3 KYOCERA |

MEGACOAT

Series for Small Part Machining

For Steel Cutting

MEGACOAT NANO P R 1 425

High cutting speed and long tool life
with Special Multilayer Nano Coating

For Stainless Steel Cutting

acorr PR1225

Consistent and reliable machining
with Kyocera’s proprietary thin
coating technology
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Two MEGACOAT Varieties

MEGACOAT NANO

First Choice for
Steel Cutting

Superior performance in various steel cutting
applications through the use of Kyocera’s
proprietary multi-layer MEGACOAT NANO coating

MEG }\ COAT
PR1225
f l W
First choice for stainless steel machining. This first

generation MEGACOAT grade maintains sharp
cutting edges with it high bonding strength and

smooth, thin coating

M 2 MEGACOAT Varieties for Long Tool Life

40 N
MEGACOAT NANO -

a Vo)
2 had™
£30 o O
% 25 TiCN ‘ M E@A@@AT MEGACOAT NANO protects against
= TiAIN wear and fracture with its high
[l 20 - hardness (35GPa) and superior
g 15 T|N oxidation resistance (oxidation

temperature: 1,150°C)
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Two MEGACOAT Varieties

J8 The high bonding strength of the MEGACOAT
) technology provides the coating stability
required in Swiss machining

coating peeling

MEGNQﬁOAT  Coating Stability Measurement

0
PR1425

MEGACOAT
PR1225

Work Load

Scratching With Certain Pressure

Competitor A PCD

Coated Layer
Competitor B

coating peeling

Carbide Substrate
‘Low Work load Hig;h
eApplication range
* Steel * Stainless Steel
N 4 )
High speed g epzEd
Hih sposd [PR1 425 Hanspeed | | PR1425
N
Medium speed ] Medium speed J
[Ve=490sim] [Ve=330sfm]
Low speed — Low speed
ve-teosiml | | PRO30 PR1225 [Ve=160sfm] PR1225
J
Continuous Light interruption Heavy interruption Continuous Light interruption Heavy interruption

PR1425 1st recommended grade

PR1225 High reliability in interrupted cutting
PR1225 Stable cutting at low to middle speed
PR30 Stable cutting at low speed

PR1225 1st recommended grade
PR1425 Extended tool life in high speed cutting
PR930 Extended tool life in low speed cutting




Featured Chipbreakers

M 3 Featured Chipbreakers to Solve Chip Evacuation Problems

3 Molded Sharp Edge Chipbreakers

Excelf
Nt Chij

General Purpose Finishing Micro Finishing

e Chipbreaker Application Map

(in) (in)
0.197 [ e
(Steel) (Stainless steel)
0.158 — 0.158
€ o11ef € o119 |
O O
S GQ Q
© o079} © 0.079 |- GQ
0.039 |- GF 0.039 - [C //G,F
——— CF = CF
0.002 0004 0.006 0.008 0.002 0004 0006 0.008
f(ipr) f(ipn)

New chipbreaker series delivers excellent chip
control in a wide range of cutting.

Advantage 1

Sharp cutting performance due to the ground
Ady B edge periphery.

The mirror polished insert provides improved
adhesion resistance and an improved surface finish.

Advantage 3

_—




Featured Chipbreakers

Chip Evacuation Comparison | I Rt e

Available in wide a wide range of applications: 55 Chipbrea'ge(f‘s Ve=3830sfm (We) DCCGT3%fOi
” ompetitor
D.0.C.=0.032-0.197"(steel) LR e e o8] — | ~ [ | &
D.0.C.=0.032-0.119"(stainless steel) £0.098 | | gooss| | ~~ =
g 0.079 — || Soore| | o~ [
) ) ) S 0.060 o S o060| x
-+ Low cutting force design with 0.040 . 0.040 Uristable chips ) #»
small chipbreaker gap 0.032 = - ooz | £ B
. - Achieves chip control at low 0001 0002 0003 0004 0001 0002 0003 0004
ipr) flipr)
GQ | depths of cut
General Purpose 304SS Vc=260sfm (Wet) DCGT32505
GQ Chipbreaker Competitor F
0118 | o - 0118 | o S
£0.098 -~ ___f'" £0098 :gﬂ- 1
Soore ; it Soore ( urstable chips
+ Enables cutting over a wide range of conditions by using the |  Sooeo| - © 0.060 ) —
optimum chipbreaker width according to the cutting depth 0.040 [ B o0d0| o i i
0.032 X 0.032 ‘ '? + i
0001 0002 0003 0004 0001 0002 0003 0004
flipr) fiipr) J
Applicable D.O.C. range from 0.010 to 0.049” 1045 Vc=330sfm (Wet) DCGT32505
) GF Chipbreaker Competitor G
.‘J O S -
High breaker dot apart from ridge line of cutting edge 0os0| i |.nE e | 0050 [ o= e /-p" \
Good heat resistance and chip control — ‘ T A
0040 - Tl | ga e o 0040 __J"E, | thtabé'phj'ps :
8 0030 | it | “‘1 wi v | 8 00| - \\ s
Increased sharpness through the use of a large rake angle = = e -
0020 i el | = 0.020
Dot located close to ridge line of cutting edge on corner o010l 7 il L 0.010 “
Chips broken into small pieces at small depths of cut Eo _ 5
0001 0002 0003 0004 0001 0002 0003 0004
flipr) f(ipr)
Applicable D.O.C. range from 0.001~0.008" 3048S Vc=330sfm (Wet) CCGT110905
CF Chipbreaker Conventional grinding breaker H
Consistent curled chips through the use of a unique 0004 ” o 0004 i ‘-’
chipbreaker geometry S e —— S ‘
o = o
a & -
> B
Increased sharpness through the use of a large rake angle 0.002 = 0.002| =, M ) [.*
Prevents edge build-up and reduces burrs p—— - |
0.001 0.002 0.001 ] 0.002
flipr) f(ipr)
Expanded MEGACOAT Series Lineup
s M) s s B
Economical Double-sided Insert Optimum Choice for Larger Swiss Lathes Expanded Lineup for Cut-off, Back

Turning and Threading

$
Small Double—SidedjooIing) Double‘Sided 11.00ling for
' KTKEF, Series for. Automatic Lathes

gt
for Automatic Lathes P 3 -~ W Automatic Lathes )
AR\ S Z o




For workpiece diameter
over 0.24" C) PAGE 11

Specially designed economical double-sided insert for small diameter workpieces
Sharp cutting performance equivalent to positive inserts, but with twice the number of cutting edges!

Newly developed double-sided inserts optimized for
automatic lathes

TNGG 3/8"ic TNGU 7/32%c

Advantage 1

Ground and molded chipbreakers are available

2
Advantage for applications from roughing to finishing

Conventional , N . .
Double-Sided Insert Small Double-Sided Insert advantage 3 Minus-only tolerance on ground insert corner radii
- Surface Roughness Comparison (sharp edge) - Toolholder Without Offset
Sharp cutting equivalent to positive inserts and excellent surface roughness
1.5

Double-sided Type
DNGU22205MFR-U (PR1025) }\‘

!

