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For Small Part Cutting KTKF type
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GQ Chipbreaker for KTKEIbackiturningitoolholder
'3&@1@“' ﬁ!ﬁﬁ[ﬁyiﬂi{ﬁbm’y@mmm chipicontrol

| PP

ﬁmuﬁﬁ‘g) F I ﬁf‘@‘m , J&@Eﬂlju
AR EIVMEGACOAIRNANOSEIN S 7 nnfdta £ N

2=

@@ =N A TKEBA!S _ s GOWT S s Eh
@

A;a* N
PR1535 forfstainless steel isThowiavailable
Special nano layer MEGACOAT NANOJenablesiiong tool life'and stable cutting

34 4RET/EE TKFB-GQE!

TKFB-GQ with 3D molded chipbreaker

s $R4 T HEMLT ,
TKF & TKFT = TKFB &

PCD(&RIf)71 i TKF-ASE!

TKF-AS PCD Inserts

ADVANCING PRODUCTIVITY
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For Small Part Cutting KTKF type

& EmAEER T APR1535EK5
15740 % 2B MEGACOAT NANO i FH iy - BEMT

PR1535 for stainless steel is now available
Special nano layer MEGACOAT NANO enables long tool life and stable cutting

GG %% T ATKFBE M3%GOKBHE L

GQ Chipbreaker for KTKF back turning toolholder
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For small diameter cut-off
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TKF12: R RER @5~ ¢ 12/TKF16: ZRERZ P16 /= 7 x
Two kinds of cut-off inserts are available; for micro and small diameters dW::yJ%WJﬂI INESIER T
TKF12: Dmax 5 to 12mm / TKF16: Dmax 16mm Small dia. cut-off tool Small dia. cut-off tool
(for sub spindle)

o /MRS EEO. SmmiR AL (TKF128Y)

Minimum cut-off width of 0.5mm are available

© (KBRS SHREHE T LI EEF B YI8T In T
Low resistant S Chipbreaker for sharp cutting

o TJOsELEY THIBHE., FEIRBHE -
WT AR ST I TR & 32,
HEEARSENMIHREIAS®,

Tough edge T Chipbreaker for high feed and interrupted cut-off
In stainless steel cutting, extended tool life

Oil&ﬁEff*“FﬁRﬁ(rs)—Omm O I A L FEEML
SN R (SR HRE£23%)
Sharp corner radius of 0.0 available on inserts without chipbreakers . - .
Toughening by a new cobalt mixing ratio. (Fracture toughness
values are at approximately 23% improvements)

AEWmMITA
TIE MR MEGACOAT NANO

TEfEIE I E5TT Page 5 for details
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Stability improvement by optimization and homogenization of

X‘]‘E E“ sm ’]\?ét)] w?m the particles of matrix

For small diameter cut-off for sub-spindle ©®MEGACOAT NANO EI K FE4y - FaEMT

Long tool life and stable machining with MEGACOAT NANO

BWENAEFHRY LS

Cracks compare by diamond indentor
o THER/N, THMERIHZ BRI, AT XM VIR T B

Recommended for very small diameter workpieces, er when clearance between main and Conenionalina i
sub-spindle is very small

o R ARSI B 1E
SEIREERI R TI T in T
Chipbreaker designed for low cutting resistance
ML A7IR
5FFEMNT - BENTT RREEHRM,

KTKFS type is specially designed for cut-off.
There is no compatibility with back turning / threading inserts.

Long cracks Short cracks

AR

High-impact improvement
#ARAF UEEE Our conventional material ratio
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Inserts and Toolholders are Compatible.
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Back turning Threading
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MEGACOAT NANO

PR1425

O RAHHRMKRE “MEGACOAT NANO” |
TESREIT 2 I THugirp & R A B T HI 1 RE
Superior cutting performance in various applications of steel
cutting by Special Multilayer Nano Coating "MEGACOAT NANO"

WA BB Properties of MEGACOAT NANO PR1425
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MEGACOAT NANO
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400 600 800 1,000 1,200 1,400
FWFFIRIBE Oxidation temperature (T)

AN Oxidation Resistance

© MEGACOAT NANOE & 5 E(35GPa)5
R ENEE L FIRIEE: 1,1500),
HIHIEER ., 1RSI AR

MEGACOAT NANO prevents wear and fracture with high
hardness (35GPa) and superior oxidation resistance
(oxidation temperature: 1,150°C)
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For back turning
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TKFBZIf,  TKFB edge shape

O {REINETTR-TE LN | et

Minimal deflection due to low resistance design Shallow edge angle

o B FHYIBANE ‘m\‘

Smooth chip control

o fERTBENFELTNER I

Excellent surface finish due to optimum wiper edge angle

Side face of

[zw

NIRA i AUIRA

For small D.O.C For general cutting For large D.O.C
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Oj]l]IE?éﬁﬂﬁ% Workpiece wall
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T Cutting diameter
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0.05 0.15

0.1
AT (mm/rev)
HIZZ% Cutting conditions: Ve=80m/min ap=1mm f=0.03 ~0.12mm/rev wet S45C
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New molded GQ Chipbreaker
Original 3D molded chipbreaker realizes excellent surface finish by smooth chip control

MR - SM2 SERTEDIRZS Surface finish comparison
TKFBEIGQHT /B &

HAt AR = mB(RF BT B 1)

TKFB-GQ Chipbreaker Comp. B (ground)
i o & b ) o =
Grooving Turning Grooving Turning

T
SN TE

VI=E
Chip biting
Rz=31.23um Rz=7.67pm

SRE I TE
Excellent surface

Rz=2.92pm

AT 2% Conditions : Ve =100m/min  ap=3.0mm f=0.02mm/rev (& Grooving)
0.05mm/rev(4Mz Turning)
WANEIRF Workpiece : S45C  wet

(AATFIELE) Internal evalnation

B mIA

For threading
R4 T
Threading
TKFT =
© it Rz FFPIRELN T

Applicable for various types of thread
L (V) jéﬁllflfﬁﬁmgsc (G(PF))
Metric screw thread arallel pipe thread

HEEE IR

ARG (UN) (R(PT)(BSPT))

Unified thread Taper pipe thread
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TKFB2GQ#iz1E

TKFB-GQ Chipbreaker for back-turning

fRRUEE FE 7B A
MERMSLHFHBEARTEBRANYELE, THUFXETA@E

Solution for problems in the conventional back-turning tools
Original 3D molded chipbreaker realizes excellent surface finish by smooth chip control

H&EMAINGE
Th 7% 3 42 £ BT S 4 s R ) B b 3

QOriginal double-function chipbreaker for improved chip control

e SME T A

Function 2 : Turning

MEYIEHAE
THHEEH

Preventing chip entanglement BEN
D=L S
Stable chip
control

GQHT/ETE

GQ Chipbreaker

HAth /A B 7= C(HE T B 1E)

Competitor C (ground)

hEEQD PI#E T

Function 1 : Grooving

MEINERT]

Preventing chip biting

s

TARREE
Good surface
roughness

GQUE

GQ Chipbreaker

A

EHNE = RE(RHBHTEE)

Competitor E (ground)
48

o~

. 9"?%1]” T 'UJE ﬂfg tti’i Chip control comparison (Turning)

S45C

SUS304
GQUfi/E1E H A/ R =D (3L HR T B 1E) GQif/B1E H At/ R 7= aF (ML ARET B 1)
GQ Chipbreaker Comp. D (molded) GQ Chipbreaker Comp. F (molded)
~E®|l 003 | o005 | 007 | 003 | 005 | 007 8| 002 | 004 | 006 | 002 | 004 | 006
gjp’;" mm/rev | mm/rev | mm/rev | mm/rev | mm/rev | mm/rev z]p’f mm/rev | mm/rev | mm/rev | mm/rev | mm/rev | mm/rev
AR (o] (@] o O O [ x nEgs Amm O O
Clﬁ).ggwng X VR ER
(h/A5135) Q ~ (#HA535) D
Comp. "ruul Comp.
O (e} (@] (e} ™
-« GO ORe Q| [~ [ W
\ e "R |
Zmm rr' A’m%&i’:;;& 2mm ADELEgEs, \O/ PN P
UnstaBlogehipteontroll WDl hl;?&iﬁ%lh‘ mmplclfmm

SITZ% Conditions :

Ve =100m/min Wet

SHERNMBESHEITHTESH

Tight curling chip reduces chip entanglement

fIZS %4 Conditions : Ve =80m/min Wet

T iZHIYIE S SE iR E MM T

Stable cutting in wide application range

(AT EEE) Internal evalnation



Excellent surface finish by preventing chip biting and clogging
- TIEET]

Tooling

. ﬁ#‘ﬁﬁ * ﬂ\/é ‘%ﬂulﬁ){*?&:\ Surface finish comparison

GQHfi B
GQ Chipbreaker

It

PITE :
Workpiece BRI m
surface Excellent surface

171mT
Single pass

MEERET] - HE, THRENTRE

JZ5%4 Conditions : Ve =100m/min  ap=3.0mm
f=0.02mm/rev(##(Grooving)) 0.05mm/rev(5MZ(Turning))
WANHIHF Workpiece : S45C  Wet

HAR = RGHEEE)
Comp. G (ground)

i}

Grooving

N E
Turning

A%

Chipbiting™

Rz=31.23pym

GOQTBHE1 71 M IS EMMIm, %&5E1EAL/E AR E!

