
performance even at lower feed rates

f = 0.002 ipr (218 psi)

CUT-OFF

\i// Cutting Conditions: Vc = 490 sfm, f = 0.002 ipr, d = 0.315", Wet
Edge Width 4 mm (0.157") Workpiece: 4131 Grooving

Keeping the Cutting Edge Cool Leads to Longer Tool Life

Coolant towards the rake surface and the flank face of the insert
Directing coolant towards the cutting edge lengthens tool life

KGD-JCT Competitor E Wear Resistance Comparison (internal Evaluation)

Coolant does not flow directly 0.008
towards the cutting edge ::

B KGD-JCT (Internal Coolant: 218 psi)
W Competitor E (Internal Coolant: 218 psi)

d

o
o
S
>

0.004

Flank Wear VB (in)

0.002

After Machining 39 min Defect w ‘

|
0 10 20 30 40
Cutting Time (min)

Cutting Conditions: Vc = 590 sfm, f = 0.006 ipr, d = 0.354", Wet
Edge Width 0.158" Workpiece: 4131 Grooving

KGD-JCT Minimizes Wear and Provides Longer Tool Life without Insert Fracturing

H34 M KYOCERA 800.823.7284

Visit us online at KyoceraPrecisionTools.com



EXTERNAL GROOV”\]G / CUT-OFF TOOLHOLDERS Coolant-Through

M KGD-JCT (Integral Style / Jet Coolant-Through)

A
L m
7 B
o H
N 2-G1/8 ‘ |
T PN ::/: C
0w i .-
= T \: - (u “‘LJ::: T
It ]
MHD |
LF KGDR/L2020K -+ shown above
D
* Right-hand shown
® Toolholder Dimensions (InCh Size) Pressure Resistance: up to 2,175 psi
: E
- 2= Stock Dimensions (in) g Wkt Spare Parts
g S E CW (in) Clamp Bolt| Wrench Plug
= o =
S &< Part Number S .
§ % § R L H HF B LF LH WF | CDX MHD MIN = MAX /
= =
= F
KGD®L 12-3T20JCT ® @ 0750 | 0750 | 0.750 5.000 @ 1.496 | 0.702 3.590 HH5X16
0118 | 0.787 0.787 0118 | 0.157
(Bmm) | (20mm) (20mm) Bmm) | (4mm)
16-3T20JCT ® @ 1000 1.000 | 1.000 | 5000 1.535  0.952 3.551 HH5X25
G
0787 KGD®L 12-4T20JCT [ ] 0.750 | 0.750 = 0.750 | 5.000 | 1.496 | 0.683 0787 3.590 HH5X16 LW-4 HSG1/8X8.0
0.157 | (20mm) (2omm) 0457 | 0.197
(4mm) 16-4T20JCT ® @ 1000 1000 | 1.000 | 5000 1.535  0.933 3.551 (@mm) | (5mm) HH5X25
e
1.000 1.000 S
(25 4mm) KGD®% 16-4T25.4JCT @ @ 1000 1.000 1.000 | 5000 | 1.732  0.933 (25.4mm) 3.354 HH5X25 3
i)
® Toolholder Dimensions (Metric Size) Pressure Resistance: up to 2,175 psi
) . i Spare Parts
= 2 Stock Dimensions (mm g Wkt
= '% = (mm) CW (mm) | Clamp Bolt | Wrench Plug J
= o =
S &< Part Number S .
§ % § R L H HF B LF LH WF | CDX MHD MIN = MAX /
= S|
KGD®L 2020K-3TO6JCT ® @® 20 20 20 31.5 | 188 96.2 HH5X16 K
6 6
2525K-3T06JCT @ @ 25 25 25 315 | 238 96.5 HH5X25
2020K-3T10JCT @ @® 20 20 20 340 | 188 94.2 HH5X16 M
3 10 125 10 3.0 4.0 Lw-4 HSG1/8X8.0
2525K-3T10JCT @ @® 25 25 25 34.0 | 238 94.5 HH5X25
2020K-3T20JCT ®@ ® 20 20 20 38.0 | 1838 90.2 HH5X16
20 20 N
2525K-3T20JCT @ @ 25 25 25 39.0 | 238 89.5 HH5X25
KGD®L 2020K-4T10JCT @ ® 20 20 20 340 | 188 94.2 HH5X16
10 10
2525K-4T10JCT @ @ 25 25 25 34.0 | 238 94.5 HH5X25 P
4 KGD% 2020K-4T20JCT @ @® 20 20 20 125 380 | 188 90.2 4.0 5.0 HH5X16 Lw-4 HSG1/8X8.0
20 20
2525K-4T20JCT @ @ 25 25 25 39.0 | 238 89.5
HH5X25 R
25 | KGD®L 2525K-4T25JCT @ @ 25 25 25 440 | 2338 25 84.5
Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25 Coolant Connections and Pipe Parts & G37
Recommended Cutting Conditions ® H38~H39 T

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H35



CUT-OFF

H36

EXTERNAL GROOVING / CUT-OFF TOOLHOLDERS

M KGD-S (©° switchBlade Type)

-

|

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

® Toolholder + Blade Dimensions (Inch Size)

(Choose Right-hand Blade for Right-hand Toolholder and Left-hand Blade for Left-hand Toolholder)

@ .
o = Q = . B Insert Width
£ c 92 £E UnitPatNumper Stock  Tooolder - Blade D20 ) CW (in)
¥ 8 5% 28 (ooholder + Biade) art Number | Part Mumber
§ = X 9 ® G41 ® G4
195 > R L H HF | HBH B LF LH WF | CDX* | MIN. = MAX.
J0.75 KGD% 12X-2T17S @ @ KGD%.12-C 075 | 075 | 0472 075 | 480 @ 157 088
0.079 | 0.669 0.669 | 0.079 @ 0.118
2mm) | (17mm) KGD%-2T17-C (17mm)  (2mm) = (3mm)
J1.00 16X-2T17S @ @ KGD%.16-C 1.00 | 100 | 0276 1.00 | 678 | 157 | 113
J0.75 KGD% 12X-3T10S @ @ KGD%.12-C 075 | 075 | 0472 | 075 | 452 129 | 0.86
0.394 0.394
(10mm) KGD".-3T10-C (10mm)
11.00 16X-3T10S @ @ KGD%.16-C 1.00 | 1.00 0276  1.00 | 551 | 1.29 | 1.11
0.118 0.118 | 0.157
(3mm) (Bmm) | (4mm)
J0.75 KGD% 12X-3T20S @ @ KGD%.12-C 075 | 075 | 0472 | 075 | 492 168 | 0.86
0.787 0.787
(20mm) KGD".-3T20-C (20mm)
11.00 16X-3T20S ® @ KGD%.16-C 1.00 | 100 0276  1.00 | 590 | 1.68 | 1.11
0°
J0.75 KGD% 12X-4T10S @® @ KGD%12-C 075 | 075 | 0472 | 075 | 452 129 | 084
0.394 0.394
(1omm) KGD%.-4T10-C (10mm)
J1.00 16X-4T10S ® @ KGD%.16-C 1.00 | 1.00 | 0276 1.00 | 551 | 129 | 1.09
J0.75 KGD% 12X-4T20S ® @ KGD%.12-C 075 | 075 | 0472 | 075 | 492 168 | 084
0.157 | 0.787 0.787 | 0.157 | 0.197
(4mm) | (20mm) K@D -4120-C (20mm) | (4mm) | (5mm)
11.00 16X-4T20S @ @ KGDR.16-C 100 | 1.00 | 0276 1.00 | 590 168 | 1.09
00.75 KGD% 12X-4T25S @ @ | KGDR.12-C 075 | 075 | 0472 | 075 | 511 | 1.88 | 084
0.984 0.984
(@5mm) KGD".-4T25-C @5mm)
11.00 16X-4T25S @ @ KGD%.16-C 100 | 1.00 | 0276 1.00 | 610 @ 1.88 | 1.09

Note 1) When using the toolholder in normal mounting position, the lower jaw of the toolholder may interfere with the tool presetter.

2) The toolholder and blade part numbers are printed on the toolholder body. (Unit part numbers are not printed)
KGD-S: Right-hand blades for right-hand toolholders, and left-hand blades for left-hand toolholders.
3) If the unit part number is not listed (No Unit Part Number), please purchase toolholder and blade separately.
4) Dimension CDX* : Shows the maximum grooving depth. If the dimension CDX is 0.787" (20mm) or more, using a 2-edge insert, the maximum grooving depth is 0.709" (18mm).

Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25

® Spare Parts (Common with SwitchBlade Types)
* The parts are included in the toolholder and unit.

Spare Parts
Clamp Bolt Clamp Screw
Unit (for Insert Clamp) (for Blade) WiEne
Part Number .éE P)
E
KGD"L S BHEX10TR SB-60120TR LTW-25

0! KYOCERG

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2
Visit us online at KyoceraPrecisionTools.com

@ : Standard Item

/\ 1 Phaseout Item (will be removed from next catalog)

Contact your local Kyocera sales engineer to upgrade old products to new technology




EXTERNAL GROOVING / CUT-OFF TOOLHOLDERS

M KGD-S (©° switchBlade Type)

— —| A
E[
=\ = B
“ :
4 1 3
:Hr Cc
* Right-hand shown (Right-hand Blade and Right-hand Toolholder)
® Toolholder + Blade Dimensions (I\/Ietric Size) (Choose Right-hand Blade for Right-hand Toolholder and Left-hand Blade for Left-hand Toolholder)
[<) . € ) . Insert Width
S| B 5T 58 (Toolholder + Blade) > G4l > G41
& = > @ R L H HF HBH B LF LH WF | CDX* | MIN.  MAX.
E
020 | KGD% 2020X-2T17S @ KGD"% 2020-C 20 20 12 20 122 40 23.4
2 17 | 025 2525X-2T17S @ @ KGD%.2525-C KGD%-2T17-C = 25 25 7 25 147 40 28.4 17 20 | 30
032 No Unit Part Number = KGD% 3232-C 32 32 - 32 167 40 35.4 F
020 | KGD% 2020X-3T10S @ KGD"% 2020-C 20 20 12 20 115 33 23.0
10 | 025 2525X-3T10S | @ KGD®% 2525-C | KGD%.-3T10-C =~ 25 25 7 25 140 33 28.0 10 G
032 No Unit Part Number = KGD% 3232-C 32 32 - 32 160 33 35.0
3 30 | 40
020 | KGD% 2020X-3T20S @ @ KGD% 2020-C 20 20 12 20 125 43 23.0 5
c
=
20 | 025 2525X-3T20S @ @ KGD%.2525-C KGD%.-3T20-C = 25 25 7 25 150 43 28.0 20 _'g
T
32 3232X-3T20S @ KGD% 3232-C 32 32 - 32 170 43 35.0
0
020 | KGD% 2020X-4T10S @ KGD% 2020-C 20 20 12 20 115 33 22,5 J
10 | 025 2525X-4T10S | @ KGD% 2525-C | KGD%.-4T10-C =~ 25 25 7 25 140 33 27.5 10
032 No Unit Part Number = KGD% 3232-C 32 32 - 32 160 33 34.5
K
020 | KGD% 2020X-4T20S @ KGD% 2020-C 20 20 12 20 125 43 22,5
4 20 | 025 2525X-4T20S @ @ KGD%.2525-C KGD%.-4T20-C = 25 25 7 25 150 43 27.5 20 40 | 50
132 3232X-4T20S @ KGD".3232-C 32 32 - 32 170 43 34.5 M
020 | KGD% 2020X-4T25S @ @ KGD% 2020-C 20 20 12 20 130 48 22,5
25 | 25 2525X-4T25S @ @ KGD%.2525-C KGD%.-4T25-C = 25 25 7 25 155 48 27.5 25
N
32 3232X-4T25S @ KGD% 3232-C 32 32 - 32 175 48 345

Note 1) When using the toolholder in normal mounting position, the lower jaw of the toolholder may interfere with the tool presetter.
2) The toolholder and blade part numbers are printed on the toolholder body. (Unit part numbers are not printed)
KGD-S: Right-hand blades for right-hand toolholders, and left-hand blades for left-hand toolholders. P
3) If the unit part number is not listed (No Unit Part Number), please purchase toolholder and blade separately.
4) Dimension CDX* : Shows the maximum grooving depth. If the dimension CDX is 0.787" (20mm) or more, using a 2-edge insert, the maximum grooving depth is 0.709" (18mm).

Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H24-H25

@ Spare Parts (Common with SwitchBlade Types) R
* The parts are included in the toolholder and unit.
Spare Parts
Clamp Bolt Clamp Screw
Unit (for Insert Clamp) (for Blade) Wienel T
Part Number .JE )
E
KGD®. -8 BHEX10TR SB-60120TR LTW-25

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H37



KGD RECOMMENDED CUTTING CONDITIONS

® Application Map

Cut-Off

ey
=)
T
(0]
= .
b igh Feed
o eneral Purpose PH
5
O
2
S
Low Feed Rate High

® Recommended Cutting Conditions (PF / PQ / PG Chipbreakers) * : 1st Recommendation ¥r : 2nd Recommendation

PF Chipbreaker
Cutting Conditions (Vc : sfm) Feed Rate (f : ipr)
Recommended Insert Grade PF (RE = 0.0012) PF (RE = 0.0059)
%2}
Workpiece ME&:%AT MEGACOAT CW (insert Width) CW (Insert Width) g
b4
0.051" - 0.059" 0.079" 0.098" - 0.118" | 0.051" - 0.059" 0.079" 0.098" - 0.118"
AR aal2en Al 1.3mm - 1.5mm 2.0mm 2.5mm - 3.0mm 1.3mm - 1.5mm 2.0mm 2.5mm - 3.0mm
w
[TH
o Y * Y
s Carbon Steel 230 - 490 230 - 490 230 - 590
3 0.0004 - 0.0016 | 0.0008 - 0.0024 | 0.0008 - 0.0031 | 0.0004 - 0.0020 | 0.0012-0.0031 = 0.0016 - 0.0039
Yo * Yo
Alloy Steel 230 - 490 230 - 490 230 - 590 £
8
. * Y Yo (6]
Stainless Steel 200 - 390 200 - 390 200 - 490 0.0004 - 0.0012 | 0.0004 - 0.0016 | 0.0004 - 0.0020 | 0.0004 - 0.0016 = 0.0012 - 0.0028 | 0.0016 - 0.0031
Cast Iron - - 260’_‘660 0.0004 - 0.0020 | 0.0008 - 0.0028 | 0.0012-0.0031 = 0.0004 - 0.0024 | 0.0012-0.0035 A 0.0016 - 0.0039
PQ / PG Chipbreaker
Cutting Conditions (Vc : sfm) Feed Rate (f : ipr)
Recommended Insert Grade PQ PG
. MEGACOAT DLC . ' ' 3
Workpiece NANO MEGACOAT Coated Carbide Carbide CW (Insert Width) CW (Insert Width) <Z>
0.079" 0.098" - 0.118" 0.079" 0.098" - 0.118"
PR1535 PR1225 PR1215 PDL025 GW15 2.0mm 2 5mm - 3.0mm .0mm 2 5mm - 3.0mm
¥ * %
Carbon Steel 230 - 490 230 - 490 230 - 590 . .
0.0012-0.0039 | 0.0016 - 0.0047 | 0.0004 - 0.0016 = 0.0004 - 0.0020
Alloy Steel * * e . ]
Yy 230 - 490 230 - 490 230 - 590
Stainless Steel * * * - - 0.0008 - 0.0028 | 0.0008 - 0.0031 | 0.0004 - 0.0012 = 0.0004 - 0.0016
200 - 390 200 - 390 200 - 490 : : : : : : : : =
IS
* Yo o
Cast Iron - - 260 - 660 - 160 - 330 0.0016 - 0.0039 | 0.0016 - 0.0047 | 0.0004 - 0.0016 = 0.0004 - 0.0020
Aluminum * hxe
Alloy - - - 660 - 1,640 660 - 1,480 - - 0.0004 - 0.0020 | 0.0004 - 0.0024
Brass - - - - * - - 0.0004 - 0.0028 | 0.0004 - 0.0031
330 - 660 : : : :

800.823.7284
H38 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com



KGD RECOMMENDED CUTTING CONDITIONS

® Recommended Cutting Conditions (PM / PH Chipbreakers) * : 1st Recommendation 3 : 2nd Recommendation

Feed Rate (ipr) A
Recommended Insert Grade (V¢ sfm)
PM PH [
Workpiece ©
Material ~ MEGACOAT MEGACOAT CW (Insert Width) CW (Insert Width) £
NANO o
0.079"~0.158" 0.079" 0.095"~0.158" B
PR1535 PR1225 PR1215 (@mm-~4mm) @mm) (3mm-~4mm)
Y * Y
Carbon Steel 260~660 260~660 330~660
0.0031~0.0071 0.0039~0.0098 | 0.0059~0.0110 C
e * e
Alloy Steel 230~590 230~590 260~590
g
Stainless Steel * x * 0.0024~0.0047 0.0020~0.0047 0.0031~0.0059
200~490 200~490 200~490 : : : : : : D
*
Cast Iron - - 330-660 0.0031~0.0071 0.0039~0.0098 | 0.0059~0.0110
% : 1st Recommendation ¥ : 2nd Recommendation E
@ Feed Examples
F
= PM Chipbreaker (Workpiece Material : 1049)
]
FRUUA] — T
§ ~0.158" G
= N
0.004 0.008 0.012
Feed Rate (ipr)
Q
5
. PH Chipbreaker (Workpiece Material : 1049) o
£ 3
o EE—— I —
o ~0.158"
R -
i IR ’
0.004 0.008 0.012
Feed Rate (ipr)
M : Indicates the center value of feed (f) K
€ CAUTION During Cut-Off
1) Flood coolant is recommended. Apply enough coolant to the cutting edge
2) Keep spindle revolution constant during processing to achieve longer tool life M
3) Cut off as close to the chuck as possible
4) Reduce feed rate by 30-50% when diameter is same as cut-off insert width to prevent impact
N
P
R
T

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H39



CUT-OFF INSERTS

¥ GMM / GMN / GM*, cussrcaionoruce [ EICHESEIASSEIN O | © @ O
@ : Light Interruption / 1st Choice M Stainless Steel ) o ® @
©: Light Interruption / 2nd Choice o
@ : Continuous / 1st Choice o ﬁ
O : Continuous / 2nd Choice ‘ N ‘Non-ferrous Metals (") %
(o]
. B o | £
lead £ 88  pwooaeds 2 2
Dimensions (in) £ 8o : 2 Q
Angle g a8 Carbide 8 o
o
Insert Part Number 3 .
o
cw & 0 o = o
Right-handed Insert Shown RE [INSL S PSR% 8 S = & = E
) i o Jid o
inch | mm £ 6 & a a g
0 [ ) [ ]
N & e GMM 1520-MT 0059 15 —5055 0-787 | 0.169 - ° = H42
%{:@Eﬁ< 2020-MT 0079 20 -2 o787 0169 - L] L]
AL LM RE 0.002 [ [
© 0 [) [ ]
2520-MT 0.098| 2.5 0.787 | 0.169 -
= o0 ® . o
Deep Grooving / Cut-Off _ -
Sharp Guting Orentod 3020-MT 0118 30 | or, 0787 0.169 e
. 0 [ ) ()
Zé'f\' AE GMM 1520-NB 0059 15 —5055 0-787 | 0.169 - = H42
S 0 [ ] [ )
«{—:'H 2020-NB 0.079| 2.0 0.787 | 0.169 -
=\ INSL 0.002
/ ° . e 0 ) A
2520-NB 0098 25 —5055 0787 | 0.169 -
Deep Grooving / Cut-OF E g ) °
arp ing Orient H _
AR 3020-NB 0.118| 30 —50g5 0-787 | 0.169
- §N GMM 2020-TK 0.079| 2.0 | 0.008  0.787 | 0.169 - [ J [ J [
=)
H
y s'a 2520-TK 0.098| 2.5 | 0.008 0.787 | 0.169 - [ ) [ ]
g Deep Grooving / Cut-Off 3020-TK 0.118| 3.0 | 0.010 | 0.787 | 0.169 - [ ] [ [ ([ ]
3 Stability Oriented
z
N g GMM 2020-TMR 0.079| 2.0 | 0.008  0.169 | 0.059 - [ J
o
=]
/ g]% 2520-TMR 0.098| 2.5 | 0.008 | 0.169 | 0.075 - [
O
Cut-Off/ High Feed = 3020-TMR 0.118| 3.0 | 0.010  0.169 | 0.091 - [
w 2-Edge
,c;’ . GMN 2-TK 0.079| 2.0 | 0.008  0.787 0.169 - [ [ ] L]
5 .
3 .
y 3-TK 0.118| 3.0 | 0.010  0.787 | 0.169 - [ [ J [ J [ ]
Cut-OﬁS;figgigweOﬂemed 4-TK 0.158 4.0 H0.012  0.787  0.169 - [ J [ ] [ ] [
oMR22 — & GMN 2.2 0.087 | 2.2 | 0.007 | 0.787  0.169 - [ ] [ ] [ ] [ ]
o
™S 0.118| 3.0 | 0.008  0.787 | 0.169 - [} [ ] [ J [ ]
H
/ N 4 0.158 4.0 | 0.010 | 0.787 | 0.169 | - ([ ] [ ] ®
— 5 0197 50 0031 0787 0169 - ° ) )
i g g o
Deep Gracung Cut0f C = 6 0236] 60 0031|0787 0.169| - ° ° °
R R LRLRLRLRL
N . ;’%F*j GMM 1520%.-MT-15D | 0.059 15 0802 0.787 | 0.169 | 15° ° L] L] » H42
8 o .
?;(; 20207 -MT-15D | 0079 20 O 10787 0169 15° - o0 L
AR el \RE 0.%02 [ ] [ ) -
2520% -MT-15D 0.098 | 2.5 000z | 0-787 0169 | 15 ° ]
Cut-Off _MT- 0 5 | [ JX ) [ )
Sharp Gutting Orented 3020%.-MT-15D 0.118| 3.0 o000z | 0-787 0169 | 15 ° °
« GMM 2020%.-TK-8D 0079 2.0 | 0.008  0.787 0.169  8° [ [ J
2520%.-TK-8D  0.098| 2.5 | 0.008 | 0.787 | 0.169 = 8°
Cut-Off = d ©
St o e 3020%.-TK-8D  0.118| 3.0 0.010 0.787 0.169 | 8 [}
(0]
° (Y GMM 2020% -TMR-6D 0.079 2.0 | 0.008 | 0.169 0.059  6° )
< S
o =] o
§ % 2520%.-TMR-6D 0.098 2.5 0.008 0.169 0.075| 6 * H42
= _ I —y » H43
S Cul-og_/EgggFeed E:LE "’tﬁ 3020%.-TMR-6D 0.118 3.0 0.010 0.169 | 0.091 6°
I g GMR 2-TK-8D 0.079| 2.0 | 0.008 | 0.787 | 0.169 | 8&° ® L]
S
H
y L 3-TK-8D 0.118| 30 | 0010 0787 0169 8 e o )
0uL0f iy rere T Yo 4-TK-8D 0.158| 40 | 0012 0787 0169 8 e o )
%ﬂ‘? . GM?. 2.2-8D 0087 22 0007 0787 0169 & @ @ o0 °
F o 8
/ Ia 2.2-15D 0.087 | 2.2 | 0.000 0787 | 0.169  15° |@ [} [ [ J
510
NSL & 3-4D 0.118 30 | 0008 0787 /10169 4 @ |@ @ (K J (]
Cut-Off Sharp Cuti —_Slo - o
Orented 1-Edge =~ i:n 4-4D 0158 4.0 0010 0787 0169 4 o0 °
Corner-R (RE) varies based on grade Inserts are sold in 10 pisce boxes
(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
H40 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF INSERTS

M Edge Prep. and Chipbreakers (CERACUT Plunge & Turn)

Name MT Chipbreaker TK Chipbreaker TMR Chipbreaker Without Chipbreaker (NB)

Chamfered + Honed Chamfered + Honed Chamfered + Honed Sharp Edge Chamfered + Honed Honed Cutting Edge Sharp Edge

Corner-R Corner-R Corner-R Corner-R Corner-R
0.002" Sharp Edge 0.008"~0.012" 0.008"~0.012" 0.008" 0.002" Sharp Edge
0.20~0.30mm 0.20~0.30mm

s3avHo
LH3SNI
>

Edge
Preparation

SLH3SNI
ONINHNL
o)

CR9025 / PR915 PR930 / KW10 CR9025 / PR915 PR930 / KW10 PR1115 CR9025 PR930 / KW10
¢ Sharp Edge can reduce cutting resistance by 40%, compared with chamfered edge

SLHISNI
@od/Ngd
()

Name Advantages

Specific chipbreaker for cut-off operations requiring sharp cutting performance
Minimizes the boss

Cutting edge is flat with no chipbreaker.