Positive Type
DCGT32505MFR-U (PR1025) T

o
&)

Surface roughness Ra (m)

o
o

0 10 20 30 .40 50 No Interference with
Cutting Time (min) Sub Spindle
Cutting Condition

Workpiece Material : 1045 Vc=330sfm, D.0.C.=0.059in f=0.001ipr (Wet)
For workpiece diameter
over 0.625"

Double-Sided Tooling for Automatic Lathes
Polished Face and Sharp Edge TK Chipbreaker

Economical double-sided molded Chipbreaker with G-class accuracy

Superior adhesion resisitant
polished surface

Smooth cutting with
sharp edge prep

Low cutting resisitance design
Available in a wide D.O.C. range: 0.039~0.197in

KTKF for Cut-off, Back Turning and Th_ ABS/ABW for Back Tur_

For a wide range of applications Long tool life through MEGACOAT technology
.I A =4
>
@ Page 14 @ Page 10
Extended tool life and stable cutting with MEGACOAT Series




Case Studies

Case Studies

Bearing Steel

Cylinder

*Vc= 680~740sfm

+D.0.C.= 0.039in (External Tuming)
+ f = 0.005ipr (External Tuming)

Shaft

« Ve= 670sfm

+ D.0.C.=~0.060in
- f =0.004ipr

<—|_|

* Wet
+ DCGT32505MFP-GF
(PR1425)

- Wet
+ DCGT3251MFP-GQ
(PR1425)

PR1425 700pcs/edge . PR1425 | M an 2000 pcs/edge .
(Molded (gglr)?egset:t/%llj Coated) 25OpCS/ edge Sompetitor

(Molded Chipbreaker / PVD Coated) Less than 800 pcs/edge

PR1425 achieved 2.8 times longer tool life than the competitor |
(Molded Chipbreaker / PVD Coated)
Competitor | Vc=620~660sfm

PR1425 achieved 2.5 times longer tool life than the competitor J
(Molded Chipbreaker / PVD Coated)

Evaluation by the Customer

Evaluation by the Customer

404C SS

Clutch Shaft

« Ve= 200sfm

+ D.0.C.=0.010~0.051in

- £ =0.001ipr

- Wet

+ CCGT215013MFR-U
(PR1225)

Flange

* Ve= 280sfm

+ D.0.C.=~0.060in

+ f =0.001~0.002ipr

* Wet

+ DCGT32505MFP-GQ
(PR1225)

PR1225 14,500pcs/edge . PR1225 400~450pcs/edge .
ki oo PV Gost 4,000pcs/edge . 250~300pcs/edge

(Ground chipbreaker / PVD Coated)

PR1225 increased 3.6 times as many workpieces, compared to Competitor K
(Molded Chipbreaker / PVD Coated).

Partially interrupted cut due to a pre-machined flat on the OD
PR1225 increased 1.5 times as many workpieces, compared to Competitor L

(Ground produced / PVD Coated).
Evaluation by the Customer Evaluation by the Customer

é Technical Tips

For free-cutting steel, the best combination is PR1425 offers extended tool life in large diameter
PR1425 with J Chipbreaker. workpiece machining at higher cutting speeds

"

PR1425 Competitor

Maintained good edge condition with less crater wear and built-up edge a

Molded Inserts also
available

Cutting Condition
Vc=400sfm D.0.C.=0.02" =0.0016ipr
Worpiece Material SUM24L (Wet) Cutting Time 150




® Positive Inserts

® Positive Insert Identification System Cimemeteni) Slaces
Shape T} 0
Left-hand Description N N\
shown I.C. [Thickness| Hole Cg(r;)er Esg?ef Si|| &
CCGT21502 MER -U £ =
CCGT 110902MP-CF <0.004 [ IR ]
‘ Minus tolerance for corner-R(r € ) Chipbreaker shape ‘ § @ 110905MP-CF 0.138 | 0.055 0.075 0008 ° °
2 70
% CCGT 141102MP-CF odeo | oot | oot <0.004 [ IR ]
harp ) X X
‘ Sharp edge Fend ‘ St s/ 141105MP-CF <0008 oo
CCGT 21502MFP-GF <0.004 [ IR
21505MFP-GF 0250 | 0.094 | 0.110 | <0.008 [ IR
g - 2151MFP-GF 0016 o | o
CCGT21502 ME P-GF % - &
T T T £ CCGT 32502MFP-GF <0.004 [ IR
‘ Minus tolerance for corner-R(r € ) H L{ Chipbreaker shape ‘ Shggﬁs?(é%e/ 32605MFP-GF 0375 | 0.156 0173 | <0.008 L4 ®
3251MFP-GF <0.016 [ J [ ]
‘ Sharp edge Mirror finish on insert top face ‘ CCGT 21502MFP-GQ <0.004 L] [
5 21505MFP-GQ | 0250 | 0094 | 0.110 | <0.008 o | o
3 %
g \Q// 2151MFP-GQ <0016 ol e
> ; 70
g CCGT 32502MFP-GQ <0.004 [ IR
. 2 | ShapEdge/
* Use of Minus Tolerance for Corner-R(re) E| "rooed S G 0575 | 0186 | 0173 | <0008 o o
3251MFP-GQ 0.016 [ J [ ]
The actual corner-R of the workpiece may become larger than <
, - - 5 CCMT 21505GK 0.008 °
R0.008" when machined by an insert whose corner-R(re) is 0.008". 2 0250 | 0004 | 0110 :
2 2151GK 0,016 °
In such case, an insert with a minus-only tolerance for the corner- g COMT 32505GK oars | ot | o 0.008 ! °
R(re) is recommended. § 3051GK - : : 0.016 °
c CCMT 21505HQ 0.008 [
5 0250 | 0.094 | 0.110
3 2151HQ 0016 °
2 COMT 32505HQ 008 | 7 | ®
c
S 3251HQ 0375 | 0156 | 0173 | 0016 [ ]
C
T 3252HQ 0.031 )
=R0.008” MAX -
Fig. 1 Comner-R on the drawing £ OCMT 3252 0875 | 0156 | 0173 | 0081 | 7 | @
2
s Fine" Edae for Hiah i 4 Lona Tool Li CCGT 212013MF <0002 oo
uper Fine ge for High Quality and Long Tool Life BOIMF 0008 ol e
* Recommended for mechatronics, electronics, and high precision machined parts g 21505MF 0290 | 0094 | 0.110 <0.008 o o
® Sub-micron accuracy possible g 2151MF <0016 | 7 o o
§ CCGT 325013MF <0.002 L )
High Quality Ground Insert = | Sharp Edge 32502MF 0375 | o156 | oa7a | <0004 L
32505MF <0.008 o o
+ Reduction of micro-chipping at ground edge 3251MF <0.016 [ I ]
- Less edge build-up - Long tool life CCET 1109013M-FSF <0.002 L4
Super Fine 110902M % -FSF <0.004 [
0.138 | 0055 | 0075
110905M %L -FSF <0.008 [}
g 11091M-FSF o0 | )
g CCET 1411013M-FSF <0002 °
141102M%-FSF <0.004 [}
Sharp Edge / 0.169 | 0071 | 0.091
Precision 141105MPL-FSF <0.008 [ ]
14111M%-FSF <0016 [}
CCET 1109013M% -F <0.002 [
110902M"% -F <0.004 [
. 0.138 | 0055 | 0075
E-class Turning Insert o 110905M% -F <0008 °
j§ 11091MAL-F 0016 | 7 | ®
« Accuracy of index position after insert replacement = CCET 141102MFL-F <0.004 [}
Sharp Edge
141105M%-F 0169 | 0.071 | 0091 | <0.008 [ ]
Thickness Tolerance
j TH1IMAEF <0016 °
T +0.005” mp | 0001 CCGT 1100013M% -F <0002 °
110902M % -F 0.004 [ ]
; (Conventional) (E-Class Insert) CEA, 0138 | 0055 | 0075 |
110905M%-F <0.008 [}
g 11091M% -F o0 | )
g CCGT 141101aM% -F <0002 °
Sharp Edge 141102M%-F wieo | oot | oger | %% °
141105MAL-F <0.008 [ ]
14111IMRL-F <0.016 [ ]