GQ Chipbreaker realizes excellent surface finish with single pass. Suitable for cycle time reduction.

SFR 3R T HE G BT LA

Flange surface roughness

PEmT

Grooving Eﬂ{ﬁ%itﬂiﬁm’g"ﬁ1ﬁ'ﬂm;€ﬁkﬁ

Excellent surface finish at large ap cutting

Ht AR = RHEEREE)

=
GQ Chipbreaker Comp. H (ground)

4dmm
Rz=2.63pum Rz=27.88pm
Rz=2.92um Rz=31.23pum
Rz=2.41pm Rz=25.56pum
JZZ%1 Conditions : Ve =100m/min  f=0.02mm/rev
WANEIRF Workpiece :  S45C  wet

#E00 T ERz(umm)

53 T AY T HE S R LR

Surface roughness at external turning
ShEMT

T S P S

Preventing chip clogging and entanglement at high feed rate

S45C SuUS304

ke TKFBE! GQHT/B# 2mm
TKFB-GQ

TKFBE! GQU/BH# 3mm

TKFB-GQ

TKFBE! GQUfT/EHE 4mm

TKFB-GQ

A EHATFRKLHTHES 2mm
Comp. K

o EfATFEKLHHER 3mm

1 Comp. K

+- EHATFEKIIFRE 3.5mm
Comp. K

3 - e

FE D0 T ERz(umm)

0.03 0.05 0.07 0.02 0.04 0.06 ﬁ‘rfﬁ’&ﬁjr‘k:?n}(l&?mm)ﬁé?ﬁ\
45 (f=mmirev) s —— 0.04mmyrevE £
No data of 0.04mm/rev for
Feed Rate Feed Rate

Comp.K due to flacture.

AT Z%L Conditions : Ve =100m/min(S45C), 80m/min(SUS304)

f=0.03 ~ 0.07mm/rev(S45C), 0.02 ~ 0.06mm/rev(SUS304) wet

(AAFIELE) Internal evalnation

B N T =B caststuay

(ARATFELE) Internal evalnation

SUM23

1242 Bolt
+ Ve=90m/min
* ap=2mm
+ £=0.025mm/rev({#)
Grooving
=0.04mm/rev(5MZ)
Turning
Wet
TKFB12R28015-GQ
(PR1225)

PR1225 5,0001/71H0

o T pesfedge !

HittAF =5l

Competitor | j

2,5001/710
pcs/edge

SuJ2
Hh Shaft
+ Ve=50m/min
* ap=2mm B
+ £=0.03mm/rev({#)
Grooving o
=0.05mm/rev(5Mz) ©
Turning
Wet a
TKFB12R28015-GQ
(PR1225)
PR1225 1,5001/71 0 l
Hi AR =R 1,500 /710 U
Competitor J pcs/edge

© TKFB-GQUf /B 1&(PR1225) 5 Hfti AR = fltHLL, MIHBRE 7205
TKFB-GQ chip breaker (PR1225) shows 2 times longer tool life compared to competitor I.

O R~HRZE/M, AIRBREMT

Minimal deflection realize stable machining.

(3R E A FIEM) User evaluation

© TKFB-GQEf B 1§ (PR1225) 5 Efti A A= fJHALL, VIBAEIRE
TKFB-GQ chip breaker (PR1225) improved smooth chip control to competitor J.

GQUTEE ¥ HiAE =5
GQ chip breaker ! Competitor J

(RE B FAIEM) User evaluation
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PR1535

PR1535 for Stainless Steel Machining

17k gk 4B MEGACOAT NANO PR1535 ZEABNMIThsemE MR - BEMT

Special nano layer coating MEGACOAT NANO PR1535 realizes the long tool life and stable machining of stainless steel

EBL A L E AL
(FEAAFIMEAE: “HRE2923%)

Toughening by a new cobalt mixing ratio

B FRRELS
H—itiREREN

the particles of matrix

MEGACOAT NANO
THKFw - BEMT

(Fracture toughness values are at approximately 23% improvements)

Stability improvement by optimization and homogenization of

Long tool life and stable machining with MEGACOAT NANO

PCD(£RIf)EFHI RO LLE

Cracks compare by diamond indentor

BUERR conventional material PR15358#%

PR1585 base material

Rk Ry
Long cracks Short cracks
RS

High-impact improvement

¥ ARAFEEE Our conventional material ratio

O R EHEME coating fim property

W MEGACOAT NANO
8 35 l @
s \ 54
£ 30 o
g TiCN MEGACOAT
G 2% t
g 2 TIAIN
15 TiN
10
400 600 800 1,000 1,200 1,400
FALFFIERE('C) Oxidation temperature
ﬂ HLEAL M Oxidation Resistance }

O THEEMETEMY Wear resistance evaluation
F oy S 2R

Double-tool.life-from_conventional-tool

0.35

o
w

0.25 YIBAENG

Poor-chipcontrol

9 f}]}ﬁ'ﬁbiﬁl‘\lG Poor chip contro

A= s

| ——OHEMTOK
Py Stil'machineable

50 100 150 200 250 300 350
$0I7E 7 %% Number of passes
—@— DI~ &L Conventional L —@— HM/AS] =M Competitor M

7] 0 R KRG & (mm)
o o
ST
™~

Max. wear

o
> ©
(9]
\

o
o

—®— PR1535

n=1,273min""(VC=80m/min) f=0.025mm/rev
I HIHF Workpiece: SUS304(¢20)  wet(ili{4 Oil base)

MEGACOAT
REMIE
Layer structure of MEGACOAT

N ES o B

1XER

One Point

PR1535 7 % 70 T &9 2 57 Bg #m #0

FEWHNEEEFAREMIPLE
B!

PR1535 is good solution for unstable
conditions such as early fracture and
variable tool life at steel machining

¥ RIBSALATUEMBRLLE Our conventional material ratio

L ﬁﬂué {':T': H.’.ESAE Fracture resistance comparison

PR1535

DUEF= 5P
Conventional P

STHBEML!

Stable machining with no fracture

Hiprs=RmQ
Competitor Q
0 200 400 600 800 1,000
>t % 22 Number of impacts
Ve=80m/min  f=0.12mm/rev

WA+ Workpiece: SUS304(¢ 50 10mmi& 2544 4 slots, width: 10mm)
wet(7K;& M Water soluble)

AT ERE Internal evalnation




.KTKFiIl (IJ\?é‘l?)Jlﬁﬂl]IFﬁ) (For small diameter cut-off)

[ —

e Ni
[T
y — 1

1° LKTKFR/L1616JX-.(F=10mm) 2
KTKFR/L2020JX-..(F2=12mm)

A ERRAR,

shows above figure

‘

shows above figure

@ B 7= 34 F J718)(R) Right-hand Shown

L2 A
XKTKFR/L2020.. N
HEAFR, UKTKFR/L10100X-..
shows above figure b ERFR

TV
A A
o om
A | — 1 A
1° § A HEAEET - WA R
((\@F Clamp Screw can be operated from both front and back sides.
QO
j
A\ A
IES z
K& .
4 Y
- L1 >
- > @1 Fig.1

EFNIRRIEBRTEFTIFFR). Right-hand insert for R-hand toolholder

Z=18) J1#F ) Goose-neck holder

L1

@ B A7 F F6)(L) Left-hand Shown

{XKTKFL1620JX-12
A ERFK,
shows above figure

H2 Fig.2

EFTNRIVERFTEFTIFL. Left-hand insert for L-hand toolholder

® J]I¥F R~F  Toolholder Dimensions
,g ﬁ R Tf(mm) 5:5'14: Spare Parts
Stock Dimension (mm) X E Y242 Clamp Screw | #RF Wrench
B S B2 ERTA
Description Shape Applicable Inserts
R L H1=h B L1 L2 F1 T E
KTKFRL  1010JX-12 o ° 10 10 15 10
1212JX-12 ° ° 12 12 12
120 6 SB-4590TRWN | LTW-10S | TKF12RL ...
1616JX-12 [ ° 16 16 - 16
2020JX-12 ° ° 20 20 20
KTKFRL  1010JX-16 ° ° 10 10 20 10 1
1212JX-16 | © | o 12 12 12 Fig-1
120 8 SB-4590TRWN | LTW-10S | TKF16RL ...
1616JX-16 o ° 16 16 - 16
2020JX-16 o ° 20 20 20
KTKFRL  1212F-12 ° ° 6 TKF12RL ...
12 12 85 - 12 SB-4590TRWN | LTW-10S
1212F-16 ° ° 8 TKF16RL ...
KTKFL 1216JX-12 ° 12 16 16 =
120 - 6 | B2 | SB-4590TRWN | LTW-10S | TKF12L ...
1620JX-12 ° 16 20 20 o

‘ « RSIT: RRMTIFFEITIOMEER, Dimension T shows the distance from the Toolholder to the cutting edge. ‘

E)-128) TIHF A9 0 T B2 ¢ Dmax) B 71 B B T R o
Note: Cutting diameter of -12 type toolholder( ¢ Dmax ) depends on the insert grooving width.