Good performance for brass, etc.

Stable design with chipbreaker for cut-off.

GMM-TK | Large corner-R

2-edge for economical performance

Same chipbreaker geometry as GMM-TK

GMN-TK | 1-edge.

Wide application range.

GMM-MT

SHIATOH
DNINENL
O

GMM-NB

ST00L
TIVINS
m

@
Mainly for deep grooving, but available for groove widening and traversing due to projection near side cutting edge. =

GMN (Std.) . N . e 2 BE
1-edge and wide application range. Available for cut-off applications. z
B TMR Chipbreaker N
. . el

® Chipbreaker Advantages ® GMM Chipbreaker Map ° G
. _ <
Special p i z

Curved Wall

=y
=l
! .
o o)
g 3
3
Improved chip evacuation i —
by squeezing chips ‘ =
m
= d
H =)
D ion in Center of 4 5
epression in Center o . : ; :
Cutting Edge Chip Width < Grooving Width
Sharp Cutting ) Stability %
® The TMR Chipbreaker Provides Stable Chip Control at High Feed Rates ; K
Good chip control even when cutting speed (spindle revolution) is increased ©
(Cutting Conditions : 15CrMo4, @30, Constant Spindle Revolution) Applicable Range
n=1060min"'(Vc=325sfm) n=2123min""(Vc=650sfm) =
Part Number - . ’ ’ =
=0.0008ipr =0.0047ipr =0.0008ipr =0.0047ipr 650 s M
)

TMR

325 TMR Chipbreaker:

o 0® 0o ©O06e BDOEO
el ©® Q)@ @@9@@@ YW 0000

GMM @@@@ @@@@ @@@@ @@@@ 175 | |

Ve (sfm)

ONIMOOL
JONYHO Y0IND
<

3020R-TMR-6D

; 0.004 0.006 0.008
(Rl e QCee CYCR % €999 Feed Rate f (ipr)

S1Hvd 3HYdS
o

® Recommended Cutting Conditions ® Workpiece Surface Roughness
Workpiece ) TMR Chipbreaker provides good surface roughness on the =]
Material Vo (sfm) Feed Rate (ipr) workpiece end face at high feed rate ranges. 2 R
¢ GMM2020R-TMR-6D * GMM2020-TMR 5
Carbon Steel 200~650 (Vo=650sfm) (Vo=650sfm) =
AIon Steel 200~500 0.003-0.007 ’E -~ GMM2020R-TMR-6D E -0~ GMM2020R-TMR -
s N elT
T gl T gt Q
[} [}
Stainless Steel 175~450 3 3
£ £
o o
3 3
(o] (o]
0,003 0.005 0.007 0003 0005 0.007
Feed Rate (ipr) Feed Rate (ipr)

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H4 1



CUT-OFF TOOLHOLDERS

B KGM (Small Parts) - will be phased out and removed from catalog. Switch to KGD & H26

Insert Width : 0.079"~0.118" / 1.5mm~4.0mm

§i i | mi
| S
d4 Y
/'/5° o 3
{ @ R
! i :
e II 4\ 3 =
kGM%UmG T I%
Right-hand Shown = L
® Toolholder Dimensions
Cut-Off , . Insert Width Spare Parts
Stock . Dimensions
.| D Cw Clamp Screw | Wrench
Part Number 5
R| L CUTDIA H HF HBH B LF LH WF MIN MAX "
KGM®. 6-2-5 [ BN ) 0.787 0.375 0.375 0.079 0.375 5.000 0.750 0.342 0.079 0.118
inch SE-40120TR LTW-15S
8-2-6 [ AN ) 0.984 0.500 0.500 0.051 0.500 6.000 0.830 0.467 0.079 0.118
KGM®. 1010JX-1.5 [ BN ) 18 10 10 2 10 120 18.0 9.40 1.5 2.0
SE-40120TR LTW-15S
1212JX-1.5 [ AN ] 23 12 12 2 12 120 20.5 11.40 1.5 2.0
KGM®. 1010JX-2 [ BN ) 18 10 10 2 10 120 18.0 9.15 2.0 3.0
SE-40120TR LTW-15S
1212JX-2 [ AN ) 23 12 12 2 12 120 19.0 11.15 2.0 3.0
1616JX-2 [ BN ) 30 16 16 - 16 120 24.5 15.15 2.0 3.0 SE-50125TR LTW-20
KGM™L 1212JX-2.5 ® @ nm 23 12 12 2 12 120 20.5 11.00 2.4 3.0 SE-40120TR LTW-158
1616JX-2.5 [ AN ] 30 16 16 - 16 120 25.5 15.00 2.4 3.0 SE-50125TR LTW-20
KGM®. 1616JX-3 [ 2N ) 30 16 16 - 16 120 25.5 14.80 3.0 4.0 SE-50125TR LTW-20
KGM® 1212F-1.5-85 [} 23 12 12 2 12 85 19.0 11.40 1.5 2.0
w 1212F-2-85 [ BN ) 23 12 12 2 12 85 19.0 11.15 2.0 3.0 SE-40120TR LTW-15S
2 1212F-2.5-85 ° 23 12 12 2 12 85 190 | 1100 24 30
=2
(5]

I KGM - will be phased out and removed from catalog. Switch to KGD @ H26~H35

Choose insert with width that falls within MIN and MAX parameters shown in table above. Insert table ® H40

Insert Width : 0.750"~1.000" / 3mm~8mm

1 1= CDX
=
50
Spie LH
- Pan
i =
; T
5] T8
L y
DR ) LF
Right-hand Shown
® Toolholder Dimensions
f ] Insert Width Spare Parts
Stock Dimensions
" cw Clamp Screw | Wrench | Wrench
Part Number < S
=) =
R L H HF HBH B LF LH WF CDX MN MAX E’ / /
S|
KGM*% 12-3 ® 0750 0750 - 0750 | 5000 | 1.070 | 0.702 | 0354 0118 0.157 HH5X16 s
inch - -
16-3 ® 1.000 | 1.000 - 1.000 | 6.000 | 1.070 | 0953 | 0.354 @ 0.118 0.157 HH5X25
KGM%. 1212H-3 ® 12 12 4 12 100 27 10.8 9 3.0 30 | SB-5TR LTW-20 -
1616H-3 ® 16 16 4 16 100 27 14.8 9 3.0 4.0
HH5X16
2020K-3 130 20 20 - 20 125 27 18.8 9 3.0 4.0 - LW-4
2525M-3 130 25 25 - 25 150 27 2338 9 3.0 4.0 HH5X25
KGM*. 2020K-4 ® mm 20 20 - 20 125 27 18.3 10 4.0 5.0 HH5X16 s
2525M-4 130 25 25 - 25 150 27 233 10 4.0 5.0 HH5X25
KGM®. 2020K-5 LI 20 20 - 20 125 27 17.8 10 5.0 6.0 HH5X16 s
2525M-5 ® 25 25 - 25 150 27 2238 10 5.0 6.0 HH5X25
KGM*L 2525M-8 130 25 25 75 25 150 40 22,0 25 8.0 8.0 - HHeX25 LW-5

« Dimension CDX shows vailable grooving depth
o 4.0mm width insert can be installed in KGM™.1212H-3, but is not recommended due to the toolholder's rigidity

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2

H42 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com

Choose insert with width that falls within MIN and MAX
parameters shown in table above. Insert table ® H40

@ : Standard Item

A

/\ 1 Phaseout Item (will be removed from next catalog)
Contact your local Kyocera sales engineer to upgrade old products to new technology




CUT-OFF TOOLHOLDERS

B KGM-T - will be phased out and removed from catalog. Switch to KGD ® H26~H35 Insert Width : 0.078"~0.236" / 2.0mm~6.0mm

A
CDX
Y
LH
5 i
= T = B
T« Tz
b | - z
7777777777777 [T c
Right-hand Shown
® Toolholder Dimensions
. ; Insert Width Spare Parts
Stock Dimensions
Cw Clamp Screw Wrench | Wrench D
Part Number Unit
RIL H HF HBH B LF LH WF CDX MIN MAX E
KGM™L 12-2T [ 2K J 0.75 0.75 0.75 5.0 0.717 HH5X16
- 1.30 0.669 0.078 0.118 - -
16-2T [ J 1.00 1.00 1.00 6.0 0.967 HH5X25 E
KGM™L 12-3T [ 2K J 0.75 0.75 0.75 5.0 0.702 HH5X16
. - 1.42 0.787 0.118 0.157 - - LW-4
16-3T @® @ inch 1.00 1.00 1.00 6.0 0.953 HH5X25
KGM™L 12-4T [ 2K J 0.75 0.75 0.75 5.0 1.42 0.683 0.787 0.157 0197 HH5X16
16-4T [ 2K J 1.00 1.00 1.00 6.0 1.22 0.933 0.984 ’ ’ HH5X25 F
KGM®L 16-5T [ 2K J 1.00 1.00 - 1.00 6.0 1.22 0.913 0.984 0.197 0.236 - HH5X25 - -
KGM%. 2012K-2T17 [ J 20 20 12 125 11.15 SB-5TR - LTW-20 -
2020K-2T17 [ 2K J - 20 125 33 19.15 17 2.0 3.0 HH5X16 LWoa
2525M-2T17 [ 2K J 25 25 25 150 2415 HH5X25
KGM%. 1616H-3T20 [ J 16 16 4 16 100 14.8 - HH5X16 - LW-4 G
2012K-3T20 [ J 20 20 12 125 36 10.8 20 3.0 40 SB-5TR - LTW-20 -
2020K-3T20 ©® @ - 20 18.8 ’ ’ HH5X16 Wt
2525M-3T20 ® & mm 25 25 25 150 23.8 HH5X25 8
KGM%. 2020K-4T20 @ 20 20 20 125 o 183 20 HH5X16 3
2525M-4T20 @ o5 o5 - o5 150 033 4.0 5.0 - HH6X25 - LW-4 A
2525M-4T25 @ @ 41 ’ 25
KGM. 2525M-5T25 @ @ 25 25 25 150 22.8
42 25 5.0 6.0 - HH5X25 - LW-4
3232P-5T25 [ J 32 32 - 32 170 29.8 J
KGM%L 2525M-6T30 [ J 25 25 25 150 45 22.4 30 6.0 6.0 - HH5X25 - LW-4
« Dimension CDX shows the distance from the toolholder to the cutting edge. Refer to the table (H34) for Choose insert with width that falls within MIN and MAX parameters
the relationship between available grooving depth and cutting diameter shown in table above. Insert table ® H40
o When using GMG / GMM type 2-edge insert, set groove depth under 0.591"(15mm)
K
® Applicable Inserts
inati Grooving / Grooving / ; Full-R / Full-R / Cut-Off / Cut-Off / Cut-Off / Cut-Off / Cut-Off /
anplcaton Traversing Traversing Grooving Copying Copying Deep Grooving Deep Grooving Deep Grooving Deep Grooving Deep Grooving
Ref. Page » G48 » G48 = G48 = G48 = G49 # H40 » H40 * H40 = H40 = H40
N MW MS MG MT NB TK 2
- Shape - = - -
Tooholder A p
oolholder T ™R
GMM1520...MT
KGM®....1.5 ~ ~ ~ _ ~ GMM2020..MT | GMM1520..NB | GMM2020...T.. GMN2...TK
o GMM1520%...MT GMM2020..NB | GMM2020%...T.. | GM™.2..TK
GMM2020%...MT,
GMM2020...MT GMM2020...T..
GMM2520...MT GMM2020...NB GMN2...TK GMN2.2
KGMH ...-2- GMM2420..MW | GMG3020..MS | GMG2520..MG | GMG3020...R ~ GMM3020...MT GMM2520..NB GMM3020...T.. GMN83...TK GMN3
KGM“/,___,-2(T) GMM3020..MW | GMM3020..MS | GMG3020..MG | GMM3020...R GMM2020% ... MT GMM3020..NB GMM2020%....T.. | GM%.2..TK GM%.2.2
GMM2520% .. MT GMM2520%....T..| GM%.3..TK GM%.3
GMM3020%....MT GMM3020%...T..
GMM2520...MT GMM2520...T..
KGMPFL..2.5 GMM2420..MW | GMG3020..MS | GMG2520..MG | GMG3020...R R GMM3020..MT | GMM2520..NB | GMM3020..T.. | GMN3..TK GMN3
e GMM3020..MW | GMM3020..MS | GMG3020..MG = GMM3020..R GMM2520%....MT| GMM3020...NB GM%.3..TK GM™3
GMM3020%....MT
GMG3020..MS | o\1eam0g g | GMG3020..R GMNS...TK GMN3
KGMPL -3(T) GMM3020..MW | GMM3020...MS GMG3520.- MG GMM3020..R _ GMM3020...MT GMM3020..NB GMM3020...T.. GMN4...TK GMN4
GMM4020..MW | GMGA4020...MS GMG4020. MG GMG4020..R GMM3020%....MT| GMM3020%....T.. | GM%L3...TK GML3
GMM4020...MS GMM4020..R GMAL4..TK GML4
GMG4020...MS GMG4020..R GMN4
KGM".....-4(T) GMM4020..MW | GMM4020..MS | GMG4020..MG = GMMA4020..R R R R R GMN4...TK GMN5
GMMS5020..MW | GMG5020..MS | GMG5020..MG | GMG5020...R GM%.4..TK GMMa
GMM5020...MS GMM5020..R
GMM5020.. MW gm%@%%@ GMG5020...MG 8%35%%%? GMN
5020... 5020... 5020... 5020... 5
KGM™....-5(T) | GymB020. MW | GMGBO20..MS | GMGEO20.MG  GMGE020.R | GMGAG020.R - - - - GMNG
GMM6020...MS GMME6020...R
GMG6020...MS GMG6020..R
KGMML...-6T | GMMB020...MW GMMB020.-MS GMG6020...MG GMMB020. R GMGA6020...R - - GMN6
KGM"L...8 GMM8030...MW - GMG8030...MG - GMGA8030...R - - - -
Recommended Cutting Condtions ® H60
(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H43