®  Standard Stock



Dimension(in) Grades Dimension(in) Grades
Sh:
Left-?-upaend Description X g g Lesfr-ipaid Description ) g g
shown 1.C. |Thickness| Hole Cg(r’;)er Eﬁg‘l’; E E shown 1.C. |Thickness| Hole C,;’(’r”z)e’ Eﬁgfef E g
oo oo
Super Fine CCET 215013MF.-USF <0.002 [ ] DCMT 21505GP 0.008 °
21502MF-USF | 0.250 | 0094 | 0110 | <0.004 ) o o IER 0250 | 0094 | 0110 oo o
3 2 v
8 21506MF-USF <0008 |, ® £ DCMT 3251GP 0016 °
3 CCET 325013MF?,-USF <0.002 ° — 0375 | 01% | 078 | .
Sharp Ed 30500MFAL-USF | 0875 | 0156 | 0.173 | <0.004 ° '
il 32505MFR/L S s o DCGT 21502MFP-GQ <0.004 oo
L- <V
£ - 2! .094 11 .
e o P g 21505MFP-GQ | 0250 | 0094 | 0110 | <0008 o | e
(o) |
21502MFH-U | 0250 | 0084 | 0110 | <0004 ° : \\Oﬁ? 2151MFP-GQ Qo) |0 ®
5 21505MF-U <0008 ° £ Stap e/ DOGT 32502MFP-GQ <0.004 LA
LE CCET 325013MFRL-U 0002 | 7 ) & ote 32505MFP-GQ 0375 | 0156 | 0.173 | <0.008 [ NN ]
3 32502MF%.-U o | o <0004 ° 3251MFP-GQ <0016 o0
. . 0173
Sharp Edge 32505MFRL-U <0.008 ) DCMT 21505GK 0.008 °
3251MFE-U <0016 ot 5 2151GK 0250 | 0004 | 0110 | 0.016 °
COGT 215013MF%-U <002 ®| |3 o 21526K 081 °
21502MF%-U 0.004 [} : 7°
o 0250 | 0094 | 0110 | g DCMT 32505GK 0.008 °
21505MF%-U <0.008 [} 2
3 £ 3251GK 0375 | 0456 | 0.173 | 0016 °
8 2151MFRL-U <0.016 - [} 252K oo o
z CCGT 325013MF%.-U <0.002 ° :
3 DCMT 21506HQ 0008
Sharp Edge 32502MF%-U <0.004 [} d
0.375 0.156 0173 c 2151HQ 0.250 0.094 0.110 0.016 Y
32505MFAL-U <0.008 [} 5
o
3251MFY-U <0016 ° 2 2152Ha ol ] e
CCET 215013MF%.-J 0002 R | R g DCMT 32505HQ 0.008 °
Q2
21502MFR-J 0250 | 0094 | 0410 [ <0004 | 7° | ® | @ &£ 3251HQ 0375 | 0156 | 0.173 | 0016 °
E 21505MF%-J <0.008 [ N ] 3252HQ 0.031 °
z
81 g/ CCET 32502MF%-J <0004 oo DCGT 215013MF 0002 oo
ape 0ge 2505MF A, - 0375 | 0156 | 0.7 ! 7 e| e
Precision 32505MFR-J 3 | <0.008 N 000 ol e
3251MFRL-J <0.016 [ I ] 0250 | 0094 | 0.110
> 21505MF <0.008 o0
° CPMT 25151GP 0313 | 0004 | 0130 | o016 ° £
g 5 2151MF 0, oo
= CPMT 321GP 0016 | 110 | ® ° ° Dl
< 0.375 0.125 0173
& -~ . o 2 | sharp Ecge | DOGT 325013MF <0002 oo
2
E T 0 ° 32502MF <0.004 o e
2 0313 | 0094 | 0138 0375 | 0186 | 0173
g 3929HQ : : ! 0.031 ) 32505MF <0.008 [ ] [ ]
‘ e
g CPMH 1821HQ vs | oras 0016 ° 3251MF <0016 )
5 . . 0177
£ 090308HQ 0031 ° DCMT 2151XP 0250 | 0094 | 0110 | 0016 °
= CPMH 25151 0,016 ° 3
g osts | st | orss 3 0 DOMT 32505%P ows || ®
g 25152 ot |, o 5 3051XP 0375 | 0156 | 0178 | 0016 °
S CPMH 321 0016 °
8 2 0375 | 0125 | 0477 o 3252XP 003t L4
0.031
DCET 215013M%.-FSF <0002 °
5 CPMT 25151XP 0313 | 0094 | 0130 | 0016 [ ]
£3 21502M"%-FSF <0.004 [ ]
88 CPMT 321XP 0016 | 11° | @ Super Fine 0250 | 0094 | 0.110
z oo ors | o5 | orrs | . 21506M¥-FSF <0008 °
— A
jo2}
o| o |DOGT 21502MP-CF <0004 o o |= AR Dkl e
5 ‘@ P NSTSYUN 020 [ ooos | o0 | o ol e i< 0 DCET 325013M"% -FSF 0002 °
ind 7
S| Swpeap/ DCGT 32502MP-CF oas | orms | ors <0.004 o o it e Precsio 32502M % -FSF 0575 | o6 | o1 <0.004 °
= | [Polshed 32505MP-CF <0.008 o | o 32505M%.-FSF <0.008 °
DCGT 21502MFP-GF <0.004 o o 3251M%, -FSF <0016 °
. : 21505MFP-GF | 0.250 | 0094 | 0110 | <0.008 o | e DCET 215013MF 0002 A
£ @ 2151MFP-GF | e e T 00 °
£ | spruges |DCCT 32502MFP-GF <0.004 e | o L 0250 | 0004 | 0110 0008 °
- <U.
Polished 32505MFP-GF | 0.375 | 0.156 | 0173 | <0008 o |0 o
< 2151MRL-F <0016 ®
3251MFP-GF <0016 e o 5 o 7
= d
DCGT 21502MP-CK oo | oo | o | O o | o © DSy TP <0002 R
2 ) - ’ : | 0.004 [
£ @ 21508MP-CK one| | @@ Sharp Edge 32502M%-F oas | oxss | ors | %
£ | smpeiges |DOGT 32502MP-CK oars | oms | oars | 0% o | o 32505M%L-F <0.008 L4
Poshed 32505MP-CK <0.008 o | 0 3051MA-F <0016 °