O XU BERITIO1¥IE Descriptions of Chipbreakar Edge Shape

® : iREETE Standard Stock

P THF/B#E  T-Chipbreaker
Wi/ iE 2 ; _Chi = e )
S— ikl SHifE1E S-Chipbreaker (VOB Tough Edge) NBEf/E#E NB Chipbreaker
Edge Shape a #IS Description o FIS Description a FIE Description
15° TKF12 - - -S
o 20° TKF16 - - -S 12 | TKF: --T 0 TKF - - -NB
TKF16 - - -S-16DR TKF - - -T-16DR TKF - - -NB-20DR
25° TKF12 - - -S-16DR




13*; Fﬁ ﬁﬁéﬁ:)ﬁ Classification of usage P |5 A2 caton steel/ Aloy steel @ (@) @) (@)
@ - WHE/E 1 EContinuous o light ntermuption / 1st Cholce | M | AN4$54M Stainless Steel RN NNOREG)
O 4 ~ BT E/F 25 R Continvous to light Interruption / 2nd Choice K |48 casti P
@ : ELE/%11%FContinuous / 1st Choice : astlron BRI
@iER7] H' Applicable Inserts O 4L/ 23%F Continuous / 2nd Choice N [BELE Nonferrous etals (] Applicable
RIS R <F(mm) fE(C )| MEGACOAT PVDRE| BEAL Toolholder
Za;b: B2 Dimension (mm) Anéle) NANO VEEHCON P ate it Cart;‘de
TR HEMERAEERB(R Description D
S W | PEIRGE) | T | HO| éd | o | PRI PRISIS | PRI22S | PRIOS| KWHO
TKF12rL. 050-S-16DR 05| 5 e | o | o 0 | o
070-S-16DR 07| 8 oo | o | 0 o
100-S-16DR 1.0 /oo e e @
125-S-16DR _[1.25] 003| 3 |87 | 5 | 16° mgT g
ESRE 150-S-16DR 1.5 e | o | o o o
Right lead angle 200-S-16DR 2.0 e | o | o | o | o
» TKF12RL 050-S 05| 5 e | o | o | 0 | o
070-S 07| 8 oo | o | 0 | o
100-S 1.0 | e e e | e o
125-S 125] 0031 3 187 | 5 | 0° Mg g
150-S 1.5 e | o | o | 0 | o
200-S 2.0 o | o °
8 e LTI TKF12%. 100-T-16DR | 1.0 o o
Bt rﬁ_ﬂ
7 150-T-16DR | 15| 12 |008| 3 |87 | 5 |16° | @ | ® | ®
EGREA - )O3R KE KTKFRL
Right lead angle/Tough Edge ‘ 200-T-16DR 2.0 i ® i .12
TKF12%. 400-1 1.0 e o | @
150-T 15| 12 | 008 | 3 8.7 5 0° [ ] [ ] [ ]
?iufféﬁi 200-T 2.0 e | o | o
TKF12rL. 050-NB-20DR | 0.5 | 5 e | o e | o
070-NB-20DR | 0.7 | 8 e | o [ I )
100-NB-20DR | 1.0 0 3 | 87 5 |200| ®@ | @ e o
SRk 150-NB-20DR | 1.5 | 12 o | o o | o
Right lead angle 200-NB-20DR | 2.0 e | o o | o
TKF12R. 050-NB 05| 5 e | o e | o
070-NB 07| 8 e |0 e | o
100-NB 1.0 0 3 | 87 5 0° e | o e | o
T U B 150-NB 15| 12 e | o o | o
Without Chipbreaker 200-NB 20 Y ) ° Y
TKF16R/L. 150-S-16DR 15 e o | o o o
16 | 0.05| 4 9.5 5 16°
SRS 200-S-16DR 2.0 e | o | o o o
Right lead angle
TKF16RL 150-S 15 e | o | o | o | o
16 | 0.05| 4 9.5 5 0°
200-S 2.0 e | o | o | o | o
TKF16RL. 150-T-16DR 1.5 e | o | @
16 | 0.08 | 4 9.5 5 16°
HSEA - OBRLE 200-T-16DR 2.0 e | o | @
Right lead angle/Tough Edge KTKFRL
.16
TKF16RL 150-T 1.5 e | o | o
16 | 0.08 | 4 9.5 5 0°
7103 LE 200-T 2.0 e o | o
Tough Edge
iy TKF16RL. 150-NB-20DR | 15 o | o e | o
16 0 4 9.5 5 20°
ESER - TUES 200-NB-20DR | 2.0 o | o o | o
Right lead angle/Without Chipbreaker
TKF16R/L 150-NB 15 e | o e | o
16 0 4 9.5 5 0°
T U B 200-NB 2.0 e | o e | o
Without Chipbreaker

- SEAAINAE 0)ERARETIFENAE,
Lead angle shows the angle when installed in toolholder.

+ ZIR MM TEAR (¢ Dmax)iPSE1FiR, =71 ARImEHITE TR OREMTER.
As Fig. 1 of P5 shows, Dmax indicates the cutting diameter of the insert when the top of the cutting edge progresses to the center of the workpiece.

® : iRAEETF Standard Stock




BT RESHRTAZE wx-)

Insert Description (See Fig. 1)

&1 Fig1
TKF 12 R 050 S 16D R AK7E: R nkAE: L
Insert Hand : Right Insert Hand : Left
1 1 1 1 SEANAE: R SEANAE: R
TRAR TR R~F -k S#E/(0) Lead Angle Hand : Right Lead Angle Hand : Right
Insert Name Insert Size Groove Width (BTN 7] R ) 9 9
Lead Angle
N FHE W B AR SEfNAE I <
Insert Hand Chipbreaker Name Lead Angle Hand
R: AFJ Right S: SHEH R: ASEH Right
L: Z£F7  Let T: TEUBME(T] C5R4LE) L: £ Let TIFFEFE: R TIFFEFE: L
T type (Tough Edge) Toolholder Hand : R Toolholder Hand : L
NB: FHi/EE
No Chipbreaker

B XTFJ]1FHINI1E ¢ Dmax

Insert Cutting Diameter Dmax

REREHMERT T 4 5 Y B 5] Pt e T R34 T 0 TR

When Using Main Spindle Only When using both Main and Sub Spindle

DET T RANMTER ¢D1(E-1)A ¢ D1= ¢ Dmaxo BHATZNIE A E OERA TP O THBASET, TOBIIHPOENAEE5TIHEET
MEgRF L, E2FrR7)O0BERE S0, BIHET, 1A %, RANIARBEHE,

MIHREETFS, Bl BFL, WE-4FR7]0BETHH I mmBRERLT,

(7) A A TSR N T & 2 8058 BRE B 12 (E H0.2mm) PWTI THRAMTER ¢ D2(B-4)2 ¢ D2= [ ¢Dmax - Tmmx2] (mm)s

Workpiece max, D1=Dmax. Even if the cutting edge runs beyond the center (N AR LR AN T ERHERENFEEHR0.2mm)

line, the insert does not contact the workpiece, since the workpiece falls off.

N > Workpiece max, D2=Dmax-(Programmed distance beyond the center) x 2
(The clearance between the insert and the work is 0.2mm)

In this case, when the cutting edge runs beyond the center line, the insert will contact the workpiece, since the
workpiece does not fall off. Therefore the programmed distance beyond the center must be considered.
When the cutting edge is programmed to run 1mm beyond the center, [D2=Dmax-1mmx2].

(Max. clearance between insert and workpiece is 0.2mm in radius.)

e e o
Fig. 1 4 Main Spindle Fig. 2 Fig. 3 Main Spindle Sub Spindle g

¢ D2

I Bz

|

(70 ST e LE) (7 OB Tk iy mmed) (7O AF TP e (7 OB TH P B 1mmEd)
When the edge is at the center When the edge is 1mm beyond the center When the cutting edge locates at the workpiece center

When the cutting edge exceeds Tmm over the workpiece

DJ D gﬁ{‘t ;_EIETI*)TE 1:% Tough Edge Type T Chipbreaker
W HuARtE L B (T 4En T)

Fracture resistance comparison (Interrupted machining)

IS4 Cutting Conditions
Ve=80m/min f=0.06mm/rev(]#TEF0.015mm/rev)wet SKA(BF EHIKT) TKF12R200-T-16DR PR1225
Vc=80m/min f=0.05mm/rev (cut-off 0.015mm/rev) WET SK4 (with flat cuts on two sides) TKF12R200-T-16DR PR1225

70 ﬂk?&(ﬁﬁﬁﬂﬁ) Cutting Edge (Front Relief Surface)

TH /B 1E(PR1225) Hitt~E=mR Hitt /AR =MmS
FE 143,000 ETIH700 E 71%13,000
Tough Edge Type T Chipbreaker Competitor R Competitor S
3,000passes 700passes 3,000passes

 TIOEmER

‘Cracking

THRAR (B EIE)

Workpiece (with flat cuts on two sides)

FETIH1,000 | FETIH2,000 | ETIE3,000

1,000 passes 2,000 passes 3,000 passes

7] OS2 BUTHT B 1 (PR1225) o

Tough Edge Type T Chipbreaker (PR1225)

AR AT — %

Competitor T

Competitor U

TIAERWBTHBEENEM T SEMART~RT - UHALL, SSILSHMREAERYE,

Compared to Comp. T and U, Tough Edge "T Chipbreaker" achieves superior fracture resistance in interrupted cutting.