RECOMMENDED CUTTING CONDITIONS

B KGM ¢ KGM-T Available Cutting Diameter

There is a limit to available grooving depth depending on the workpiece diameter

Dimensions are in inches.

e

0.787” (Dimension CDX, @1.575")

0.709” (Dimension CDX, @5.118")

0.984"

/
Vi If the workpiece diameter is large, the possible grooving depth
ya becomes smaller due to interference with the toolholder.

o e.9.) KGMR2525M-3T20+GMN3

© KGM Available Cutting Diameter Table

Toolholders DCX Cutting Diameter
KGM®. 0810K-1.5-125 - - - - - - - 10mm | 14mm | 16mm | 32mm
LI-IOL- 10100-1.5... - - - - - - - 20mm | 25mm | 32mm | 40mm | 60mm
5' 12120-1.5... - - - - 25mm | 26mm | 28mm | 32mm | 36mm | 40mm | 60mm | 100mm °
© 0810K-2-125 - - - - - - - - - - - - | 1omm | 14mm | 16mm = 32mm
6-2-5 0.80" | 1.00" | 1.28" | 1.60" | 240"
10100-2... - - - - - - - 20mm | 25mm | 32mm | 40mm | 60mm
8-2-6 1.00" 1.04" 112" | 2.00" P
12120-2... - - - - 25mm | 26mm | 28mm | 50mm o o o o
16160-2... 32mm | 40mm | 50mm = 60mm | 80mm | 100mm | o = = = @
10100-2.5... - - - - - - - 20mm | 25mm | 32mm | 40mm | 60mm
12120-2.5... - - - - 25mm | 26mm | 28mm | 32mm | 36mm | 40mm | 60mm | 100mm
16160-2.5... 32mm | 40mm | 50mm | 60mm | 80mm | 100mm
16160-3... 32mm | 40mm | 50mm | €0mm | 80mm  100mm| ° ° - © °
Available Grooving Depth CDX (in) 0.64" = 060" @ 056" | 052" | 050" | 048" 044" 040" | 036" | 032" | 028" | 0.24" | 0.20" | 0.16" | 0.12" | 0.08" | 0.04"
Available Grooving Depth CDX (mm) 16mm | 15mm | 14mm | 13mm 12.5mm| 12mm | 1imm | 10mm | 9mm | 8mm | 7mm | 6mm | S5mm | 4mm = 3mm | 2mm | 1mm

800.823.7284
H44 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com



© KGM-T Available Cutting Diameter Table (GMN, GM®. When Using 1-edge Insert)

Toolholders DCX Cutting Diameter
KGMAL 2012K-2T17 - - . . B

66mm | 80mm | 130mm | 260mm

s3avHo
LH3SNI
>

12-2T - - - - - - - - | 264" 320" | 520" | 10.40"
2020K-2T17 - - - - - - - - 66mm | 80mm | 130mm | 260mm
16-2T - - - - - - - - | 284" | 320" | 520" | 10.40" z %
2525M-2T1710 - - - - - - - - 66mm | 80mm | 130mm 260mm oz B
1616H-3T20 - - - - - 40mm | 54mm | 70mm | 100mm  180mm @
2012K-3T20 - - - - - 40mm | 90mm | 130mm | 240mm
12-3T - - - - - | 160" | 360" @ 520" | 9.60" z8
2020K-3T20 - - - - - | 40mm | 9omm | 180mm  240mm ESN o
16-3T - - - - - | 160" | 360" @ 520" | 9.60" ®»8
2525M-3T20 - - - - - | 40mm | 90mm | 130mm | 240mm °
12-4T - - - - - | 160" | 360" @ 520" | 9.60" =
2020K-4T20 - - - - - 4onm mm 13mm 240mm S "D
2525M-4T20 - - = 40mm | 90mm | 130mm | 240mm| 32
16-4T - - | 2000 | 560" | 9.60"
2525M-4T25 - - 50mm | 140mm | 240mm
16-5T - - | 2000 | 560" | 9.60" o2
2525M-5T25 - -~ 50mm  1domm|240mm| - ® ° 2E E
3232P-5T25 - - 50mm | 280mm | 600mm
2525M-6T30 100mm | 300mm | e I~ o
Available Grooving Depth CDX (in) 120" | 108" 100" | 092" 088 | 080" & 076" @ 072" | 068" 064" | 060" 056" | <0.52" g
Available Grooving Depth CDX (mm) | 30mm | 27mm | 25mm | 23mm | 22mm | 20mm | 19mm | 18mm | 17mm | 16mm | 15mm | 14mm  <13mm 2 F
(9]
2
c G
5

440-1nd

.
I
m
EJ
=z
(9]
o
2
- K
=
@
=
- M
=
@D

DNIT00L
TVOINHOIL  SLHVd IHVAS o Nt e
) Y <

X3aNI
-

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H45



KPK CUT-OFF SYSTEM

KPK Series

High-Performance Cut-Off Solutions

Easy Insert Replacement Reduces Downtime
High-Performance, Long Tool Life and Stable Machining with Strong Clamping Mechanism

Easy Insert Replacement

- g Frrs

n Reduce down time with fast insert replacement
o
'é' Turn wrench slightly to release insert
No hammer or screw required
Self-clamping
Firm Insert Clamp Ensures Added Safety and Security
The firmly secured insert uses three contact surfaces to eliminate sliding or chattering
1. Top Clamp Insert Deviation Comparison (Internal Evaluation)
Holds the insert in place
200 | m KPK
B Competitor A
__160
g€
5 120
Separate Contact 2
Surfaces % 80 E’
Front Contact : Improves stability 2
Back Contact : Prevents insert slipping 49
o gt O -
2. Back Stop 3. V-Shaped Insert Seat o o 40 Long (S)O g 10
events insert retraction and makes Optimized insert seating prevents Measured tool : KPKB32-3 PKM30N-025PM
mounting inserts easier insert movement
800.823.7284
H46  OJKYOCERA

Visit us online at KyoceraPrecisionTools.com



KPK CUT-OFF SYSTEM

Unique Chipbreaker Designs for Long Tool Life and Stable Machining

s3avHo
LH3SNI
>

Advanced chipbreaker technology inherited from KGD lineup provides excellent chip control

PH Chipbreaker

SLH3SNI
ONINHNL
o)

PM Chipbreaker

Tough Edge

General Purpose High-Feed

Insert Grades Insert Grades

SLHISNI
@od/Ngd
(9]

Steel : PR1625 Steel : PR1625
Stainless Steel : PR1535 Stainless Steel : PR1535
Cast Iron and Aluminum : GW15 .
ocCc
— X3
H
%0
Wear Resistance Comparison (internal Evaluation) Chip Control Comparison (Internal Evaluation) g% E
Y=
0.0059 | w KPK (PR1625) KPK Competitor B Competitor C
m Competitor B PR d » E:Li}%cr‘nofc%ging .
. ) — W
0.0047 m Competitor C > S F
= 0007 EESEEEEE » ) ~ R . 2
. 9 o
3 0.0035 . . @ Chip entanglement L - >
< g
5 . 6 9 6« R e
= 0.0024 S . =
A Tooos e o B ® o s o @ 5
hit = 3 e
0.0012 ‘ ¢ Chip entanglement 2 - > o
; @ 3
0 | = . ® = e e 5
0.0000 3 B
20 40 60 80 100 120 140 0.003 @ @ | = ﬁ‘ o 3 e o0
. ) ) - Y ® @ ] _‘
Cutting Time (min) - » %ip emang\emeﬁt ’5 L] - %
Cutting Conditions : n = 955 RPM (constant), Vc = ~ 490 sfm E J
f=0.005 ipr (~ ©0.394" : f = 0.002 ipr) Wet (External Coolant) Cutting Conditions : n = RPM (constant) , Vc = ~ 390 sfm , Wet (External Coolant) 3
Workpiece : 4131 (©1.969") Cutting Width : 0.118" (3mm), PM Chipbreaker Workpiece : 4131 (01.969") Cutting Width : 0.118" (3mm), PM Chipbreaker
o
z
- K
- . . =
4 Rigid Tool Holder Block Prevents Chattering and Provides Internal Coolant ©
KPKTB-JCT =
. S|
Original three-way clamp for Chatter Resistance Comparison (Internal evaluation) 3

securing blades

Comparison of areas where stable machining is
possible by changing the overhang amount of
blade by 0.039" (1mm)

ONIMOOL
JONYHO Y0IND
<

Blade overhang amount |, R

S1HVd 34vdS
)

KPK

Chattering
occurred

Competitor C

IVOINHOIL
)

: > 0 1,693 1.811"
Internal coolant available Blade Overhang Amount (in)
Maximum coolant pressure: 1,015 psi y

X3aNI
-

Cutting Conditions : n = 650 RPM (Constant), Vc = ~ 330 sfm, f=0.005 ipr
. v Wet (Internal Coolant : Normal Pressure), Workpiece : 4137 (01.969")
Cutting Width : 0.118" (3mm), PM Chipbreaker

High-rigidity bottom jaw

KTKTB block is compatible with internal coolant with an optional internal connector. (~145 psi) See Coolant Supply Method (Type C) ® H53

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H47



KPK CUT-OFF SYSTEM

B PKM Inserts P Camsessmose @ O
@ : Light Interruption / 1st Choice M Stainless Steel O o 5
©: Light Interruption / 2nd Choice %
® : Continuous / 1st Choice L 5
O : Continuous / 2nd Choice ‘ N ‘ Non-ferrous Metals [ ] I9