Inserts whose corner R(e) is expressed with less than symbol (Ex:<0.002,<0.004) indicate models with minus-only tolerance for the cormer R(e).
@ : Standard Stock

R : R-hand only



® Positive Inserts

Dimension(in) Grades Dimension(in) Grades
Sh
Leﬂ-el\'npaid Description . g E‘u’ Lesf':—ilja?'\d Description X R cua
Showy 1.C. [Tnickness| Hole | Comer | Retel E E shown 1C. [Tnickness| Hole | Comer | Retel E E
o o o -9
DCGT 215013MFL-F <0.002 [ ] TCGT 1515013MFA-U <0.002 [ )
21502M°L-F <0.004 [ 151502MFRL-U 0187 | 0094 | 0091 | <0.004 [ ]
0250 | 0094 | 0.110
21505M%. -F <0.008 Y % 151506MF™.-U <0.008 )
g o S15TMALE oo | o| | TCGT 22013MF%.-U ooz | 7 °
(%}
c DCGT 325013M#%-F <0002 o |~ 2202MF%-U 0250 | o1zs | om0 | 0% i
Sharp Edge R ’ ’ ’
30500M% - <0004 ° Sharp Edge PP <0008 ¢
0375 | 0156 | 0173 d 00 °
32505M%.-F <0008 ° A 00
o TPGT 151502MP-CF <0.004 { BN )
3251M%-F <0016 [ ) £ y 0187 | 0094 | 0.091
DOET 215013MFL-USF 0002 ol |& : oroponper %8 et
d ! £ 110
' < s TPGT 181502MP-CF <0.004 oo
o | supere 21502MFRL-USF | 0250 | 0094 | 0.110 | <0.004 ) g Shsr? Ehd%e / 181505MP-CE 0219 | 0094 | 0118 0008 PP
3 - . ° alishe
E 21505MFAL-USF <0.008 . TPGH 151502% oo ®
S it o P DCET 325018MF% -USF <0002 d 1515057 0187 | 0094 | 0091 | 0.008 °
32502MFRL-USF | 0375 | 0156 | 0.173 | <0.004 ) 15151% 0016 °
32505MFAL-USF <0.008 [ ] TPGH 181502% 0.004 Py
DCET 215013MF%.-U <0.002 R 181505%% 0219 | 0094 | 0118 | 0.008 )
21502MFRL-U 0250 | 0094 | 0110 | <0.004 ° 18151% 0016 °
9 21505MF.-U <0.008 ] g TPGH 21506% 0.008 ]
3 5 0250 | 0094 | 0.138 11
< 0 DOET 325013MF™.-U oo | 7 | R & 2151% 0016 °
3 32502MF*L-U <0.004 ° Shape Edge | TPGH 2205 0.008 L
Sharp Edge A0505MEYLU 0875 | 0186 | 0173 | o ® 2217, 0250 | 0125 | 0130 | 0016 °
R
3051MF%-U 0016 R 222% 0.081 hd
TPGH 3205% X
DCGT 215013MF%.-U 0.002 ° A 0008 ¢
321%L 0375 | 0125 | 0177 | 0016 [ ]
21502MFRL-U 0.004 [ )
— 0250 | 0094 | 0.110 ° 3227 0.031 °
MR- 0.008
5 . o TPGH 2205%-H 0.008 °
E o ZR Y 0o | L. hd = 21%-H 0250 | 0125 | 0.130 | 0016 °
& | Sharp Edge DCGT 325013MFR-U 0.002 ° g 2008 H 003t | 110 | @
5
S25020FL-U 075 | o015 | 0173 | oo * g WS e osrs | oazs | orrr | 00 °
32505MFRL-U 0.008 [ ) = | Shape Edge 3008 -H ’ ) ) 0.031 °
3251MFRL-U 0016 [} TPMT 181505GP 0.008 °
0219 | 0094 | 0.110
3 o DCET 215013MF%.-J 0.002 R|R ) 18151GP 0.016 °
& - o 5 TPMT 221GP 0016 °
2 | St/ 21502MF.-J 0250 | 0094 | 0110 | 0004 | 7 | @ | @ é 020 | 015 | 0130
- Precision 21505MFAL-J 0.008 [ BN ) 222GP 0.031 )
3 Super Fine DCET 325013MF#.-JSF 0.002 PY TPMT 321GP 0375 | 0125 0.177 0.016 [ ]
(0]
“g- o 32502MFAL-JSF 0375 | 0.156 | 0173 | 0004 | 7° [ ] TPMT 1:1:?2:]@ 0219 | 0094 | 0110 22?8 :
3 016 | 11°
~ | SaEdge/ Precisn 32505MF*.-JSF 0.008 ° c
3 TPMT 2205HQ 0.008 [ J
DCET 325013MF%.-J 0.002 R 3
3 — oot o s 221HQ 0250 | 0125 | 0130 | 0016 )
< o ) 0a7s | 016 | 0173 | 7 £ 222HQ 0,031 °
R -
3| sharp Ecge 32505MF%.-J 0.008 d 2 TPMT 3205HQ 0.008 °
R)
3251MF-J 0018 R 321HQ 0375 | 0125 | 0177 | 0016 °
- DCGT 325013MFA.-J 0.002 [ ] 329HQ 0.031 °
8 o 32502MF - oas | o1 | 073 0004 | L 3 TPMT 18151XP 0219 | 0094 | 0110 | 0016 °
z 32505MF¥,.-J ' ' ' 0.008 ° 4] TPMT 221XP 0016 o
— | Sharp Edge S 0250 | 0425 | 0.130
3251MFRL-J 0016 ) £ 200XP 0031 | 11° | @
"R < TPMT 321XP 0016 °
o JCET 110905M%.-F 0.008 [ § il 0575 | ooss | o477
@ 0138 | 0055 | 0075 7 2 0.081 hd
E 11091M%L-F 0016 [ 2
Sharp Edge z o VBMT 221GP 0250 | 0425 | 0110 | 0016 | 5 | @
o> TBGT 12102MP-CF 0.004 [ BN ] =
£ > VBMT 2205VF 0.008 [ ]
2 | 1 £
£ 0186 | 0083 | 0091 5 g 0 221VF 0250 | 0125 | o110 | 0016 | 5 | @
B = 12105MP-CF 0.008 o0 £ oooVF 0051 °
= Polished
=43 0 VBMT 221HQ 0.016 [ J
%3 0250 | 0126 | 0.110 5°
TBET 121013M% 0.002 [ J 2% 299HQ 0.031 °
jo2}
£ ATk orss | ooss | ocor | *% | & | ® o | Suerfine | VBET 22013M-FSF <0002 °
c . : . <
£ 12106M% 0.008 L 2 o 2002M%.-FSF 0250 | 0125 | 0.110 | <0004 | &° °
Sharp Edi £
arp Edge 1211M% 0016 L] = Sharp Edge / Precision 2205M "% -FSF <0.008 [
An insert which corner R(g) dimension is shown with an inequality sign (Ex:<0.002,<0.004) indicates minus tolerance of cormer R(g).
@®Standard Stock