B TKF12/163EEM T 54

Recommended Cutting Conditions (TKF12/16)

?Eﬁjj H"Mﬁ Recommended Insert Grade TKF12 TKF16
(VI Eve m/min) 7] 3EWidth W(mm) 7] 3EWidth W(mm)
i PVDRE | BRESE ok
Workpiece Material | MEGACOAT NANO | MEGACOAT PVDCoateZ(;arﬁe Carb'i:::Ie 0.5 0.7 1.0 1.25 15 2.0 1.5 2.0  (Remarks
PR1425|PR1535|PR1225 PR1025| KW10 45 Feed Rate(mm/rev) 44 Feed Rate(mm/rev)
* Y Ad
M (SxxC%) 70~170 | 70~150 | 70 ~ 150 Y ~ 0.01-0.02| 001 ~0.03 0.01~0.04 0.01 ~ 0.04 0.01~0.04| 0.01 ~0.04|0.02 ~ 0.07 | 0.02 ~ 0.07
Carbon Steel (SxxC et ~ ’ ’ ’ ’ .01 ~0. ’ 71(0.02 ~0.1)| (0.02 ~0.1)| (0.02 ~ 0.1) | (0.02 ~ 0.1
arbon Steel (SxxC etc) (50 ~ 140) | (50 - 120) | (50 ~ 120) 60~ 130 (0.01 ~ 0.05) ( ) (@ ) ( )1 ( )
S &4M(SCME) 70 *170 70 ﬁ}50 70 i\\:SO A 0.01~002| 0.01~003 0.01~0.04 0.01 ~ 0.04 0.01~0.04| 0.01 ~0.04|0.02 ~ 0.07 | 0.02 ~ 0.07
Alloy Steel (SCM et - - - ~ B ST ST .01 ~0. ST 0.02 ~ 0.1) | (0.02 ~ 0.1)] (0.02~0.1) | (0.02 ~ 0.1
oy Steel SOMete) | 00y | (50~ 120) | (50 - 120) | &~ 1% (0.01 ~0.05) ( )| ( )| ( )| )
Ad * Ad
AEEM(SUS304%) 60~140 | 60~120 | 60~ 120 Yo ~ 0.005 ~ 0.01 - 0.02 0.01~0.02 0.01 ~ 0.02 0.01~0.02| 0.01 ~0.02|0.01 ~0.04 | 0.01 ~ 0.04
Stainless Steel (SUS304 et ~ \ ' ’ .01 ~0. ’ "71(0.01 ~ 0.05)((0.01 ~ 0.05) (0.01 ~ 0.05)|(0.01 ~ 0.05,
ainless Steel ( etc) O -1 BT 50 ~ 100 0.015 (0.01 ~ 0.03) ( ) )| )| )
¥ (FC - FCD%) B R } ) * . - B ~ - . - .
Cast Iron (FC/FCD etd) 50 - 100 0.01~0.03|0.01~0.04| 0.01~0.05| 0.01 ~0.05| 0.01 ~0.05| 0.01 ~ 0.05|0.02 ~0.08| 0.02 ~ 0.08
a4 ~ ~ B B * - . . 5 5 . ~ .
Aﬁn?inum alloy 200 ~ 450 0.01~0.03 | 0.01 ~0.04| 0.01 ~0.05| 0.01 ~0.05| 0.01 ~0.05| 0.01 ~0.05|0.02 ~ 0.08 | 0.02 ~ 0.08
#=iE - - i, _ * . . - - - . . -
] 100 ~ 200 0.01~0.03|0.01~0.04|0.01 ~0.06| 0.01 ~0.06| 0.01 ~0.06| 0.01 ~0.06| 0.02~0.1 | 0.02~0.1
‘ #( VAR OELE(TKF.T..)BTIEIZ %, ( ): Cutting condition of tough edge type inserts (TKF..T..) *: F1HfE% st Recommendation v : §2#f% 2nd Recommendation

W 7] O A& A X A (787 in i)

How to select edge prep. (cutt-off)
@ IR S FNFTHR  Troubleshooting

XTT% IJﬁ E Countermeasures

E125(0) Lead Angle (6)

1#35(J13E) Edge Width

W /B #EAYFRPFE Name of Chipbreaker

F(0° )

a

faicd

i}

i)
25

=
No (0°) Yes Narrower Wider S T NB
B WRAE
Problems Countermeasures
RETIF AR BiLk 71 R (=SB AN A =SB
Insert Fracture Insert Fracture Prevention Effective Effective Effective Effective
fin TR 4558 N TR 18 =SB E=pd AN =SB
Long cutting time Cutting time reduction Effective Effective Effective Effective
%E B b e /B B =SB B
Entangled chips Prevention of chip entanglement Effective Effective Effective
BiEX BFEETN au BN AN
Large boss remain Small boss remain Effective Effective Effective
oz () G4 B ‘ ; . .
(RIRg) REMEIR (Rloy Preven]ijgy-rl{:oﬁf%{% ERemain Efﬁi Effﬁ;fz Effﬁ;t)lz
Workpiece) Ie} ective ective ective
S (B T e N . )
Deformation of Hollow Mﬂ:l%ﬁ q ﬁﬁ& ﬁﬂ ﬁﬂ
Preventing deformation Effective Effective Effective

Workpiece (pipe)




. KTKFSg! (XTJ'F_“Z EIJ 53]95*#'3"]/]\@:'&]%%) (Small diameter cut-off which is applicable for sub spindle.)

=z
@ 40(-12A,-16A)
$50(-12B,-16B)

Bk L EE
Sub Spindle Dia.

L1

H1

F1

O E R AL FHIH(R)
Right-hand Shown

_

EFNRREMBTEF IR

Right-hand Insert for R-hand Toolholder

Z
&

sk S

Sub Spindle Dia.
$40(-12A-16A)
$50(-12B-16B)

E

L1

{2508

H1

W[/\/
7

OB RALEF HMEIL)
Left-hand Shown

AEBFIK
only for left shape

EFNROVERTFTEF I,

Left-hand Insert for L-hand Toolholder

{XKTKFSR/L1010K-12A
KTKFSR/L1010K-16A

@ JI#F R~ Toolholder Dimensions

Zf4  Spare Parts
pg |WIER R~F(mm) ,
. Stock Igg;gtlr Dimension (mm) Cfm%l Z%g/ V\#/iie?:_h
= EANR
Description g) Applicable Inserts
R|L |¢Dsmax| H1=h| B L1 | L2 | L3 | L4 | F1 T '
KTKFS®?/. 1010K-12A |e e 10 10 | 120 | 15 o0
1212F-12A ®| @ 6~12 12 12 85 ) 26 5 6 SB-4050TRN LTW-10S TKFS12°/L
1212K-12B |e | @ 120 26
KTKFS®?/. 1010K-16A |e e 10 10 | 120 | 20 0o
1212F-16A |e | e@|14~16 o | 10 L85 30 | 5 8 SB-4050TRN LTW-10S TKFS167/L
1212K-16B |e | @ 120 26
c RSIT: REATIHETOMEES, ®: iRifEER Standard Stock
Dimension T shows the distance from the Toolholder to the cutting edge.
+ I T E12(¢ Dsmax)E 71 K EI&E T o
Cutting diameter (¢ Dsmax) depends on the insert grooving width.
¥ AFHEFNIFR)ABLART,
Only Right-hand is available for L4 dimension.
J 5
B TKFSEBY (/MY 605m)
_RTJ'_(mm) Main Spindle Main Spindle
AN me Dimension (mm)
=
SiERe Description - -
#Ds Sub Spindle Sub Spindle
A T R AL T T E)(L) W | max
Handed insert shows Left-hand
o0 ° gy TKFS12R/L 100-S| 1.0 | 6
g i 150-S | 1.5 | 9
N 200-S | 2.0 | 12
l lo, | TKFS16F/L 150-S | 1.5 | 14
* \ _ i,
[4 g 200-S| 2.0 | 16

i) 71K §9in TEZ( ¢ Dsmax)iNE2(S B A E)FR R T ORTHEE THF M mmERMTIER,
As Fig.2 shows, the cutting diameter of the insert is indicated when the top of the cutting edge

progresses 1mm from the center.