) o Angle ) L
Dimensions (in) ( og) ME&Q&S AT Carbide ﬂgj,
a
Insert Part Number oW -
: RE PSIR%. | PR1625 PR1535 GW15 o
Right-handed Insert Shown inch mm
P PKM 16N-015PM 0.063 | 16 0.006 (] ® L]
20N-020PM 0.079 2 0.008 [ ] [ ] [ ]
D 24N-020PM 0004 24 0.008 ° ° )
RE
v g 30N-025PM 0.118 3 0.01 [ ] [ [
[ J : 40N-030PM 0.157 4 0.012 [ ) () (]
N\RE
General Purpose D 48N-030PM 0189 = 48 0.012 ° ° ) + Hag
s
E ED 50N-030PM 0197 5 0012 ° ° o » H50
z = H52
«ED 60N-035PM 0.236 6 0.014 [ ) ® °
PKM 20N-020PH 0.079 2 0.008 [ ) [ ]
y 30N-030PH 0.118 3 0.012 [ ] [ J
é 40N-030PH 0.157 4 0.012 [ ] [ J
&V 50N-030PH 0.197 5 0.012 ) )
Tough Edge
«ZD 60N-040PH 0.236 6 0.016 [ ) (]
R L R L R L
& PKM 16%-015PM-6D | 0063 & 16 0.006 e © o o o o
) 20"%.-020PM-6D 0.079 2 0.008 e 6 o o o o
2 %‘ !
< i D 24%.-020PM-6D 0.094 | 24 0.008 ® 6 ¢ o o o ~H4
fr o Y g 6° = H50
5 3 & ) 1 30%.-025PM-6D 0.118 3 0.01 ® 6 o o o o .5
e c ) 5 H52
o |3 \EE 40%.-030PM-6D | 0.157 | 4 0012 e o o o o o
D 50%.-030PM-6D 0.197 5 0.012 e 6 o o o o
¥ Recommended Cutting Conditions
PM Chipbreaker
Cutting Speed Vc (sfm) Feed f (ipr)
Workpiece MEGACOAT NANO Carbide Edge Width CW (mm) Notes
PR1625 PR1535 GW15 1.6 2~4 4.8 ~6
Carbon Steel * b -
260*720 260{?720 0.001 - 0.005 0.003 - 0.007 0.004 - 0.009
Alloy Steel 230 - 660 230 - 660 -
Stainless Steel 200%490 200‘6490 - 0.001 - 0.003 0.002 - 0.005 0.0083 - 0.006
Wet
*
Cast Iron - - 160 - 330 0.001 - 0.003 0.0083 - 0.007 0.004 - 0.009
: *
Aluminum Alloy - - 7
660 *1480 0.001 - 0.003 0.003 - 0.007 0.004 - 0.009
Biass - - 330 - 660
Reduce feed to 1/2 ~ 1/3 at the center of the workpiece.
PH Chipbreaker
Cutting Speed Vc (sfm) Feed f (ipr)
Workpiece MEGACOAT NANO Carbide Edge Width CW (mm) Notes
PR1625 PR1535 GW15 2 3~4 5~6
* PAS
Carbon Steel X A -
260*720 260{?720 0.004 - 0.009 0.006 - 0.011 0.006 - 0.014
Alloy Steel 230 - 660 230 - 660 -
Stainless Steel 200~ 490 200 490 - 0.002 - 0.005 0.003 - 0.006 | 0.003 - 0.007
Wet
Cast Iron - - - - - -
Aluminum Alloy - - -
Brass - - -
Reduce feed to 1/2 ~ 1/3 at the center of the workpiece. % : 1st Recommendation v : 2nd Recommendation

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)

H48 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



KPK CUT-OFF SYSTEM

B KPKB_JCT (Jet Coolant-Through) Coolant Piping Parts ® H54 Pressure Resistance: ~1,015 psi
A
Q
(/;% e B
%
vl (;N ow / ey
g ) N
) T 4 \ : c
OHX Al
LF Bl U OHX -]
150°
Fig.1 Fig.2
D
® Blade Dimensions (Metric Sizes)
o Spare Parts
ClljjtiaOﬁ Dimensions (mm) \I/r\}lscir; P
x . o Insert Wrench | Coolant Plug Screw Wrench Applicable Applicable E
Part Number o] 2 Inserts Blocks
& s D + H49  H51
CUTDIA H* HF B LF A cw Ao E’ ’ H49 = A1
(Y KPKB  26-1JCT ® 35 14 | 16 PKM16... F
26 Fig.1
26-2JCT @ 50 18 20 Pz
26-3JCT ® 75 26 | 214 110 | 26 | 30 PKMS0... KPKTBOO-26.0T
KTKTBOO-26
26-4JCT ® 0 i 34 | 40 Fig.2 PKMA40... G
4.8 PKM48...
@D 26-5,CT @ 42
50 LPW-5 CCP-4 | SB-4065TR | FT-15 PKMEO...
Q
GV KPKB  32-1JCT ® 35 14 16 PKM16... S
Coolant Plug Screw S
26 Fig1 Tightening Torque 3.0 Nm ul
2.0 9 g Torq PKM20... T
32-2JCT [ ] 50 1.8 o4 PKM24..
32-3JCT | @ 100 26 | 30 PKM30.., | KPKTBOO-82/CT
32 | 250 150 KTKTBOO-32 J
32-4JCT ® 100 34 | 40 PKMAO.. | | rmr0-32
- Fig.2
4.8 PKM48...
& 32-5JCT [ ] 42 £y PKMSO0...
&Y 32-6JCT [ ] 54 | 60 PKME0. .. K
See Page ® H55 for insert mounting and removal instructions.
When using internal coolant with KTKTB, KTKTBF type tool holder blocks, coolant supply piping (CCN -5) sold separately.
*H: Length between virtual apex
Minimum / Maximum Overhang Length While Using Internal Coolant M
Part Number Overhang Length
Blade Tool Holder Block Min. Max.
KPKB26-1JCT 15 345 N
KPKB26-2/3/4JCT KPKTB20-26JCT 20 40
KPKB26-5JCT 23 43
KPKTB20-32JCT 18
KPKB32-1JCT KPKTB25-32JCT i 49 P
<
| | «JCT | JIch | [ KPKTB32-32JCT
Overhang KPKTB20-32JCT 275
Length
KPKB32-2/3/4JCT KPKTB25-32JCT o 59
KPKTB32-32JCT ’ R
KPKTB20-32JCT 31.5
KPKB32-5/6JCT KPKTB25-32JCT . 63
KPKTB32-32JCT '
T

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H49



KPK CUT-OFF SYSTEM

B KPKB (Not Coolant-Through)

-
@}
%,
,7 >
OO)Z) y R
&l /‘6\3\ o /
! —1
)\ T \
I
OHN ‘ Al OHN
LF B D LF
Fig1 150° Fig.2
® Blade Dimensions (Metric Sizes)
o Spare Parts
Clgi aOﬁ Dimensions (mm) \I,r\}?;r; P
2 ) o usaiVicnch Applicable Applicable
Part Number | 8 E Inserts Blocks
[} o @
CUTDIA H* HF B LF A cw a © H49 = H51
&Y KPKB 19-1 ® 32 2.6 1.4 16 Fig.1 PKM16...
19 15.7 86 20 ) PKM20... | KTKTBOO-19
@D 19-2 o 40 - 1.8 4 Fig.2 KM
&Y KPKB 26-1 [ 35 26 1.4 1.6 Fig.1 PKM16...
2.0 PKMZ20...
26-2 g L 8 2.4 PKM24...
26-3 ® 75 26 21.4 110 26 3.0 PRME0... | KTBOO-26/0T
" R Fig.2 KTKTBOO-26
& 26-4 ® 80 3.4 4.0 PKMA40...
=
5 4.8 PKMA48...
(5] -
& 26-5 [ 80 4.2 50 LPW-5 PRS0,
Y KPKB 32-1 [ ] 35 1.4 1.6 PKM16...
26 20 Fig.1
32-2 ° 50 1.8 : PKMZ20...
2.4
32-3 ® 100 26 30 PKM30.., | KPKTBOO-32JCT
32 25.0 150 KTKTBOO-32
32-4 ® 100 3.4 4.0 PKM40.. ey
- 48 Fig.2 PKM48...
@325 [ 120 4.2 5.0 PKMSEO...
& 32-6 ) 120 5.4 6.0 PKME0...

See Page ® H55 for insert mounting and removal instructions.
*H: Length between virtual apex

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item /\ : Phaseout Item (will be removed from next catalog)
H5O {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



TOOL BLOCKS (BLADE HOLDER)

B KPKTB-JCT (Jet Coolant-Through) Coolant Piping Parts ® H54 Pressure Resistance: ~1,015 psi
A
. = B Edge position '_' l_l
£ J L
I
4 ?‘JCT“ JCT»
5 B M MHD ‘ “ MHD B
-+ PE— oAL R
WF 2-G1/8
& &
v o ¢
® Toolblock Dimensions (Metric Sizes)
) . Spare Parts D
Dimensions (mm) ) Applicable
Clamp Set Screw Wrench O-ring Plug 1 Plug 2 Pp
Part Number é tSW“Chb‘ade < R Blades
) ype > =
® H HTB HBH B @ WF MMHDOAL/@ -%ﬂ
& =S
S S NS E
KPKB26-OJCT
KPKTB 20-26JCT @ 20 33 12.4 19 39 4 235 86 BCS-2 GR-020 HS3x4 KTKB26-0
20-32JCT @ 20 16 40 25 100 BCS-3 HH6X16 LW-5 GR-026 HSG1/8X8.0 | KPKB32-OJCT
KTKB32-O
- 25 41 11 23 44 5 HS4x4
. ® 30 | 110 = BCS-4 GR-029 ) KFTBY...-45 F
32-32JCT @ 32 5 29 50 KFTB....-5S
Includes only one HSG1/8X8.0 plug.
KPKTB-JCT type block is also compatible with conventional KTKB type blades.
When using internal coolant, the coolant may appear to leak slightly, but this should not affect machining performance. (If the O-ring is damaged, order a new one separately.)
. G
M KTKTB / KTKTBF (Separate Toolblock Holder / Perpendicular Type)
KTKTB @ MO/
n [ Location of Edge [ e S o
| Bl i i i(] S
T o)
Q
T
T B
% WF OAL
J
KTKTBF
g |
s
OAL
Location of Edge 1] ‘ K
i | -
o
I
. . M
® Toolblock Dimensions
Dimensions Spare Parts Applicable Blade
« Clamp Set Wrench Cut-Off Face Grooving
9 E Separate Type | Integral Type
Part Number % 5 o % H49~H50 ~ N
H | HBH B B2 OAL LS <> . ® G143
= = H57
&
KTKTB 19-19 @ 075 | 019 | 0720 131 299 - - BCS-1 HHsxes | Lw-4 | KIKBIS-CS
# KPKB26-O (JCT) P
19-26 [ ) 0.75 0.39 0.720 1.39 3.39 - BCS-2 - HHBX30 LW-5 KTKB26-OS -
Inch KTKB26-1SS
# KPKB32-O (JCT)
254-32 @ 100 | 030 0905 | 165 | 433 - BCS-4 - HHexao = Lws | KIKES2OS Eﬂg%::gg
KTKBfL32-OS R
KTKTB 16-19 [ ) 16 4 15.5 29.5 76 - KTKB19-OS
20-19 @ 20 | 4 10 s 76 - ] BOST | RSeS| LW KTKeie-1ss ]
16-26 [} 16 13 16.5 31.5 86 - # KPKB26-O (JCT)
BCS-2 - HHBX30 LW-5 KTKB26-OS
20-26 ® mm 20 9 19 36 86 - KTKB26-1SS
20-32 [ ) 20 13 19 38 100 - BCS-3 # KPKBS%O JCn " T
KTKB32-OS KFTB%...-4S
25-32 [ ) 25 8 23 42 110 - BCS-4 - HHBX30 LW-5 KTKB32-13S KFTBR...-53
32-32 [ ) 32 5 29 48 110 - KTKBfL32-OS
o # KPKB32-O (JC
KTKTBF 25-32 @ 25 95 25 48 102 84.5 K Iss S KETBY.-4S
mm - BCS5 HHEX30 | LW-5  kripas ias KFTBY Tes
32-32 @ 32 25 32 48 117 | 995 KTKB™.32-OS

% KPKB-JCT Blades can be used with internal coolant by utilizing compatible coolant piping (CCN-5). See Page ® H54

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H51



KPK CUT-OFF SYSTEM (SHANK STYLE)