R : R-hand only



® |nserts for back turning toolholders (AABS/SABS/AABW/SABW)

Dimension(in) Grades Dimension(in) Grades
Sh: Sh:
Leﬂ—?\gend Description . g\l, & Leﬂ—?\gend Description X :':‘\1, &
Shors 1C. [Thickness| Hole | Comer | Fetet E E shown 1C. [Thickness| Hole | Comer | Fetet E E
o | o o | o
VBET 22013MRL-F <0.002 [ J VPET 151502M% -F <0.004 [ J
£ < 0187 | 0004 | 0001
b 2202MAL-F 0250 | 0125 | 0110 | <0004 | 5 | @ o 151505MP-F <0.008 Y
& | Sharp Edge 2005M%-F <0.008 ° = o VPET 22013V <o | 1 R
<
) o VBGT 22013M%.-F <0.002 o T Sharo B 2202M%L-F 0250 | 0125 | 0.110 | <0.004 R
5 2202M% F 0250 | 0125 | 0110 | <0004 | 5° ° aip =g 2005MALF 0008 °
i | Sharp Edge J
2205M*%-F <0008 hd veeT tstotuse ||l o °
£ VBET 22013M%.-Y <0002 ° g | Suerfine 151505MF-USF | ' o | <000 °
D L/I X [ ]
z o 2 ozs0 | 0125 | om0 | | & . £ < | VPET 22013VF% -USF 002 | 110 °
= -
% | Sharp Edge BT <00 3 Shar Edge  Pecision 2009MFH-USF | 0250 | 0125 | 0.110 | <0.004 °
2
i 221MPAL-Y <0.016 [}
2205MFf-USF <0.008 °
VBGT 22013M%-Y <0.002 [}
VPET 151502MF%-U <0.004 [ ]
2202MFL-Y <0.004 [} 0187 | 0.094 | 0.091
£ - 151505MF™.-U <0.008 °
E] 2205M7%L-Y 0250 | 0125 | 0110 | <0.008 ° ]
S s J o
< o 221MAL-Y 0016 ° s < | \PET 22013VF U we | 10 | @
T 5° | d
2 Sharo £ SoOMALY 0031 ° Sham Edge 2202MF.-U 0250 | 0125 | 0110 | <0.004 )
2 paee 2205MFf-U <0.008 °
& VBGT 3305M%-Y <0.008 ° :
331MH-Y 0375 | 0187 | 0173 | <0016 o [5 VPET 22012MF%-J <0002 RIR
S3OMALY 0031 o [ f: <= 2202MF%.-J 0250 | 0125 | 0110 | <0004 | 11° | @ | @
2 VCMT 151505VF 0.008 ° 3 2205MF%.-J <0.008 L BN
S o 0.187 | 0094 | 0.091 I -
£ 15151VF 0.016 [ ] o £, WBGT 12102MP*.-CF <0.004 [ BN )
©
ve VCMT 151505HQ 0008 ° 2 o 0156 | 0083 | 000t -
£3 0.187 | 0094 | 0.091 e E y ' : ‘
28 < BB 005 ° g W 12106MP% -CF <0008 oo
e Polished
O\ iy | VPGT 2202MP-CF 0.004 [ BN )
o |l ) . WBMT 12105% -DP 0.008 °
5 - 0250 | 0125 | 0.110 11 0156 | 0083 | 000t
| " Fons 2205MP-CF <00 |2 1211%-DP o || @
2 | P, | VPGT 2202MFP-GF 0,004 oo 2 WBMT 1515057 -DP 0.008 °
z “?ﬁ%?f' 0250 | 0425 | 0.110 e . 0187 | 0004 | 0.091
£ o 2005MFP-GF <0.008 o |0 15151% -DP 0.016 °
VPGT 151502MP-CK 067 | ooee | 0001 <0.004 [ N J WBET 121013MPL-F <0.002 L
R g B 151605MP-CK | ' S oo ) 12102M%-F <0.004 °
é Sharp Edge/ | VPGT 2202MP-CK 0.004 " [ AN J 0156 | 0068 ) 0091 )
= - <. -
o e 0250 | 0125 | 0110 o [a = <0.008
2205MP-CK <0008 oo = 121MALF o6l 5 |e
C
VPET 151502M% -FSF <0.004 [ ] [ i
Super Fine 0187 | 0004 | 0091 WBET 151602M % -F <0.004 L
o 151505M% -FSF <0008 b Sharp Edge 151505M%L-F 0187 | 0094 | 0091 | <0.008 L
5 o VPET 22013M%.-FSF 0002 | 11° ° 515 00t °
- Sharp Edge / Precision 2202M% -FSF 0.250 | 0125 0.110 | <0.004 L4 An insert which corner R(e) dimension is shown with an inequality sign (Ex:<0.002,<0.004) indicates minus tolerance of comer R(e).
2205M "L -FSF <0.008 [ ) @ : Standard Stock

R:R-hand only L : L-hand only

Shape Dimension(mm/in)  |MEGACOAT NANO| MEGACOAT
Right-hand shown Description re PR1425 PR1225

= in ABS  15R4005M <0.05 (0.002") ° °
i 15R4015M <0.15 (0.006") PY P
ABW  15R4005M <0.05 (0.002") L ®
15R4015M <0.15 (0.006") ° °
ABW  23R5005M <0.05 (0.002") L ®
23R5015M <0.15 (0.006") ° °

* Inserts with corner R(re) dimension expressed in less than sign (e.g.<0.004, <0.006, etc.) indicate models with minus tolerance for corner R(re)
 For applicable toolholders, refer to the General Catalog.

@ : Standard Stock

10



11

Small Double-Sided Tooling for Automatic Lathes

® Stock Items

‘ Minus tolerance for corner-R(r £ )