© wEIFRESSEIM BB RKE, B EKTKFLE(EF ),

As Fig.1 shows, use KTKFL (Left-hand) when the distance between main spindle and sub spindle are long.

@ WE2FRKTKFSEY, 35 4 584 > BB R e/ MR THI T,

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.

Fig.1

Fig.2

10
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KR .
Clgzﬁ:gff :2— Lfage P Carbon ste?l/ﬁ%y steel L @) @) @)
0 : ’C‘%ﬁ&:ﬁﬂﬁ/\ilﬁﬁ / 1st Choice M gt;zflﬁlée%s Steel @ 0 @ @
O ELE ~ RMTLE/ oI SE
Continuous to light Interruption / 2nd Choice K =223 Py
@ : EL/EEE Cast Iron
. Continuous / Tst Choice BELE
@iEHTJIF  Applicable Inserts O: BBUS2RE e N | Non-ferrous Metals e
oAk Rt (mm) #iE( )| MEGACOAT PYDRE gras
Shape FiR=1 Dimension (mm) Angle NANO MEEEOY Pvga?ﬁﬁfd Carbide
Description
HABMET FRRALZTF AE(L) W B |R(re)| T H ¢d 6 |PR1425|PR1535 | PR1225|PR1025| KW10
Handed Insert shows Left-hand.
TKFS12%/. 100-S | 1.0 | 6 ° ° ° [} °
150-S | 15 9 005 | 22 | 87 | 44 0° [ ] [ ] [ ] [ ] [ ]
200-S | 2.0 12 [ ] [ ] [ ] [ ] [ ]
TKFS16%. 150-S | 1.5 | 14 ° ° ° ° °
005| 22 | 95 | 44 0°
200-S | 2.0 16 L] [ ] [ ] [ ] [ ]
- 71R B TEZ( ¢ Dsmax) i E2(S8P7) &R M 7 ORTHEE T o i mmE R B TEE, ®: fRfEFERF Standard Stock
As Fig. 2 of P7 shows, Dsmax is indicated the cutting diameter of the insert when the top of the cutting edge progresses 1mm from the center.
- SEAGMITAE: 0)RTIHRENNBE,
Lead angle (6) shows the angle when installed in toolholder.
s e Al
. *&ﬁﬂul%éﬂ Recommended Cutting Conditions
HeF 71 R A B (WTHUE EE m/min)
Recommended Insert Grade (Vc: m/min) TKFS12 TKFS16
8 713E(mm) 7135 (mm)
I PVD4E | BHRAE Width (mm) Width (mm) &iF
Workpiece Material MEGACOAT NANO MEGACOAT | pyp Goated Grrsitee Rem; s
Carbide 10 | 15 | 20 15 20
PR1425 | PR1535 | PR1225 | PR1025 | KW10 45 (mmirev) 45 (mm/rev)
Feed Rate (mm/rev) Feed Rate (mm/rev)
BRHA(SxxCH) * ¥ w ¥ -
Garbon Steel (SxxC etc) 70~170 | 70~150 | 70~150 | 60 ~130 0.01~0.03/0.01 ~0.03|0.01 ~0.030.01~0.03/0.01 ~ 0.03
AEM(SCME) ¥ * w g 8
Alloy Steel (SCM etc) 70~170 70 ~ 150 70~150 | 60~130 0.01~0.03|0.01 ~0.03/0.01 ~0.03|0.01 ~0.03|0.01 ~0.03
TEEM(SUS304%) ¥ * i ¥
Stainless Steel (SUS304 otc) 60 ~ 140 60 ~ 120 60~120 | 50~100 - 0.01 ~0.02(0.01 ~0.02|0.01 ~0.03|0.01 ~0.02|0.01 ~ 0.03 |t
Wet
#4(FC - FCD ] . ] ] * ~
Cast IrE)n (FC/FCD i)) 50~100 0.01 ~0.03(0.01 ~0.03|0.01 ~0.03|0.01 ~0.03|0.01 ~0.03
oA *
Alum‘:ilnﬁlm alloy - - - - 200 ~ 450 0.01 ~0.03(0.01 ~0.03|0.01 ~0.03|0.01 ~0.03|0.01 ~0.03
HiF *
e - - - - 100 ~ 200 0.01 ~0.04(0.01 ~0.04|0.01 ~0.04|0.01 ~0.04|0.01 ~ 0.04
*: 1X#EFEF 1st Recommendation Yr: 2)%##F 2nd Recommendation
=}
B KTKFEFNKTKFSZEY f){E A X 51
How to use small diameter cut-off tool
O KTKFZ! O KTKFSE!
cEEFHEERSHE. c THERN ME MBS0, BHEMAKTKFSE,
Both Right-hand and Left-hand types are applicable to gang tool post. When cutting workpiece with small diameter, use KTKFS to reduce overhang distance from the
= SH 4= LT b N i indle.
- AR BRI T TN, TEEBEFT, renspnee
Basically Left-hand type is used at cut-off operation using sub spindle.
KTKFRE (& F 714 (R) KTKFLE(ZF 714 (L) KTKFSRE! (£ F 71#(R)) KTKFSLE (= F 71# (L)
Right-hand Toolholder Left-hand Toolholder Right-hand Toolholder Left-hand Toolholder
o <PEFEEA > Howtoselect <BEREME > How to select
1st<Hiomane§a>tion JI#F 5@ Right-hand D#I:Fg‘t@ﬁ;-‘vmm
coommer - THKER, - LIFKEA,
AIETERR | 3 o EomeEnis | |2 B RIER
Use insert without aE -g_ﬁ'] <F—HE> Long workpiece and g}: Sh%‘f‘ workpiece and less
lead angle. 2% a4 | 1st Recommendation higher rigidity o E"WE )
" £ 5 BERE S e Ll s - SEIE R YI R
. i ARl = % et Pt Cut-off operation near = Cut-off operation near
Not using sub spindle ) Use?:wée niwith lend main spindle sub spindle side
- ST angle to remove <HEREEAE > How to select <IEREAE > How to select
Cut‘foff ppdelration near boss. L3R~ L3 Dimension L3R~ L3 Dimension
main spindle . R E - Bl R - BlHRKER
Using sub spindle ¢ 40—22(ARY) ¢ 40—22(ABY)
- SR EIE T ¢ 50—26(BE) ¢ 50—26(BE)
Cut-off operation near « Sub spindle Dia. + Sub spindle Dia.
sub spindle side 40mm — 22 (A-type) 40mm — 22 (A-type)
50mm — 26 (B-type) 50mm — 26 (B-type)




YME (#%ZEMT) Turning (Back Turning)

. KTKFEE / KTKFEE § I‘H-,I JJ ﬁ Goose-neck Holder

—

A

B A;H
Yy

{XKTKFR/L1616..-12 (F2=10mm)

KTKFR/L1616..-16 (F2=10mm)

polintsiZ s
shows above figure

Y
4

1

T

{XKTKFR/L2020..
A ERR
shows above figure

O ER AL F A1a(R)

Right-hand Shown

#1

Fig.1

L2 A

{YKTKFR/L1010..-12
A LR R,
shows above figure

L1

EFDARREBEFNFR. EF A LEREF L),
Right-hand Insert for R-hand Toolholder, Light-hand Insert for L-hand Toolholder.

FH
I

Z 8] 7]#? Goose-neck Holder

L1

2

A

H1

Y

Fig.2

T
.
A {YKTKFL1620JX-12
@ - A R R.
v shows above figure.

OERALF HmIL)

Left-hand Shown

EFNRVERBTEFIFL,

Left-hand Insert for L-hand Toolholder

@ J]#F R~F Toolholder Dimensions

e R<F(mm) T4 Spare Parts
Stock Dimension (mm) X EHRET WF
ﬂ% ﬁ?’{k Clamp Screw Wrench ‘Eﬁﬁ TJH'
Description Shape () Ap]p:ﬁcable Inserts
R | L | Hi=h B L1 L2 F1 T E
KTKFR/L.  1010JX-12 o0 10 10 15 10
1212JX-12 o0 12 12 12
SB-4590TRWN LTW-10S R
1616Jx12 |e|e| 16 | 16 | | - [ | ° TKFB12%. ...
2020JX-12 e e 20 20 20
KTKFR/L  1010JX-16 [ BN} 10 10 20 10 &1
1212)X-16 (e8| 12 | 12 | 12 s | | sB-4500TRWN LTW-10S "
1616JX-16 | ® | 16 | 16 - e TKFBIG™A ...
2020JX-16 e e 20 20 20
R - | e R
KTKFR/L  1212F-12 12 12 85 i 12 SB-4590TRWN LTW-10S TKFB12%/L ...
1212F-16 o o 8 TKFB167/L ...
- o
KTKFL 1216JX-12 12 16 120 - 16 6 2 SB-4590TRWN LTW-10S TKFB12L ...
1620JX-12 ° 16 20 20 Fig.2

+ RST: REMTIHETAMES,

Dimension T shows the distance from the toolholder to the cutting edge.