B KPKH-JCT (Coolant-Through) PRewd Pressure Resistance: ~2,175 psi

oA ‘ MHD \G1/8 CUTDIA

*KPKH */.2020K-2JCT-
shown above

Right-hand Shown Fig1 Fig2 Fig3
® Toolholder Dimensions (Metric Sizes)
~ Spare Parts
ClstiaOﬁ Dimensions (mm) RIS;?] P
Stock ’ o Insert Wrench Plug A el
Part Number % @ Inserts
CUTDIA | H HF HBH B LF LH  WF HBL MHD CwW | O \\/, © H49
RIL =
20 | - PKM20...
KPKH® 2020K-2JCT ® @ 38 20 20 s 20 351 | 19.15 | 35.1 89 54 Fig2 PKM24.
2 - 52 1875 | 37 88 Fig.1
020K-3JCT ©® @ 125 | 36 30 |2 LPW-5  HSG1/8X8.0 |  PKM30...
2525K-3JCT © @ 53 25 25 - 25 23.75 - 89 Fig.3
2020K-4JCT © @ 62 20 20 5 20 18.35 | 42 83 Fig.1
425 4.0 PKM40...
2525K-4JCT © @ 68 25 25 - 25 23.35 - 82 Fig.3
See Page ® H55 for insert mounting and removal instructions.
See Page ® H54 for coolant piping parts
. W KPKH (Not Coolant-Through) €&
S
it
=2 |
° 1 [ - |-
o = | =
l ! T
LH LH
RN ~CW LH /?F\ cw
II \ = II E /T
= CUTDIA % o i T \cuma
*KPKH %/,2020K-2--
) shownabovg )
Right-hand Shown Fig Fig2 Fig3
® Toolholder Dimensions (Metric Sizes)
o Spare Parts
C%ti aOﬁ Dimensions (mm) \l/r\}ijetﬁ
Stock : o Insert Wrench Applicable
Part Number (% Inserts
CUTDA H HF | HBH B LF LlH | WF HBL Ccw O = H49
R | L
2.0 ) PKM20...
KPKH™. 2020K-2 [ BN ) 38 5 331 | 19.15 | 33.1 Fig.2
i 20 20 20 125 2.4 9 PKM24...
2020K-3 [ BN J 52 - 18.75
34 - 3.0 PKM30...
2525M-3 [ BN ) 53 25 25 - 25 150 23.75
2020K-4 [ BN ) 62 20 20 - 20 125 18.35 )
405 - 4.0 Fig.3 PKM40...
2525M-4 [ BN ) 68 25 25 - 25 150 23.35 LPW-5
48 PKM48...
2525M-5 [ BN ) 79 25 25 - 25 150 | 459 | 22.95 - <o PKMSO.
KPKH®L 2020K-3D35 ® @ 35 20 20 - 20 125 18.75
325 - 3.0 PKM30...
2525M-3D45 @ @ 45 25 25 - 25 150 23.75 Fio 1
2020K-4D45 © | @ 45 20 20 . 20 | 125 18.35 o
35 - 4.0 PKM40...
2525M-4D45 @ @ 45 25 25 - 25 150 23.35

See Page ® H55 for insert mounting and removal instructions.

(Customer Service) 800.823.7284 - Option 1
A

(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
H52 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



KPK CUT-OFF SYSTEM

M Internal Coolant Connection Methods (Method will be determined by machine specifications and requirements)

A : Coolant Hose Assembly

See Page ® H54

s3avHo
LH3SNI
>

Maximum coolant pressure: 1,015 psi

Complete
Installation

Tool Block
KPKTB-JCT

Blades
KPKB-JCT

B e

= =

B : VDI Holder Assembly (Internal coolant type) Maximum coolant pressure: 1,015 psi

Complete
Installation

<

SLHISNI
ONINHNL
(o)

SLHISNI
@od/Ngd
(9]

Piping Parts

SHIATOH
DNINENL
O

Tool holder block
KPKTB-JCT

ST00L
TIVINS
m

ONIdod
m

Blades
KPKB-JCT

C: Coolant Pipe Assembly

See Page @ H54 Coolant Plug to be removed

Blades
KPKB-JCT
Coolant Supply Pipe
CCN-5 \

VDI - Tool Holder

(Internal coolant type)

DNINOOHD
()

Maximum coolant pressure: 145 psi

Complete
Installation

<

440-1nd

4
Tool Block 5 J
>
KPKTB-JCT / KTKTB S
(9]
Coolant Supply Pipe Mounting Method
Attach to the blade with the supplied screw ,53 K
; Form pipe to the required shape and connect it to the =
J -‘ piping of the machine. @
M Precautions M
=
. . @
When mounting KPKB-JCT blade When using a tool block
When using internal coolant, keep the arrow (¥) on the blade within the range When using the discharge port B1 (B2), use a sealant for the filler cap
marked on the tool holder block. (HSG 1/8 X 8.0) of the accessory part of the coolant supply port A1 (A2).

ONIMOOL
JONYHO Y0IND
<

S1Hvd 3HYdS
o

Coolant Coolant
Hole A2 Hole A1
Internal Coolant Range Internal Coolant Range .
g
I
When the cap and coolant supply pipe are mounted § R
Coolant cannot be supplied correctly if it is mounted in the wrong position. -
Cap CCP-4 Coolant supply pipe CCP-5 ) N
SB-4065TR (3.0Nm) SB-4085TR (15Nm)  (a1g /"~ P
— x

Tool holder block
KPKTB-JCT

Tool holder block
KPKTB-JCT / KTKTB

800.823.7284
Visit us online at KyoceraPrecisionTools.com {g KHDEERE H53



CUT-OFF

H54

KPK CUT-OFF SYSTEM

AN elele) Ela e p 6N AN STl e)MA|  Connection Method and Piping Parts

bolt

o

ol 1 <Piping Installation Guide>
& - )
(] 2 1 ST
c , UNF3/8
2. Washer | 4 = w“
) G1/8 UNF3/8
: = M10
Joint .
- 2 - AN
£ O O—4
= G178 A~
M10 ~

Easy to use with high-pressure hose and joint

Banjo bolts (for angled hoses) are also available.

ST

UNF3/8

1
AN

T2
UNF3/8

eﬁz\
G1/8

Can be used for internal coolant at normal pressure without a high pressure pump unit

G1/8

2

A G1/8
O

Depending on machine specifications and piping methods, 1.Joint/Banjo bolt x2 2.Washer x2-4 3.Hose x1

1. Joint / Banjo Bolt (Sold Separately)

Pressure Resistance: ~ 4,350 psi

JCT Toolholder

2. Washer (Sold Separately) Pressure Resistance: ~ 4,350 psi

Thread Standard
Shape Part Number Stock| Toolholder Machine Shape Part Number Stock
Connection Side
UNF3/8 R
J-G1/8-UNF3/8 [ ] G1/8 R 8
f ‘ e —— WS-10 °
©0.394"
J-M10X1.5-UNF3/8 @ M10X1.5 00.591"
0.984" (1.142")
Banjo Bolt G1/8M10) *If you are using a banjo bolt, two
(for Angled Hoses) :} BB-G1/8 o G1/8 washers are needed.
O=_—
:} BB-M10X1.5 [ ) M10X1.5
0957
3. Hose (Sold Separately) Pressure Resistance: ~ 4,350 psi
Dimensions (mm)
Shape Part Number Stock Thread Standard L
Straight/Straight HS-ST-ST-200 [} 200
UNF3/8 UNF3/8
& ={ HS-ST-ST-250 ° 250
Straight/Angled HS-ST-AN-200 [} UNF/S - 200
it 0 HS-ST-AN-250 ° Banjo Boly) 250
Angled/Angled HS-AN-AN-200 [ ) - - 200
1% 0 HS-AN-AN-250 @ (Banjo Bot) (Banjo Bolt 250
Precautions

1. Make sure machine door is completely closed before use of these parts.

2. Use appropriate seal for the male thread of the piping parts and make sure the connection is secure. Use plugs to seal off unused coolant holes.

3. Connect and fasten the coolant hose firmly.

4. The use of copper washers may cause leakage but will have no effect on the performance.
5. Commercial piping parts can be used if the thread standards are same. Check the pressure resistance before use.

6. Regularly changing the coolant filter is recommended.

C: Coolant Pipe Assembly IS EERS

Coolant Supply Pipe (Sold Separately)

Pressure Resistance: 145 psi

Dimensions (mm)

Spare Parts (Screw)

Part
Shape Number Stock A B © D E
| A |
mt EOH l
0* © CCN-5 ® | 190 16 5 6 SB-4085TR
{
T = =
o T of

Use wrench (FT -15) supplied with the blade when connecting.

(Customer Service) 800.823.7284 - Option 1

(Technical Support) 800.823.7284 - Option 2
Visit us online at KyoceraPrecisionTools.com

0! KYOCERG

@ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
Contact your local Kyocera sales engineer to upgrade old products to new technology



KPK CUT-OFF SYSTEM

B How to Mount and Remove Inserts from Blade

1. Insert provided wrench and turn upwards as shown in (Fig. 1)

2. Slide insert into the blade's insert pocket from the front and push in until the back of the insert contacts the blade's back stop surface. (Fig. 2)

Completely eliminate chips from the insert pocket and the wrench insertion area by using compressed air.
Check to make sure the insert is straight and not tilted.
When removing the insert, follow the same procedure as shown in Fig. 2

Press lightly

Fig. 2 Mounting Method

Turn Upwards
y\l? |

Fig. 1 Wrench Usage

Insert

M Tool Block and Blade Installation Guide

3. Fasten the clamp set with screws

Please note that the space for fastening may be small.

7

1. Attach the tool block body to the machine tool rest
2. Install the blade into the tool block body

How to Install the Tool Block and Blade

= v

\—'M

Incorrect blade installation

Correct blade installation

Wrong cutting edge height

= oo

Blade height

M Lead Angle Direction and Usage

1. If there is no restriction on the finished shape, use an insert without lead angle.
2. Insert with lead angle is recommended to prevent remaining boss.

When mounting the tool holder block, use a wrench or spanner as shown below for a small lathe.

vE O%
-%‘F

Insert l

Incorrect Clamp Set Orientation

If the clamp set is mounted in the
reverse direction, a large gap is
created between the tool holder
block main body and the clamp
| set as shown in the left figure. If
N you continue to use the product,
\—w the blade may break off. Reinstall
in the correct orientation.

Incorrect Clamp Set Orientation

3. If you want to make the remaining boss smaller when machining small or thin parts, use insert with lead angle.

Right-hand (R)

Lead Neutral U]

N (Neutral) R (Right-hand) L (Left-hand)

Right-hand (R)

Lead Neutral NEWE]

)

PSIRR PSIRL

Solid Workpiece
D]
|
j

- Inserts with lead angle (PSIR /L) reduce burrs in cut-off machining.

Handed insert with lead angle

Hollow Workpiece (Pipe)

- The larger the lead angle (PSIR F/L), the smaller the cutting force.
The feed also needs to be lower.