L

‘ ‘With Honing

Chipbreaker shape

1

Dimension(in) Grades Dimension(in) ‘ Grades
Sl Descripti &8
.y ption N N
IRt e Sl I.C. [Thickness| Hole Cg[pse)r E E
o | o
£ DNGU 222013MFR-U <0.002 [ ]
2| . |CNGU 24202MFP-SK <0004 | @ | ® |
= S | 22202MFR-U <0004 | @ | @
> 0.295 | 0.125 | 0.142 *-';— 0.276 | 0.125 | 0.142
£ 22205MFR- 0008 | ® | @
2 24205MFP-SK o8 | @ | @ ||2 OSMFR-U <
| Sharp Edge / Polished Sharp Edge 2221MFR-U <0.016 | ® | @®
jo2}
% CNMU 24205E-GK 0008 | @ | @ TNGU 182013MFR-F <0.002 [ ]
,JE 0.295 | 0.125 | 0.142 g 18202MFR-F 0219 | 0125 | 0118 <0004 | @ | @
é 2421E-GK 0016 ° ° £ 18205MFR-F <0008 | ® | @
= | With Honing Sharp Edige 1821MFR-F <0016 | ® | ®
CNGU 242013MFR-F <0.002 [ ] TNGU 182013MFR-U 0,002 °
g 24202MFR-F <0004 | ® | @ )
2 0.295 | 0.125 | 0.142 3 18202MFR-U 0219 | 0125 | 0118 <0004 | @ | @
& 24205MFR-F <0008 | @ | @ || 5 18205MER-U. | : : ws| ® | ®
Sharp Edge giallling <0016 | @ | ® Sharp Edge 1821MFR-U w06 | ®| ®
CNGU 242013MFR-U <0.002 L] An insert which corner R(g) dimension is shown with an inequality sign (Ex:<0.002,<0.004) indicates minus tolerance of corner R(g).
3 24202MFR-U <0004 | @ | @ @ : Standard Stock
L; 0.295 | 0.125 | 0.142 R : R-hand only L : L-hand only
3 24205MFR-U <0008 | ® | @ o
utting Name Design Advantages
Sharp Edge 2421MFR-U <0016 | ® | ® Range
é DNGU 22202MFP-SK 0004 | @ | @ Superior chip evacuation and low
2 ; 0 . cutting force for machining steel
: - - . [ 2NN . —
: U 22205MFP-SK | 0276 | 0.125 | 0.142 | <0.008 Frigngedon | SK | *E— =] j@ o) and stainless steel.
§ Sharp Edge/ Poshed 2221MFP-SK <0016 | ® | @ ‘“"%ﬁ Cutting performance comparable
2 to positive insert.
5 DNMU 22205E-GK 0008 | ® | @ 006 Good chip evacuation at wide
D‘E; 0.276 | 0.125 | 0.142 MedumRoughng| ~ GK | 17 ‘o range through chipbreaker dot
3 2221E-GK 0016 | ® | ® 006, and wide chip pocket.
= | With Honing ‘,QFH . -
DNGU 222013MFR-F <0.002 ° Fiishing Fooes ™ Good chip control for finishing to
' light cutting with low cutting force.
g i 22202MFR-F <0004 | @ | @ -
% 0.276 | 0.125 | 0.142 Good chip control at low feed rate
i 22205MFR-F <0008 | ® | @ Low Feed U asn\ﬁ @ and varied D.O.C. with low cutting
Sharp Edge 2021MFR-F w0016 ®| ® [ force.
® Small Double-Sided TOOIing Identification System ¢ Chipbreaker Application Map
0.157
CNGU24202 ME P -SK
‘ Minus tolerance for corner-R(r € ) }J \—{ Chipbreaker shape ‘ 01 1 8 - (Steel)
‘ Sharp edge } } Mirror finish on insert top face ‘ D.O.C.
(in)
0.079 — N
1
CNGU24202 MFR- U |
1
‘ Minus tolerance for corer-R(r € ) u \—{ Chipbreaker shape ‘ 0039 — i
1
4
‘ Sharp edge } } Hand ‘ _____n-§’_‘ F
1 1 1
0.002 0.004 0.006 0.008
CNGU24202 MER- U o



e SCLN (Without Offset) (External/Facing)

L

Right-hand Shown

L1

Traverse rake angle: -6°

Cutting edge inclination angle: —-6°

Toolholder Dimension

CE Spare Parts
[9}
% Clamp Screw Wrench
Description Stock Unit Hi=h B L1 L2 F1 S g Applicable Insert
o =
SCLNR  1010K-07FF L] 10 10 120 10
1212F-07FF ® 85
1212K-07FF ° mm 12 12 120 15 12 0 0.2 CNGUL2As
1616K-07FF ° 16 | 16 16 SB-3080TR| LTW-10SS |  ZNNIUS45"
SCLNR  6-2.4FF ® 0.375| 0.375 | 6.00 0.375
8-2.4DF ® inch | 0.500 | 0.500 | 6.00 | 0.590 | 0.500 0 0.008
10-2.4CF ® 0.625 | 0.625 | 5.00 0.625
e SDLN (Without Offset) (External/Copying) ® : Standard Stock
30° Traverse rake angle: -6°
- ‘ m[ Cutting edge inclination angle: —7°
ol | J95°
L2
I L1
90°
g E
Right-hand Shown
Toolholder Dimension
% Spare Parts
% Clamp Screw Wrench
Description Stock Unit Hi=h B L1 L2 F1 S % Applicable Insert
) =
SDLNR 1010K-08FF ® 10 10 120 10
1212F-08FF ® 85
1212K-08FF ° mm 12 12 120 18 12 0 0.2
1616K-08FF | ® 16 | 16 16 SB-3080TR| LTw-10ss | [INGUES2-.
SDLNR 6-2.2FF ® 0.375| 0.375 | 6.00 0.375
8-2.4DF ® inch | 0.500 | 0.500 | 6.00 | 0.708 | 0.500 0 0.008
10-2.2CF ® 0.625 | 0.625 | 5.00 0.625
e STLN (Without Offset) (External) ® : Standard Stock
S Traverse rake angle: —6°
Elﬁ m Cutting edge inclination angle: -7°
® [
(%] 95
L2
L1
90°
- TlL | =
Right-hand Shown
Toolholder Dimension
’I“_ Spare Parts
2
o] Clamp Screw Wrench
Description Stock Unit Hi=h B L1 L2 F1 S g Applicable Insert
2 @D /
(re) %
STLNR 1010K-09FF ® 10 10 120 10
1212F-09FF L] 85
ok oorF e MM | 12 | 12 o 15 | 12 | 0 | 02
1616K-09FF [ J 16 16 16 SB-2570TR | LTW-8SS TNGU182..
STLNR 6-1.8FF ® 0.375| 0.375 | 6.00 0.375
8-1.8DF ® inch | 0.500 | 0.500 | 6.00 | 0.590 | 0.500 0 0.008
10-1.8CF ® 0.625 | 0.625 | 5.00 0.625
@ : Standard Stock
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Double-Sided Tooling for Automatic Lathes

e Stock Items

Dimension(in) Grades Dimension(in) Grades
0 | 0 _— o [0
Shape Description o N Shape Description NN
p 1C. | Tickess | Hole | oM~ | & | N IC. | Tidoess | Hole | Come- | ¥ |
Rlre) Tz Rte) | & | e
o o o | Ao
2 A TNGG 3305%-S 0008 | @
< CNGG  431FP-TK 006 | @ | @ .
3 <
T 0500 | 0.187 | 0.203 § 331%-S 0375 | 0.87 | 0150 | 0016 | @
& c -
> w
3 Sharp Edge / 432FP-TK 0031 | @ | @ Surface Finish Bl
g P Gl 332%.-S 0031 | @
> - (in) (in)
£ | . DNGG  431FP-TK 00t | @ | @ 0.197 0197
€ S 0500 | 0.187 | 0203 (steel) (Stainless steel)
% 0157 | 0.157 |
§ | SharpEdge/ 432FP-TK 0@ | @@
= Polished 0018 | 0018 |
> D.0.C. D.0.C.
=S TNGG  831FP-TK 0 | @ | @ 0079 | 0079
>
“E 0375 | 0.187 | 0.150 0.039 | 0.039 |
2| ShamEdge/ 332FP-TK I B e R
= Polished 0004 0008 0012 0.010 0.020 0004 0008 0012 0010 0.020
flipr) flipr)
*PCLN-FF (Without Offset) (External Facing)
50
»T\ Traverse rake angle: —-6°
_ Cutting edge inclination angle: -6°
Elﬁ [o) o
» 95°
L2
L1
=l B
Right-hand Shown
Toolholder dimensions (mm)
DE Spare Parts Applicable Inserts
(o}
j=s
8 Lever |LockScrew| Shim [Shim Pin| Punch | Wrench
Description Stock Unit Hi=h B L1 L2 F1 S 3
@ =
(re) & % Q a D /
PCLNR  1620JX-12FF O mm 16 20 120 | 26 | 20 0 0.8 | LL-2N | LS-2N ldi LSP-2 | PC-2 | LW-3 CNGG43...
*PTLN-FF (Without Offset) (External/Up Facing)
Traverse rake angle: -6°
- o , nclinat .
- [ (o) Cutting edge inclination angle: -6
» 95°
L2
l._ L1
TF] B
Right-hand Shown
Toolholder dimensions
DE Spare Parts Applicable Inserts
[0}
C
S Lever |LockScrew| Shim |Shim Pin| Punch | Wrench
Description Stock Unit Hi=h B L1 L2 F1 S =
- 4 <) || |2
(re) é
LC-32N
PTLNR  1620JX-16FF O mm 16 20 120 | 25 | 20 0 0.8 | LL-1N | LS-1N 10N LSP-1| PC-1 | FH-25 TNGG38S...