®: #REERE Standard Stock

12



YME (#%ZEMT) Turning (Back Turning)

R P | caiBoiii g | @ © ©) ©
Classification of usage M Smﬁg;ﬁ@‘eel ® " ® ®
o s -mEaEEE | oy G on hd
Continuous-Light Int. / 1st Choice . ﬁ%é%iﬁ )
O T odular Cast Iron
(lsgntinufués-ught%t. /2nd Choice| N = [ J EH
@ ELH/E1HE Hoat T oy O o @) © TIFF
Continuous / 1st Choice S Hae Applicable
N O E&/EomE Ti:ahniu?n Allo o [ Toolholder
@ EFJIF Applicable Inserts " Continuous / 2nd Choice H e i
Stk R~FH(mm) 51%(°)| MEGACOAT | MEGACOAT PVD%E |ERAS
g’\i{i . EiIE=1 Dimension (mm) Angle| NANO NANO | MEGACOAT b VD | Carbide
— A escription
The bhatooraoh arows R band. W al|B|Rre |T|H | éd| 6 |Prizs | Priss | PRI225 | PRI | KW1O
N TKFB 12R15005M 1.5]0.25/2.6 | <0.05 ° ° ° ° °
MR 12R28005M <0.05|3.0(8.7|5.2 ° ° ° ° o |KTKFR
% T 12.8|0.3|4.6 ’ R -.12
© “ 12R28010M <041 ° ° ° ° °
= TKFB 16R38005M <0.05 ° ° ° ° °
- b T 1380363 4.0[95|5.2 KTﬁZR
" Right-hand shown. 16R38010M <0.1 ° ® L ° °
N
SN— 0.05
g TKFB  12L2800SMR |, ;10446 3.0|8.7|5.2 ° ° KTKFL
o Lo 12L28010MR <01 e | e 12
\ﬁl\ TKFB  16L38005MR <0.05 ° °
D ey T 1880363 40|95|52 KT'f';'-
Left-hand shown. 16L38010MR <01 L L
ENE=— TKFB 12R28005-G 0.05 ° ° °
Q= 12R28005-GQ |, o1, 5] 46 3.0|8.7|5.2|74° KTfZR
e 12R28015-GQ 0.15 ° ° °
TKFB 16R38005-G 0.05 ° ° °
q 16R38005-GQ | 411 4|65 40|95|52|72° KTKER
95 | 16R38015-GQ 0.15 [ ] [ ] °

®: FRAEETF Standard Stock

B FESHRRAEERE-)

Insert Description (See Fig. 1)

T'(IFB 1 ? R 28 095 M Rl FAU(TIHTIE) Fig.1 (Edge Width)

MR i#H AIRHA
. For small ap For general cutting For large ap
TIRATR TR R~ JIOfR(re) TIOSRANHE 38
Insert Name Insert Size Corner-R (re) Lead Angle Hand of Cutting Edge .
|15 } | 28 | il
TR TR NE TOfR(re)A % ‘ @] I
Insert Hand Edge Width ER “NE” <, 2
R: HF A Right Corner R(re) tolerance N
. represents minus tolerance — 7
L: ZFFME Left
TKFB12R15.. TKFB127.28.. TKFB167/.38..
Nl el s + NN e e +H
O EIEEFEE Rk mpERE) O GQIiEIEEREE
Applicable Chipbreaker Range GQ Chipbreaker Range
TKFB12R15.. TKFB127/.28.. TKFB167/.38.. TKFB12R280..GQ || TFKB16R380..GQ
6 (4R Steel) 6 (4R Steel) 6 (4 Steel) 6 (4R Steel) 6 (5 Steel)
5| 5 5| 5 5
o3 K23 %z 3 ®53] s 3
5T BT B° R° B°
2] 2] 2] 2 B 2]
14 D 14 14 14 14
0‘1 0.2 D.‘1 02 0‘1 0.2 D.‘\ 02 D‘\ 02
e (mmirev) e (mmirev) e (mmirev) e (mmirev) B (mmirev)
fimmirev) f(mm/rev) f(mm/rev) fimm/rev) fimmirev)




OHHEIMIESE Recommended Cutting Conditions

HFI R
Recommended Insert Grade

*: 1)X#EFF 1st Recommendation

Ye: 20X 2nd Recommendation

WA MEGACOAT NANO MEGACOAT &
Workpiece Material PR1425 PR1535 PR1225 Remarks
04 T ‘ HELA I T LI T ‘ LA N T & m T ‘ HEBELA N T
Grooving Traversing Grooving Traversing Grooving Traversing
BN - S TEV () * 80 ~200 4 60 ~ 150 % 60 ~ 150
(SxxC - SCM2%) e
Carbon Steel / Alloy Steel EE ) 0.01~0.03 ‘ 0.02~0.15 0.01~0.03 ‘ 0.02~0.15 0.01~0.03 0.02~0.15
A B (m/min) ~ ~ ~
K%ﬁ%ﬂ(SUSSO4%) Ve /) ¥ 60~ 150 * 60~ 130 “ 60 ~130
Stapessste i 0.01~0.02 ‘ 0.02~0.1 0.01~0.02 0.02~0.1 0.01~0.02 0.02~0.1
YAl 3R B (m/min) _ _ _
$54k(FC - FCDZ) Ve(m/min) i
Cast Iron 48 (mm/rev) _ _ B Wet
f(mm/rev)
s tﬂﬁ?/ﬁ;ﬁfﬁ(nl“r:r/yin) - - _
Aluminum alloy L5 (mm/rev) _ _ _
f(mmv/rev)
I3 i
- Lo : : :
Brass L (mm/rev) _ _ _
f(mm/rev)
*: 1X#EFF 1st Recommendation vr: 2Xx##F 2nd Recommendation
Recommended Insert Grade
p—. PVDi%E BREE
WHIRIA PVD Coated Carbide Carbida R%iik
Workpiece Material PR1025 KW10 emarks
LN T ‘ A 480 T L4 T ML N T
Grooving Traversing Grooving Traversing
Carbon Steel / Alloy Steel B o) 0.01~0.03 0.02~0.15 -
YAl B (m/min) ~ _
FREER(SUS3042%) Vo(mimin) % 50~120
Stainless Steel ﬁ%ﬁéﬂr/\:;rve)v) 0.01 ~0.02 0.02~0.1 -
YIHI5E E (m/min) _ - R
$54$5(FC - FCD%) Vo(m/min) 50 ~100 i
Cast Iron ﬁ%ﬁ:r:qnwé:e)v) _ 0.01~0.02 ‘ 0.02-~0.15 Wet
@Eé tﬂﬁ{]/ﬁff/fmgnin) - 200 ~ 450
Aluminum alloy ﬁ%ﬁr(‘nn:;\:;rve)v) _ 0.01 ~0.03 ‘ 0.02~0.15
a4 LT : 100200
Brass i e /e - 0.01~0.05 ‘ 0.02~0.2

14



YMFE (#%ZEMT) Turning (Back Turning)

RS iRk RG]

Classification of usage N Non-ferrous Material (with interruption) L
. @ : EL ~ FUTL/E1IRE &% =
®;EFAT7] }:|L Applicable Inserts Continuous-Light Int./1st Choice Non-ferrous I\Eteriﬁ(vzﬁl'%gu?il)'lterruption) [
O : ELE ~ $RWTEY/E 2R TE
7] O EHE Continuous-Light Int./2nd Choice HKEE (AL °
Edge Prep o: ?%/%15’%&;&1 . s Titanium Alloy (with interruption)
PCD(&RIE SR 7I0 . o K& % (EBTEE .
PCD( insejrts ) Sh%arp Edge O: %ﬁ%ﬁ%ﬁ;‘%ﬁ Choice Titanium %Aj}on(ﬁwgtholﬁ ir%t)erruption) ® Jﬁﬁﬁ Ilﬂ
5 Applicabl
" R~F(mm) R ) [PCORAA)| o0 or
Shape EilE=] Dimension (mm) Angle PCD
} Description KPDO0O1
B R RFAEFFER) w B R(re) T H ¢d h1 S ¢]
Right-hand Shown R|L
TKF12R/L.  200-AS 2.0 5 3 87 73 5.5 ® | ® | KTKF?/L
’ ’ .12
250-AS 2.5 5 01, 5 556 | oo |@| @
R
TKF16%. 250-AS 25 | 8 4 | 95 80 | 65 o | o |KTKEW.
TKF12L  200-ASR 2.0 5 °
00-AS 3 8.7 7.3 5.5 KTKFL
250-ASR 25 | 5 |01%% 5 0° o | 12
HELS - PN A -
For traversing and grooving | £1) l =~ ] TKF16L 250-ASR 2.5 8 4 9.5 8.0 6.5 L4 KT‘II(GFL
TKF127%/. 150-NB 1.5 | 3.5 2.0 e o
200-NB 2.0 4 3.0 ® | ® | KTKF®/L
0.150s 3 8.7 5 8.3 0° 12
250-NB 25 4 3.0 [ ]
V0T A (T SREAE 45 0 T)
For grooving (available for i 250-NB4.5 25 5 4.5 )
#* SRMEINME: 0)RRNFRERNAE, ¥ NEFYIEMTIA, ®: fREETF Standard Stock
Lead angle indicates the angle when installed in toolholder. Cut-off is not recommended with these inserts.
¢ POD(& VAT K RIS - BT, # RB: FEMITHERE, L S B

PCD inserts are for traversing and grooving.