B Machining Precautions

1. Set cutting edge height 0.004" (0.1mm) above core height.

2. Machining with ample supply of coolant is recommended

3. Machine at constant speeds to gain stable tool life

4. Make the cut-off as close as possible to the chuck

5. To prevent impacts, reduce feed rate by 1/2 ~ 1/3 when nearing the center of the workpiece
Excessive use of the insert may cause chipping or damage to the holder

800.823.7284

Visit us online at KyoceraPrecisionTools.com

Center Height (Cutting Edge Height)

Workpiece

0! KYOCERE

440-1nd
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CUT-OFF INSERTS

M TKN / TKRL omtesinorvise  [ENICHERSEIAGSE O | e 0
@ : Light Interruption / 1st Choice M Stainless Steel ® " @)
© : Light Interruption / 2nd Choice .
@ : Continuous / 1st Choice o ﬁ
O : Continuous / 2nd Choice ‘ N ‘ Non-ferrous Metals o %
8., & o | F
38 Q9 e, 8
Dimensions (in) Anogle Cermet 82 | 2 Z PVCI>D %Qgted 2 I8
() o8 gz aligiete 3 8
Insert Part Number 3 = -
[e] 0 o
N (52 o o
Right-handed Insert Shown S RE PSIRRL § S = © e Q <
inch | mm E E ?_:) E E E E
TKN 1.6 0.063 | 1.6 0.006 [ ] [ [ [ ® = H57
2 0.087 | 22 0.008 [} [ [ ] [ J [ [ ]
2.4 0.094 | 24 0.008 [} [ [ J [ J [ [ ]
\ " 3 0.122 | 3.1 0.010 [ ] [ [ J [ J [ J ® & H57
_ 8 4 0.161 | 4.1 0.012 e o o o ® @ =H58
) 3 4.8 0183 | 48 0012 o o
s © 5 0.201 | 5.1 0.012 [ [ [ J [
E 6 0252 6.4 0.014 e o
= 8 0.315 | 80 0.016 [ J [ J
9 0378 96 0.018 e | o % H57
o TKN 1.6-P 0.063 | 16 0.008 [ J [ J [ ]
N
o
o
4 g 2-P 0.087 | 22 0.008 - [ ] [ J [ J [ o H57
© 0o 3-P 0122 31 0.010 ® e o ® HES
Low Feed
R'LRLRLRLRLRLRL
TK% 1.6 0063 | 16 0.006 [ J ( X ] [ ® @ - H57
PSIRR 2 0.087 | 22 0.008 [} [ ) o000 [ J ( 2 J
T & 2.4 0.094 | 24 0.008 . [ 2 AN Y J [ J ( 2 J
o — S 3 0122 31 | 0010 ® e o o000 000
o I ? ) . X
i £ & 3 4 0161 4. 0.012 e o o000 o0
e}
i $ 5 0.201 | 5.1 0.012 ([ (2N ] [ ] % H57
3 2 @ H58
g P%FE TK% 1.6-P 0.063 | 16 0.008 (] T
5
’ m S 2-p 0087 22 0.008 8° 3 ) e o
o
H
& 5 3-P 0.122 | 3.1 0.010 e o o oo e o
Low Feed
Recommended Cutting Condtions ® H61
@ Cut-Off Tools
Name Chipbreaker Advantages
g Standard ® | General cut-off type for feed rates over 0.004ipr
General Cut-Off (No Indication) ’ﬁ Superior chip evacuation
: Chipbreaker specially designed for low feed machining on automatic lathes, etc.
Low Feed Cut-Off P é Chips are controlled at feed rates between 0.0012~0.0032ipr
@ Insert's Edge Shape (CERACUT Cut-Off)
Chamfered + Honed Sharp Edge Honed Cutting Edge
R
Edge Preparation I E b
| i ]
Standard TNOO PR1535 ~
Chipbreaker CR9025 / PR660 PR930 / KW10
) TN620 / TN9O / CR9025 / PR1535
P-Chipbreaker - - PR660 / PRI30 / KW10

* Sharp edge can reduce cutting resistance by 40%, compared with chamfered edge.

Releasing Wrench

B TKN / TKL Setup

1. Tap the insert lightly with a plastic hammer to push it tight enough that it 1
cannot be removed by hand. (Fig.1) 1
2. Remove the insert with the supplied wrench. (Fig.2) o e Inserts back end does not
Fig. 1 How to Attach Inserts Fig. 2 How to Detach Inserts

Inserts are sold in 10 piece boxes
(Customer Service) 800.823.7284 - Option 1

A

(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
H56 {g I(HDEERE Visit us online at KyoceraPrecisionTools.com Contact your local Kyocera sales engineer to upgrade old products to new technology



CUT-OFF BLADES

M KTKB-SS / KTKB-S

2 L KTKB KTKBR A
R, -
K 70 \\ Q) CW
N o T 1 \ e IRES
=
| | AN B
\
) °
©‘ LF J1s Fig.1
@)
Cc
o~ i N st
T Tl A /\r T A
£ » ik B D
T~
LF
A Fig.2 150° Fig.3 180°
. . E
® Blade Dimensions
g Applicable Inserts ® H56
CUt. i Dimensions (mm) In§ed PP
Dia. Width | o .
% e Applicable
Part Number % g ) Bklo:gf F
| o A = H31
CUTDIA *H « HF B  LF /A | CW LowFeed | LeadAngle | LowFeed/
Lead Angle
KTKB 19SS ® @ 19 157 24 8 12 16 Fg8 TKN16  TKNI6P TK%16  Tkkiep ~ KTKTB 1619 a
KTKTB 16-26
KTKB 26-1SS @ 35 26 21.4 24 110 1.2 16 | Fig.3 TKN1.6 TKN1.6-P TK1.6 TK™.1.6-P 20-26
KPKTB 20-26JCT o
c
KTKTB 20-32 (T)'
25-32 7
32-32
KTKB 32-1SS ® 9 3 25 24 150 12 16 Fg3 TKN16  TKN16P TK%16  TkA1ep  NTKTBF 2592
KPKTB 20-32JCT
25-32JCT J
32-32JCT
22 TKN2 TKH.2 KTKTB 16-19
KTKB  19-2S ® 40 19 | 157 - 86 | 18 | 5y TKN2.4 TKN2-P TK% 2.4 TK%2-P 20-19
22 TKN2 TKH2 K
KTKB 26-2S [ ] 50 1.8 54 o TKND.4 TKN2-P TK% 2.4 TKH2-P
2635 @ 75 v | 214 o | 26 8 " TKN3 TKN3-P TKRL3 TKA3-P KTKTB ;g-gg
26-4S o 80 ’ 3.4 4.1 TKN4 - TKRL4 - KPKTB 20-26JCT
4.8 TKN4.8
26-55 @ 80 42 | o TKNS - TK%S5 - M
22 | TKN2 TKH2
KTKB 32-2S [ ] 50 2.6 1.8 54 Fig. 2 TKND.4 TKN2-P TK% 2.4 TKH2-P KB 20.0
32-3S ® 100 2.6 3.1 TKN3 TKN3-P TK3 TKRL3-P 25:32
32-4S ® 100 32 25 150 | 3.4 44 TKN4 - TKAL4 - 32-32 N
; Fig. 1 KTKTBF 25-32
3255 @ 120 ap | $8 79T A8 . TK%5 - 32-32
’ KPKTB 20-32JCT
32-6S [ ] 120 5.4 6.4 TKN6 - - - 25-32JCT
KTKB%. 32-8S @ 120 68 80 TKNS - - - 32-32JCT
32 25 - 150 Fig. 1 P
KTKBR 32-9S [ ] 120 8.0 9.6 TKN9 - - -
Note) 1. "-SS" means hard coated Recommended Cutting Condtions ® H61
2. Releasing wrench is "LTK-5"
* Dimension H shows virtual apex distance.
@ Toolblock and Blade Installation R
Correct Way Incorrect Clamp Setting
Incorrect Clamp Setting
Correct

Incorrect Way

Incorrect

Datum Plane

Datum Plane

If the clamp element is mounted backward, a large
Incorrect gap will occur between the clamp and the toolblock,
and the blade may come off during machining. Be
careful when installing the clamp for safety.

Incorrect Edge Height  Edge Height

Datum Plane

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2

Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H57



CUT-OFF TOOLHOLDERS (INTEGRAL SHANK)

M KTKH-S

For Small Parts Machining (Long Shank)

o | i
] gy [

L
LF o LH OO,}) R L
= % Fig. 1
For General Cut-Off
: o
CwW CW

- o
& LH 2, R L
LF T 5 Fig. 2
For General Cut-Off
w
[TH
Q m
P U
3 " LH
N\ CW CW
i w N 1
T I
LF OO/Z) R s
ig.
% 9
Right-hand Shown
® Toolholder Dimensions for Small Parts Machining (Long Shank Type)
Cut-Off ’ . ) Insert Spare Parts
Stock Dia. Dimensions (in) Width Supplied Wrench
Part Number Unit Drawing
R L CUTDIA H HF HBH B LF LH CwW
KTKH%. 8-1.6-6S [ BN ) 1100 | 0500 0500 | 0000 & 0500 6.000 | 0670 = 0.063
6-2-5S ® ® inch 1100 0375 | 0375 0200 0375 | 5000 0690 g7 | Fig1 LTK-5
8-2-6S o0 1100 | 0500 | 0500 | 0.160 = 0500 & 6000 = 0700 | 0094

Recommended Cutting Condtions ® H61

(Customer Service) 800.823.7284 - Option 1
(Technical Support) 800.823.7284 - Option 2 @ : Standard Item A\ : Phaseout Item (will be removed from next catalog)
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CUT-OFF TOOLHOLDERS (INTEGRAL SHANK)

® Toolholder Dimensions for General Cut-Off

Stock Cut-Off Dimensions Insert Spare Parts A
Dia. Width Supplied Wrench
Part Number Unit Drawing
R L CUTDIA H HF HBH B LF LH CwW
0.087 B
KTKH% 12-2S [ 1400 | 0750 | 0750 | 0000 | 0750 = 5000 | 0870 = oo Fig.2
12-3S [ 2000 = 0750 | 0.750 0750 | 5.000 | 1190 | 0.122
16-3S e U 2.000 | 1.000 | 1.000 1.000 | 6.000 | 1210 | 0.122
inch LTK-5 C
12-4S [ 2.300 | 0750 | 0.750 ) 0750 | 5000 | 1.350 | 0.161 Fig3
16-4S [ 2600 | 1.000 | 1.000 1.000 | 6.000 | 1.360 | 0.161
16-5S e U 3.000  1.000 | 1.000 1000 6000 160 | 0189
: : : : : : 0.201 D
KTKH% 1010F-2S [ BN ] 28 10 10 5 10 80 18.6
1212H-2S [ BN J 31 12 12 4 12 100 19.8
1612H-2S [ BN ] 31 16 16 - 12 100 19.8 20
: Fig.2 E
1616H-2S [ BN ) 31 16 16 - 16 100 19.8 2.4
2012K-2S [ BN ] 36 20 20 - 12 125 22.8
2020K-2S [ BN ] 36 20 20 - 20 125 22.8
1612H-3S [ BN ] 35 16 16 4 12 100 21.7 F
1616H-3S [ BN ] 35 16 16 4 16 100 21.7 Fig.2 LTK-5
2012K-3S [ BN ] 40 20 20 - 12 125 25.3 3.1
2020K-3S ® ® mm 51 20 20 - 20 125 31.0
Fig.3 G
2525M-3S [ BN ] 52 25 25 - 25 150 31.5
2012K-4S [ BN ] 43 20 20 - 12 125 26.3 Fig.2
2020K-4S [ BN ] 59 20 20 - 20 125 35.0 4.1 o
Fig.3
2525M-4S ) 66 25 | 25 . 25 150 | 380 9 3
2525M-5S [ BN ] 77 25 25 - 25 150 435 | 48,51 Fig.3 A
KTKH%. 2020K-3T17S [ AN ) 33 20 20 - 20 125 21.8
3.1
2525M-3T22S [ BN ] 43 25 25 - 25 150 26.8
Fig.2 LTK-5 J
2020K-4T22S [ BN J 44 20 20 - 20 125 26.8
4.1
2525M-4T22S [ BN J 44 25 25 - 25 150 26.8
Recommended Cutting Condtions ® H61
® Applicable Inserts @ Usage Example of Cut-Off K
Ref. Page = H56 .
1. Cut-Off after chamfering
Shape @ Grooving @@® Chamfering @ Cut-Off
- "
Toolholder Low Feed With Lead Angle Low Feed / Lead-Angle ' / \@ T @
KTKH®. ...-1.6... TKN1.6 TKN1.6-P TKRL1.6 TKRL1.6-P ® E
KTKH®. ...-2 TKN2 TKN2-P TK%2 TKH2-P N
b TKN2.4 TK%2.4
2. Wide Grooving
KTKHY ...-3... TKN3 TKNG-P TKA3 TKA.3-P ® ~ ® Groove Widening
® Traverse Finishing P
lue of ap shall the value of R
KTKHY. ... TKNA . TK®.4 . (Value of ap shall be under the value of Corner-R)
TKN4.8
KTKH. ...-5... TKNS - TKRLS - 5
In order to maintain equal wear on both corners
T

(Customer Service) 800.823.7284 - Option 1
@ : Standard ltem [ : Made to Order /\ : Phaseout Item (will be removed from next catalog) (Technical Support) 800.823.7284 - Option 2
Contact your local Kyocera sales engineer to upgrade old products to new technology Visit us online at KyoceraPrecisionTools.com {g KHDEERE H59