When using inserts whose corner R(r ) is larger than 0.063", please purchase a shim with * mark and use it in order to prevent workpiece and shim from interfering each other. O: World Express



Cut-off, back turning and threading with one toolholder! TKF for Cut-off ~ TKFB for back Tuming  TKFT for Threading
SR L e

F1

[
o Ni
- 1 1
A 2 i Clamp Sorew can be operates
)
)

KTKF % 1616JX-..(F2=10mm)
KTKF % 2020JX-..(F2=12mm)

shows above figure P

| = ST ]

KTKF%.2020.. Fig.1
shows above figurs L2 o L1 g
KTKE  10100X-..
Shows above figure
R-hand Shown R-hand Insert for R-hand Toolholder]|

Goose-neck Holder

= : I

L1

o F1
-

1
=
1‘4“

KTKFL1620JX-12

' 4 | | :@ 7? shows above figure Fig.2

L-hand Shown L-hand Insert for R-hand Toolholder
Toolholder Dimensions
Stock Dimension Spare Parts
2 Clamp Screw Wrench )
Description Unit s Applicable
© & Inserts
R|L Hi=h| B | L1 | L2 | F1 | T |G E /
KTKF L 6-12JX ® [ 0.375 | 0.375 0.590 | 0.375
8-12JX ® o 0.500 | 0.500 | 4.750 0.500 | 0.236 SB-4590TRWN | LTW-10S |TKFB12%L ...
10-12JX ® L h 0.625 | 0.625 0.625
inc
KTKF L 6-16JX ® ® 0.375 | 0.375 0.787 | 0.375
8-16JX ® ® 0.500 | 0.500 | 4.750 0.500 | 0.315 SB-4590TRWN | LTW-10S |TKFB167L ...
10-16JX ® ® 0.625 | 0.625 0.625
KTKF L 1010JX-12| O ) 10 10 15 10 Fio 1
ig.
1212JX-12| @ O 12 12 120 12 6 9 SB-4590TRWN | LTW-10S |TKFB12%L ...
1616JX-12| O O 16 16 16
KTKF AL 1010JX-16 | O ) 10 10 20 10
mm
1212JX-16 | O ) 12 12 120 12 8 SB-4590TRWN | LTW-10S |TKFB16%L ...
1616JX-16 | O ) 16 16 16
KTKF7L 1212F-12 ) ) 6 TKFB12%L ...
12 12 85 - 12 SB-4590TRWN | LTW-10S
1212F-16 ) ) 8 TKFB16"L ...
KTKFL 52-12JX o | 0.500 | 0.500 0.625
inch 4.750 - 0.236 SB-4590TRWN | LTW-10S |TKFB12L ...
62.5-12JX ® 0.625 | 0.625 0.750 Fiq.2
1g.
KTKFL 1216JX-12 O 12 16 16 9
mm 120 - 6 SB-4590TRWN | LTW-10S |TKFB12L ...
1620JX-12 O 16 20 20
+ Dimension T shows the distance from the Toolholder to the cutting edge. ®: Standard Stock

O: World Express
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TKF for Cut-off

@ Applicable Inserts for KTKF

¢ Dimension T shows the distance from the Toolholder to the cutting edge. For actual cutting diameter, see page 17
Cutting diameters of -12 type toolholders (@Dmax) are different depending on the insert grooving width.

Dimension (mm) A(nugie ME&\,&SAT MEGACOAT
Shape Description Applicable
Handed Insert Shows R-hand. D PR1425 | PR1225 Toolholders
w| @ re | T | H |od| ©
max R|L|R|L
TKF12"  050-S-16DR 0.5 5 e o o o
070-S-16DR 0.7 8 e o o o
100-S-16DR 1.0 ® o o o
003| 3 8.7 5 16°
125-S-16DR 1.25 12 [ 2RI ]
150-S-16DR 1.5 e o o o
Right lead angle 200-S-16DR 2.0 [ ] [ ] [ ] [ J
TKF12RL  050-S 0.5 ® o o o
070-S 0.7 ® o o o KTKE™, .. 12
100-S 1.0 N R A o o o o b
125-S 1.25 i ' ' L N )
150-S 1.5 e o o o
200-S 2.0 e o o o
TKF12%  100-T-16DR 1.0 ® o o o
150-T-16DR 1.5 12 0.08| 3 8.7 5 16° | ® | ® | @ | @
Right lead angle Tough Edge 200-T-16DR 2.0 e o o o
®: Standard Stock




® Applicable Inserts for KTKF

Dimension (mm) A(n;l)e ME,\?AAﬁgAT MEGACOAT
Shape - Applicable
Insert Shows R-hand Description W @D od 0 PR1425 | PR1225| Toolholders
re
mex T H RIL|R[L
s & TKF12"  100-T 1.0 o o 0|0
E \-ﬁﬁ:
TN 150-T 15 | 12 [ 008 | 83 87 | 5 |0 |@®@| @ @ | @
Tough Edge 200-T 2.0
s TKF12%  050-NB-20DR 05 | 5 o o
070-NB-20DR 07 | 8 o o
100-NB-20DR 1.0 0 3 8.7 5 |200| ®| @ KTKE™,
150-NB-20DR 15 | 12 L N ] A2
Right lead angle 200-NB-20DR 2.0 g g
e TKF12%  050-NB 05 | 5 e o
070-NB 07 | & o o
&..
- 100-NB 1.0 0 3 187 | 5 | |®|@®
. 150-NB 15 | 12 e o
Without Chipbreaker 200-NB 20 b g
@d
33 TKF16%  450.5-160R 15 o o o o
as ‘06\
/ . 16 | 005 4 | 95| 5 | 16°
200-S-16DR 2.0 e o 0|0
Right lead angle
R g @d
s TKF16%  450.5 15 o o 00
- 16 | 005| 4 | 95| 5 | 0°
N 200-S 2.0 o o 0|0
@d R
s . B8 TKF16
9;; b 15071608 15 o o o o
< et
e 16 [008| 4 |95 | 5 |16°
O, 200-T-16DR 2.0 o o o0
Right lead angle Tough Edge ] KTKF®L
.16
TKFE% 1507 15 o/ oo e
16 | 008 | 4 | 95| 5 | O°
200-T 2.0 e o oo
Tough Edge
TKF16"
k 150-NB-20DR 1.5 e o
16 | 0o 4 | 95| 5 | 20°
Right lead angle Without 200-NB-20DR 20 e o
Chipbreaker
TKF16% 150N 15 o o
16 0 4 95 | 5 0°
200-NB 2.0 o o
Without Chipbreaker

¢ Lead angle (front cutting edge angle: 0) indicates the angle when placed in the toolholder. @ Standard Stock
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Insert Cutting Diameter @Dmax

When Using Main Spindle Only

Workpiece max, D1=Dmax. Even if the cutting edge runs beyond
the center line, the insert does not contact the workpiece, since
the workpiece falls off.