E1) AERTEFIROERGHERANEF IR R).
Shown in the figure above is Left-hand Insert with Right-hand edge of PCD.

Dimension B shows available grooving depth.

PCD inserts are sold in 1 piece boxes.

(ZRE2)

(Fig. 2)

SHIET) KTKFELIAT E%e% “TKF-AS” B, 710 b E1mm
(BRE), FLUEERANCESHTSHAE,
XA ERIITT O S EIFE,
2) TFH#T MmO S EREE R TEFER “TKF-NB”

Note 1) When using TKF-AS insert with KTKF toolholder, the edge position is
1.0mm below the center. (See Fig.1) Please adjust the edge height at
the parameter of the NC lathe or using soleplates.

2) When the edge height can not be adjusted, please use TKF-NB insert.

KTKFE!7J4F  KTKF Toolholder

4 IRE DD

I,

El1 TKF-ASZE R (7] O 7 E Lk F OB 1mm)
Fig.1 When TKF-AS installed (the edge position: 1.0mm below the center)

KTKFE!7J4F  KTKF Toolholder

N

&2 TKF-NB:

REr

Fig.2 When TKF-NB installed

B X FTKF-ASELT] K BfE A

Usage of TKF-AS Inserts

KTKFZ T+ 5 B i B
TKF-ASET] F 8ol {E A
FEERE. FEEMHS
e NEER, (ZRED)
KTKF toolholders, with TKF-AS
inserts installed, are able to
accommodate multi-functional

machining for non-ferrous metals
and nonmetals. (See Fig.3)

13 KTKFEL TI4F+ TKF-ASE! 7] 5 #E BR i E 71 3R
Fig.3 Example: Tool path of KTKF toolholder with TKF-AS insert

B T RESHERRAE

Inserts Identification System
TKF 12 R 200 - AS
TKF 12 L 200 - AS R

TR FRE TR R~ (7)) £RIF(PCD)KFIE
Insert Type Insert Size Width (Edge Width) PCD insert hand
FKiRS: TRHHEMETE
TIRHFE BB O FR R Without Indication:
Insert Hand Name of Chipbreaker The edge hand is same as the
insert hand.
R: 7] R:Right-hand AS: ASHf/ETE  AS:AS Chipbreak
A ohthan i porearer R: AFJ1 R: Right-hand

L: £F7] L Lefthand NB: FCHTfE#  NB: without Chipbreaker

®iEHEE

Applicable Range

TKF12-AS TKF16-AS

6
5|
E H 4
% 53
2|
1

T
0.1
#4A(mmirev)

f(mmrev)

0.2

01 02
4 (mmirev)
fimm/rev)

O TKF12/TKF16#EF1IEIZS %L Recommended Cutting Conditions (TKF12/TKF16)

PCD(£RIA)
PCD
WIEIR KPD0O1 it
Workpiece Material BT EHAT Remarks
Grc?oving Trav_e:ll'sing
YIHI i B (m/min)
o4 Ve (m/min) 200 ~ 500
Aluminum alley i (mm/rev) 0.01~0.03 0.02 ~0.12
f (mm/rev) ) ) : ) Bt
YIH i B (m/min) Wet
. i 100 ~ 350
press #£(mmirev) 0.01~0.05 0.02~0.15
f (mm/rev) ' ' : :




ﬂ%ﬁ[ﬂﬂ I Threading

. KTKFg!/KTKFﬂ § Ihj JJ ﬁ Goose-neck Holder

Pi‘/!'ﬂEﬂl JEﬂl i
& v

T
[HHHHHHH (KTKFA/L1616.-12 (F2=10mm)  }
KTKFR/L2020..-12 (F2=10mm)
A EREIR
Above figure shows. BN

I ] O] [ e

UKTKFR/L2020..-12 ﬁ e

F1

H1

A LR, (ZKTKFR/L1010..-12 -
Above figure shows. S ERTAR
Above figure shows.
O R AEF Hm(R) EHEFDHRREBEFDFR.. ZFDALEBEFNIFFL),
Right-hand Shown Right-hand Insert for R-hand Toolholder, Left-hand Insert for L-hand Toolholder

Z= 18] T.'*:F Goose-neck Holders

A
@ Ty -
:
- v
- & o o &2
Fig.2
LKTKFL1620JX-12
A i @ 4 2 ERFIR
I < Above figure shows.
Y
OB RALFHEI(L) EFNRVEAFEF L.
Left-hand Shown Left-hand Insert for L-hand Toolholder
@ J]J#FR~F Toolholder Dimensions
{4 Spare Parts
FTF R~f(mm
Stock Dimensi(on (m)rn) X EM2ET wF
521:7—' 2 )lk Clamp Screw Wrench & T_lH'
Z =
Description Shape ‘, Applicable Insert
R| L H1=h B L1 L2 F1 T E{
KTKF?/.  1010JX-12 e e 10 10 15 10
1212JX-12 (e |0 | 12 LN (. 12 . SB-4590TRWN LTW-108 TKFT12%. ...
1616JX-12 | @ (@ | 16 16 - 16 11
2020JX-12 e e 20 20 20
SB-4590TRWN LTW-10S TKFT12%/L ...
KTKF?. 1212F-12 |e|e| 12 | 12 | 85 - 12 6 '
1216JX-12 [ 12 16 16 =
KTKFL 120 - 6 &2 SB-4590TRWN LTW-10S TKFT12L ...
1620JX-12 ®| 16 20 20 Flg2
c RSIT: RRATIHZETOMEES, ®: tRAEETF Standard Stock

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



1%5(1]“ I Threading

N
{ERNEWRE P Carbon SteeI‘/:IAlloy steel ® O © O
Classification of usage B
@ F1%#F M Stainless Steel O o © O
1st Choice K ek PY
O &$oi%#E Cast Iron
3 . 2nd Choice BeE
@®;EZfTJ]F Applicable Inserts N Non-fﬁerrous Materia o &R 71T
e FEEM R Applicable
2R R=t(mm) o Stock Grades Toolholders
Ttk &M Pitch Dimension (mm) £ ‘) MEGACOAT | eaacont| PYDRE |BREG
Shape g!-':'-; ﬂ?é}t ngle NANO PIDCoated Canide | Carbide
Description Applicable @
BARRABFHER) Thead | mm ?ngh T|W | H |pd|Rre)|S1[S2| 6 | PR1425 | PRI535 | PR1225 | PRI025 | KW10
The photograph shows R-hand.
TKFT 12RA6000 0.2~|64-~ @9;5 04121 [ [J [ [ [J
o sd w 12RB6000 06| 48 Fat 2104 ° ° ° ° °
Jiﬁbé 12RA60005| M |g5_ 45 0os 2817 |60e| @ ° ° ° °
5 , 12RB60005 | N |125| 24 |4 ol clo Slso| | 17]08 e | o | o | o | e KTKFR
\
% I 12RN6001 I oy 0.1 [125125 o | o | o | o | o 12
& ,
e 12RA55005 - 08|1.7 ° ° ° ° °
% BRHEEHAR) e R I 0.05 55°
R-hand Shown 12RB55005 1.7(08 ° ° ) Y Y
% TKFT 12LA6000 02~ |64~ MaxOéS 21104 ° ° [ (] [
T T — ‘ F
< @ pody o 12LB6000 0.6 | 48 Fat |0.4|2.1 o | o ° o | o
5 DTS 151 12LA60005 | M |05 |4 17/08|gge| ® ° ° ° °
b2 UN 1425 24 0.05 KTKFL
: . 12LB60005 : 3.0/2587/52  |08/17 e | o | 0 o | o
- 1~ |24~ .12
7 12LN6001 15| 18 0.1 [1.25(1.25 ° ) ° ° °
12LA55005 | G,R 40 ~ 17108 ° ° ° [ [
BFRAEFHBIL o ow | 0.05 55°
I_j-—hand Shown 12LB55005 | W 16 08|17 Y ° ° ° °
@®: #RAEETRE Standard Stock
1] = ey
B FESHRTRAESRESE-)
Insert Description (See Fig. 1)
&1 Fig1
TKFT 1 2 R A 60 00 AF71H(R) Right hand (R) insert
ARl BAE! NEY
‘ ‘ ‘ | AType B Type N Type
TIRAR TR R~F NOME TIHFR(re)
Insert Name Insert Size Edge position Corner-R (re)
. TKFT12RA.. TKFT12RB.. TKFT12RN..
TIEARE BFHRE EFTIH(L) Lefthand () insert
Insert Hand Thread angle
AR BE! NE
R: AFFE Right AType B Type N Type
L: ZEFFE Left
TKFT12LA.. TKFT12LB.. TKFT12LN..