CUT-OFF

H60

RECOMMENDED CUTTING CONDITIONS

B TKF12

TKF12
@ Recommended Grade (Vc sfm) :
8 Width (CW) Y
.C_l': Qo
£e MEGACOAT MEGA | VD 6 - 0.020" 0.028" 0.039" 0.049" 0.059" 0079" B
§ > NANO COAT Carbide (0.50mm) (0.70mm) (1.00mm) (1.25mm) (1.50mm) (2.00mm)
PR1725 | PR1425 PR1535 PR1225 PR1025 PDL025 KW10 Feed Rate (ipr)
Carbon * e * b e 0.0004-0.0016 0.0004-0.0016 | 0.0004-0.0016
230-560 | 225-550 | 230500 225-500 - - 0.0004-0.0008 | 0.0004-0.0012 | & : 0.0004-0.0016 | & : : :
Steel (150-460) | (175-950) | (1680-400) | (175-200) 200-425 (0.0004-0.0020) (0.0008-0.0039) | (0.0008-0.0039)
Alloy * g * > e 0.0004-0.0016 0.0004~0.0016 | 0.0004~0.0016
230-560 | 225-550 | 230-500 = 225-500 - - 0.0004-0.0008 | 0.0004-0.0012 0.0004-0.0016
Steel (160-460) (175-430) | (160-400) (175-400) & 200-425 0.0004~0.0020) 0.0008-0.0039) | (0.0008~0.0039)
Stainless =, X * * ¥ e 0.0004~0.0008 0.0004-0.0008 | 0.0004~0.0008 &
200-460 | 200450 | 200400 = 200-400 - - 0.0002-0.0006 | 0.0004-0.0008 | ! : 0.0004-0.0008 | & : : :
Steel (907800 | (125-400) | (130-330) | (125-308) 175-825 (0.0004-0.0012) (0.0004-0.0020) | (0.0004-0.0020)| =
Cast Iron - - - - - - 175‘f325 0.0004-0.0012 | 0.0004-0.0016 | 0.0004-0.0020 | 0.0004-0.0020 | 0.0004-0.0020 | 0.0004-0.0020
Aluminum - - - - - 660]‘;640 650?‘]475 0.0004-0.0012 | 0.0004-0.0016 | 0.0004-0.0020 | 0.0004-0.0020 | 0.0004-0.0020 | 0.0004~0.0020
Brass - - - - - 325’3650 0.0004-0.0012 | 0.0004~0.0016 | 0.0004-0.0024 | 0.0004-0.0024 | 0.0004~0.0024 | 0.0004~0.0024

Values in parentheses ( ) are cutting conditions for tough edge inserts style TKF..T..

B TKF16

% : 1st Recommendation s : 2nd Recommendation

TKF16
Recommended Grade (Vc sfm) =
Width (CW) "
Workpiece PVD e SGrar 9
Material MEGACOAT MEGA ' g ! s}
NANO COAT O pre Carbide (150mm) | (2.00mm) <
PR1725 PR1425 PR1535 PR1225 PR1025 PDL025 KW10 Feed Rate (ipr)
* x x x * 0.0008-0.0028 | 0.0008~0.0028
Carbon Steel 230~560 225~550 230~500 225~500 - - : : : :
(160~460) (175-450) (160-400) (175-400) 200~425 (0.0008-0.0039) | (0.0008-0.0039)
* b x x 0.0008-00028 | 0.0008-0.0028
Alloy Steel 230~560 225-~550 230~500 225500 x - - Pocibd Pooodbe
y (160~460) (175~450) (160~400) (175~400) 200-425 (0.0008~0.0039) |~ (0.0008-0.0039)
x * * * % 0.0004-0.0016 | 0.0004-0.0016 | B
Stainless Steel 200~460 200~450 200~400 200~400 - - : : ' '
(130-390) (125-400) (130~330) (125-325) 175~325 (00004-0.0020) | (0.0004-0.0020) | =
*
Cast Iron - - - - - ) 175~325 0.0008~0.0032 0.0008~0.0032
. * *
Aluminum - - - - - 660-1640 650-3475 0.0008~0.0032 0.0008~0.0032
Brass - - - - - 325’3'650 0.0008~0.0039 0.0008~0.0039
Values in parentheses ( ) are cutting conditions for tough edge inserts style TKF..T.. % : 1st Recommendation v : 2nd Recommendation
Recommended Grade (Vc sfm) Width (CW)
Workpiece CVD PVD Carbide 0.059" 0.079"~0.098" 0.118" 0.158" E
Material Coated Carbide Coated Carbide (1.5mm) (2.0mm~2.5mm) (3.0mm) (4.0mm) )
CR9025 PR915 PR930 KW10 Feed Rate (ipr)
Carbon Steel 250%600 200‘5500 200%425 - 0.0004~0.0016 0.0008~0.0059 0.0012~0.0079 0.0032~0.0118
Alloy Steel 225%500 200‘5500 200%425 - 0.0004~0.0016 0.0008~0.0059 0.0012~0.0079 0.0032-0.0118
" * * *
Stainless Steel 200-450 175450 175400 - 0.0004~0.0012 0.0008~0.0039 0.0012~0.0059 0.0032~0.0098 =
Cast Iron - - - 175‘5'325 0.0004~0.0020 0.0020~0.0047 0.0039~0.0098 0.0039~0.0118 =
Aluminum - - - 650‘: 475 0.0004~0.0020 0.0020~0.0039 0.0020~0.0079 0.0020~0.0098
Brass - - - 325‘5'650 0.0004~0.0020 0.0020~0.0039 0.0020~0.0059 0.0020~0.0079
* When using PR930, decrease the feed rate by 20% % : 1st Recommendation ¥ : 2nd Recommendation
B GMM-TMR (PR1115)
Workpiece
Material Ve (sfm) Notes ‘
Carbon Steel 200~650 ‘
Alloy Steel 225~500 0.003~0.007 Wet ‘
Stainless Steel 175~450 ‘

0! KYOCERG

800.823.7284
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RECOMMENDED CUTTING CONDITIONS

B PKM

PM \ PH
Recommended Grade (Vc sfm) :
Width (CW) "
1O oeD 0.079"~0.157 0.079 0.118"~0.157 g
Material MEGACOAT " .079"~0.157" 079" .118"~0.157" s}
NANO Carbide (2.00mm~4.00mm) (2.00mm) (3.00mm~4.00mm) | <
PR1625 PR1535 GW15 Feed Rate (ipr)
* PAY
Ceisen sics 260 ~ 720 260 ~ 720
0.003 ~ 0.007 0.004 ~ 0.009 0.006 ~ 0.011
* ¢
Alloy Steel 230 ~ 660 230 ~ 660 )
Stainless Steel u * - 0.002 ~ 0.005 0.002 ~ 0.005 0.003 ~ 0.006
200 ~ 490 200 ~ 490 .
* =
Cast Iron - - 160 - 330 0.003 ~ 0.007 - -
' *
Aluminum - - 660 ~ 1,480 0.003 ~ 0.007 - -
*
Brass 330 - 660 0.003 ~ 0.007
Reduce feed to 1/2 ~ 1/3 when nearing the center of the workpiece. % : 1st Recommendation s : 2nd Recommendation
R
M TKN/TK%
Recommended Grade (Vc sfm) Width (CW)
Workpiece Cermet Cg(\a\/tte)d MEGACOAT; FVD Carbide 1.6mm | 2.0~2.4mm | 3.1mm 41mm  4.8~9.6mm 5."’3
Material Carbide NANO Coated Carbide . . . . : . . 2
TN620 TN90 CR9025 PR1535 @ PR660 PR930 KW10 Feed Rate (ipr)
= w * w = ¥
Carbon Steel 200-660 400-650 250-600 200-490 200-425 200-425 - 0.0008~0.0032 | 0.0016~0.0071 | 0.0020~0.0098 | 0.0032~0.0118 | 0.0059~0.0157
¥ w * w % ¥
Alloy Steel 200-530 305505 295500 200-490 200-425 200-425 - 0.0008~0.0032 | 0.0016~0.0071 | 0.0020~0.0098 | 0.0032~0.0118 | 0.0059~0.0157
; = ¥ w * = S
Stainless Steel 200-490 250~500 200-450 160-390 175-400 200-450 - 0.0008~0.0012 | 0.0016~0.0047 | 0.0020~0.0071 | 0.0032~0.0098 | 0.0039~0.0118 =
Cast Iron 1755325 0.0008~0.0032 | 0.0020~0.0047 | 0.0039~0.0098 | 0.0039~0.0118 | 0.0059~0.0138 =
Aluminum 325~*1'475 0.0008~0.0039 | 0.0020~0.0039 | 0.0020~0.0079 | 0.0020~0.0098 | 0.0039~0.0787
Brass 3255650 0.0008~0.0039 | 0.0020~0.0039 | 0.0020~0.0059 | 0.0020~0.0079 | 0.0039~0.0787

800.823.7284
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ALTERNATIVE CUT-OFF TOOLHOLDER REFERENCE

B Swiss Style Length Toolholder Reference Table (KTKF / KGM)

Conventional Toolholder Alternative Toolholder
Spare Parts
Overall Clamp Screw Wrench Overal Foteronce
Part Number L(er:r?%t)h Part Number L(?r?r?wt)h Notes Page
KTKF% 1010K-12 125 KTKF% 1010JX-12 120
KTKFH 1212M-12 150 KTKFH. 1212JX-12 120
KTKF%. 1616M-12 150 KTKF%. 1616JX-12 120
KTKF™% 1010K-16 125 SB-4590TRWN LTW108 KTKF%. 1010JX-16 120 ©He
KTKF% 1212M-16 150 KTKF%. 1212JX-16 120
KTKF%. 1616M-16 150 KTKF%. 1616JX-16 120
KGM%. 0810K-1.5-125 125 - - Rem;ggmem
KGM%. 1010K-1.5-125 125 SE-40120TR LTW-15S KGM% 1010JX-1.5 120
KGM%. 1212M-1.5-150 150 KGM% 1212JX-1.5 120
KGM". 0810K-2-125 125 - Replacoment
KGM#%. 1010K-2-125 125 SE-40120TR LTW-15S KGMPL 1010JX-2 120
KGM%. 1212M-2-150 150 KGMPL 1212JX-2 120 * H42
KGM%. 1616M-2-150 150 SE-50125TR LTW-20 KGML 1616JX-2 120
KGM®. 1010K-2.5-125 125 . - No
KGM%. 1212M-2.5-150 150 SE-40T20TR LTSS KGMPL 1212JX-2.5 120 e
KGM%. 1616M-2.5-150 150 SE-50125TR LTW-20 KGM% 1616JX-2.5 120
b KGM%. 1616M-3-150 150 SE-50125TR LTW-20 KGM%. 1616JX-3 120
g Note) The corresponding alternative toolholder may be different from the conventional toolholder in insert clamping system or insert size.
o Make sure of their specifications by referring to the catalog or other documents.
B Swiss Style Length Toolholder Reference Table (KTKH-B / KTKH-S)
Conventional Toolholder Alternative Toolholder
Spare Parts
Qut— off Releasing Wrench = Clamp Screw Wrench Qut—Off Foteronce
Part Number lerl;nn‘i}er ' Part Number Dl(e;;nni;er Notes Page
KTKH. 0808K-1.6-1258 @10 - - Replasarment
KTKH%. 1010K-1.6-125B @20 KGM?%. 1010JX-1.5 @20
KTKH®. 1212M-1.6-150B @25 ) SE-40120TR Fre KGM% 1212JX-1.5 025
KTKH%. 1414M-1.6-150B @26 - - Repla“égmem
KTKH% 1010K-2-125B @20 KGM% 1010JX-2 @20
KTKH% 1212M-2-1508 @25 ) SE40120TH Frs KGM%. 1212JX-2 025
KTKH¥%. 1616M-2-150B @32 KGMPL 1616JX-2 @32 ©Haz
KTKH™. 1616M-3-150B 032 ) SEo0T20TR SO M 16160x- 032
KTKHR 1010K-2-125S @30 KGMR 1010JX-2 @20 | \tachi i,
KTKH%. 1212M-2-1508 @30 Tk ) ) KGM% 1212JX-2 @25 Maoﬁm Dia.
KTKH%. 1616M-2-150S 236 KGM™. 1616JX-2 @32 | pachmios Dia.
KTKH?. 1616M-3-150S @45 KGM%. 1616JX-3 D32 | oot i,

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

800.823.7284
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