(The clearance between the insert and the work is 0.2mm)

When using both Main and Sub Spindle

Workpiece max, D2=Dmax-(Programmed distance beyond the center) x 2

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 Tmm beyond the center, [D2=Dmax-1mmx2].
(Max. clearance between insert and workpiece is 0.2mm in radius.)

Main Spindle
» :

When the edge is at the center When the edge is Tmm beyond the center When the cutting edge locates at the workpiece center When the cutting edge exceeds Tmm over the workpiece

Main Spindle  Sub Spindle
¥

D2

]

TKFB for back Turning

TKFT for Threading

& 052 ©

%)
AN
m 1

* R-hand Shown * R-hand Shown
Dimension (mm) ME&S ’\élg%‘-‘ Pitch Dimension (mm) A(ng{e Ngﬁé '\C/lg%b-‘
- 0 0 Applicable - Applicable 0 L | Applicable
Description (3] [\ Description (3] [\
Toolholders Thread . Toolholders
Wia|B| e |[T|H|ed| &= | & “mm | ipt | e |s1]s2l 8| = | &
o o 14 [0
o o o o
TKFB 12R15005M | 1.5 0.25| 2.6 | <0.05 ° . [TKFT 12RA6000 09-06 | 4-ag |Max 005 04 2.1 e | o
KTKFR 12RB6000 e Fat 12,104 [ ] °
12R28005M o8loslas <0.05]3.0(8.7|5.2 [ ] [ J 1o 12RAG0005 L’}{l\] 0512 4820 | 006 0811.7] 60° ° ° WTKER
12R28010M <0.1 [} [ ] 12RB60005 o ) 1.7/0.8 [ ] [ ] 12
~1. ~ 0.1 25 1. [ ] [ ]
TKFB 16R38005M 005 ° ° CTRER 12RN6001 1~15 | 24~18 1.25|1.25
- 138l03|63 40/95|52 12RA55005 G,R R 40-16| 008 0.8]|1.7 550 [ ] [ ]
16R38010M <0.1 ° ° --16 12RB55005 | W » [17]08 o | o
ITKFT 12LA6000 Max0.05|2.110.4 [ ] o
TKFB 12L28005MR <0.05 [ ] e | N ~
S 108]03]46 308752 KTHEL 12LB6000 | 02-06164-48 | "e " 0.4 ] 2.1 o | o
12L28010MR <0.1 ° ) .
TZLACOOSS | N fos-tasfase| 005 (TLO8I00TL @ L @iy
TKFB 16L.38005MR <0.05 ® | kL 12LB60005 08]1.7 .12
—F3.8|0.3|6.3 4.0|95(5.2 16 12LN6001 1~15 [ 24~18| 01 |125]1.25 [ ] °
16L38010MR <0.1 [ ] 12LA55005 GR ] 016] 0m 17108 - ° °
Inserts with corner R(r€) dimension expressed in less than sign (e.g.<0.05, <0.1, <0.2, etc.) indicate 12L.B55005 W ) 08]1.7 [ [ J

models with minus tolerance for comer R (r€).

@ : Standard Stock



Cut-off with Sub Spindle

e KTKFS for small diameter workpiece cut-off with sub spindle

iz |l o7 B
338 A I Y ES me
R-hand Shown R-hand Insert for R-hand Toolholder L-hand Shown L-hand Insert for L-hand Toolholder
e Toolholder Dimmension
i Spare Parts
Std. Cut.tlng Dimension
- Dia. Clamp Screw | Wrench | Applicable
Description Inserts
R|L|@Dmax | Unit |H1=h| B | L1 | L2 | L3 |4 |F1 | T %
KTKFS™. 6-12JX ® | ® 0236~ 0.375 | 0.375 | 4.750 | 0.590 | 0.866 | 1.024 | 0.197 | 0.236 TKFS12%,
8-12JX o | o | 0472 | 0.500 | 0.500 | 4.750 1.024 | 1.024 | 0.197 | 0.236
6-16JX ® | ® 0551~ INCh =) 375 [ 0375 | 4750 | 0787 | 0866 | 1181 | 0.197 | 0315 | S5 F090TRN | LTW-10S .
8-16JX e | o | 0.630 0.500 | 0.500 | 4.750 | - | 1.024 | 1.181 | 0.197 | 0.315 TKFS16"%
KTKFSFL 1010K-12A ol o 10 | 10 | 120 | 15 22
1212F-12A oO| 0| 6~12 12 | 12 85 26 5 6 |SB-4050TRN | LTW-10S | TKFS12%.
1212K-12B |0 | © 120 ~ | 26
KTKFS%  1010K-16A | 0 | O MM ™40 |10 [120 ] 20 o
1212F-16A O | o| 14~16 12 | 12 85 30 5 8 |SB-4050TRN | LTW-10S | TKFS16°L
1212K-16B |0 | O 120] ~ | 26

Dimension T shows the distance from the Toolholder to the cutting edge. For actual cutting diameter, see page 17.
* Cutting diameters (@Dmax) are different depending on the insert grooving width.

%% L4 dimension is only for R-hand toolholders.

* Applicable Inserts

@ : Standard Stock

o MEGACOAT
Dimension (mm) A(n )Ie NANO HIECHCOAT
SiEpe Peseription N - oo
W | oD max re T H od (5]
Handed Insert Shows L-hand. R L R L
TKFS12%  100-S 1.0 6 [ J [ J [ ] [ )
150-S 1.5 9 0.05 2.2 8.7 4.4 0° [ ] [} [} [
200-S 2.0 12 [ J [ J [ J [ J
TKFS16L 150-S 1.5 14 [ J [ J [ J [ J
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* As shown in Fig 2 (of page 17), @D max indicates the cutting diameter of inserts where the top of the cutting edge progresses 1mm from the center.

* | ead angle (front cutting edge angle: 6) indicates the angle when a toolholder is attached.
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Kyocera Precision Tools

100 Industrial Park Road B Hendersonville, NC 28792
Email: cuttingtools@kyocera.com

Website: www.kyocera.com/cuttingtools

Distributor Website: http://mykicc.kyocera.com
Customer Service: 800.823.7284 - Option 1
Technical Support: 800.823.7284 - Option 2