B KTKFEIZ= B 7I# NS ERGEEAFN)WF AAE

How to use Goose-neck Holder on Automatic lathe (guide bush system)

A7) B\ (25875 1) AR s 8 B I ZER AT Ko

Goose-neck Holder is applicable to automatic lathes whose toolholder does not move to longitudinal direction (Z-axis direction).

© LUE IR TIFT A

Conventional Treading Tool

_ URB#ASE, THESHET SR
Chips may come into guide bush and
scratch thread surface

W ERAENEER

Precautions for using Goose-neck Holder

==[8] 7)4F

When using Goose-neck Holder,

O SMETIRY, RARTRENEXR, HERSUENTHELEERZSEMEMAETH,

© == 8] TIAFHE QLTI A

Goose-neck Holder (for threading)

»l

F[15mmA k(12163
up to 15mm (1216 type,

Be careful of interference with back spindle because offset dimension is larger than the conventional toolholders.

O FEERIHEE IR T, >TRNEFRH,

Be careful of interference with sub spindle = Toolholder installation position is limited

O FNN TN (FENINER TS TFN)FUIRSHMDELETS,

At simultaneous machining (balance cut and tool approach for next process), interference with other toolholder may occur.

O NCE & @ m T 7Efs € N IREY, RIBCAME BB L AT NER,

In some cases, such as specifying toolholder shape on NC display or using CAM, Goose-neck Holder can not be drawn perfectly.

.?Eﬁt]]ﬁﬂ?}ﬁ Recommended Cutting Conditions

Z]19mmA (16205
up to 19mm (1620 type

FENFRBRLINE SEM I,
YR BT E3A 15mm(19mm) A k11

Goose-neck Holder is available for
threading without returning tread part
into guide bush. (thread length 15mm /
19mm)

HEETIRMER
Recommended Insert Grade
k) MEGACOAT PVDi&Z BEREE
Workpiece Material NANO MEGACOAT PVD Coated Carbide Carbli:::Ie
PR1425/PR1535 PR1225 PR1025 KW10
Vc =70 ~170 m/mim Vc =60 ~ 150 m/mim
REN(SxxCE& : . -
Car{){on S(teel (SxxC gtc) RHVIR(HEE) 0.2mmIA T SHPIR(FE) 0.2mmIAT
First ap (Radial) under 0.2mm First ap (Radial) under 0.2mm

Vc =70 ~170 m/mim

Vc =60 ~ 150 m/mim

E&M(SCME) ;
Eloy Steel (SCM etc) BVTIR(FE) ‘ 0.2mmiL T
First ap (Radial) under 0.2mm

BMEIR(ER) ‘ 0.2mmEL T

First ap (Radial) under 0.2mm

AR (SUS304%) Ve = 60 ~ 100 m/mim

Vc =50 ~ 80 m/mim

Stainless Steel (SUS304 etc) BVINTIR(FE) ‘ 0.15mmiA T

First ap (Radial) under 0.15mm

BAMYIR($2) ‘ 0.15mmEL T
First ap (Radial) under 0.15mm

5%k (FC - FCD%) -

Cast Iron (FC/FCD etc)

Vc =100 m/mim

BYBVIR(ER) 0.2mmiL T
First ap (Radial) under 0.2mm

{=PANS
ISk
Aluminum alloy

Vc = 150 ~ 400 m/mim

BHYIR(EER) 0.2mmiL T
First ap (Radial) under 0.2mm

Vc = 150 ~ 300 m/mim

=i
Brass N - SR ($12) 0.15mmiL T
First ap (Radial) under 0.15mm
- HERRINT,

Coolant is recommended.

- RERMIH, BE<VRE-ETNB>5IRE2 ~ 37,
When threading stainless steel, please set two to three passes more than <ap-passes>.

18



ﬂ%ﬁ[ﬂﬂ I Threading

O IREMETIH
TKFTZ!  TKFT Type
(60° - 55°FLf&#T]) 60°-55°Partial Profile

ap & number of passes

(PR T REZYIRME) (ap shows the value of radial ap.)

L-472) - 710/ | BYR | E0H
S N J
[LES Pitch S R(re) | Totalap | No.of 1 2 3| 4| s 6 7 1 s 9 | 10| 11| 12
Thread Type mm Description oo Passes
: e
%F/inch TPI R(e) | (mm) | (%)
0.20mm 0.15 4 0.06 | 0.04 | 0.03 | 0.02
0.25mm 0.19 4 0.07 | 0.06 | 0.04 | 0.02
0.30mm 0.23 4 0.08 | 0.07 | 0.06 | 0.02
TKFT 12R/L A/B6000 Max 0.05
0.35mm Eh 0.27 5 0.08 | 0.07 | 0.06 | 0.04 | 0.02
a
0.40mm 0.30 5 0.10 | 0.08 | 0.06 | 0.04 | 0.02
0.45mm 0.34 6 0.10 | 0.08 | 0.06 | 0.04 | 0.04 | 0.02
TKFT 12%/L A/B6000 0.38 6 0.10 | 0.10 | 0.07 | 0.05 | 0.04 | 0.02
0.50mm
12R/L A/B60005 0.05 0.33 5 0.10 | 0.10 | 0.07 | 0.04 | 0.02
Max 0.05
TKFT 127/ A/B6000 E2 0.45 7 0.10 | 0.10 | 0.08 | 0.06 | 0.05 | 0.04 | 0.02
N L b:??g‘t 0.60mm Flat
xternal
Metric Tresting 12R/L A/B60005 0.05 0.40 6 0.10 | 0.10 | 0.08 | 0.06 | 0.04 | 0.02
0.70mm 0.05 0.48 6 0.10 | 0.10 | 0.10 | 0.10 | 0.06 | 0.02
0.75mm TKFT 12%/L A/B60005 0.05 0.52 7 0.10 | 0.10 | 0.10 | 0.08 | 0.07 | 0.05 | 0.02
0.80mm 0.05 0.56 7 0.10 | 0.10 | 0.10 [ 0.10 | 0.08 | 0.06 | 0.02
0.05 0.71 8 0.15 | 0.15 | 0.12 [ 0.10 | 0.08 | 0.06 | 0.03 | 0.02
1.00mm
TKFT 12%/. A/B60005 0.10 0.66 7 0.18 | 0.15 | 0.12 [ 0.10 | 0.06 | 0.03 | 0.02
127/L N6001 0.05 0.90 9 0.20 | 0.18 [ 0.13 | 0.10 | 0.10 | 0.07 | 0.05 | 0.05 | 0.02
1.25mm
0.10 0.85 8 0.20 | 0.18 [ 0.13 | 0.10 | 0.10 | 0.07 | 0.05 | 0.02
1.50mm TKFT 12R/L N6001 0.10 1.04 10 0.20 | 0.18 | 0.14 | 0.12 | 0.10 | 0.10 | 0.08 | 0.05 | 0.05 | 0.02
e 4 shamyy | 28 F/inch TP 0.05 0.67 7 0.18 | 0.15 [ 0.12 | 0.10 | 0.06 | 0.04 | 0.02
ERFETRL |, TKFT 12%/. A/B55005
Parallel Pipe Theadng | 19 ZF/inch  TPI 0.05 1.01 9 0.20 | 0.18 [ 0.14 | 0.12 | 0.12 | 0.10 | 0.08 | 0.05 | 0.02
24 F/inch TP 0.05 0.79 8 0.18 | 0.18 | 0.12 [ 0.10 | 0.08 | 0.07 | 0.04 | 0.02
- . s | 20 F/inch TPl 0.05 0.96 9 0.20 | 0.20 | 0.15 | 0.10 | 0.10 | 0.08 | 0.06 | 0.05 | 0.02
BREL |, TKFT 12%/L A/B55005
Whitworth Theadng | 18 ZF/inch  TPI 0.05 1.07 10 0.20 | 0.18 [ 0.15 [ 0.12 | 0.10 | 0.10 | 0.08 | 0.07 | 0.05 | 0.02
16 F/inch TPl 0.05 1.21 11 0.20 | 0.18 [ 0.15 [ 0.15 | 0.12 | 0.10 | 0.10 | 0.08 | 0.07 | 0.04 | 0.02
LY 2T 4E = -9
EZFAPPRLATER, ATPAEFRERSMERE
——— /% KYOCERG
iPhone iPad Android
o} KMOCERE

iEI‘II_EIH

R B 7E IR W i [ USRS

ZIII".II:_EIB

=& YIHITA| #% | http://www.kyocera.com.cn/prdct/cuttingtool/index.html

& PEIESERERATE

W TREE AR

LT EILR T EHE7005 KT AT 15HA3IE 1402 (200072)
TEL:021-3660-7711 FAX:021-5638-6200
http:/lwww.kyocera.com.cn/prdct/cuttingtool/index.html
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