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GBA type GM Chipbreaker _.

Improved chip control and excellent surface finishiat{grooving
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Prevent frequent machine stop at
automated / unmanned production line
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GBA type GM Chipbreaker
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Good chip control tomeet wide application range
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Sharp cutting edge and MEGACOAT PR1215 realizes excellent surface roughness
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Stable machining at automated production line (prevent frequent machine stop)
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Center bump and dent squeeze and control chips
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Helps modifying chip shape
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Stable chip control at shouldering and chamfering
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Front bump:Stabilize chip control at low feed rate
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\ Smooth chip control due to optimum bump layout on the chipbreaker )
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High reliability and long tool life grooving by micro-grain carbidesubstrate and MEGACOAT technology 5] 1 000 —
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Machining cost reduction at high speed cutting by MEGACOAT with high hardness and oxidation resistance g 6 O O
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Suitable for shallow grooving of steel and stainless steel 400 |
— Comparison of wear resistance
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GM chipbreaker showed stable chip control from low feed to high feed range.
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SCr420 (940) Vc=200m/min ap=3mm f=0.1mm/rev
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GM chipbreaker improved surface roughness compared with Conventional Ground Chipbreaker F.
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GM chipbreaker breaks chips finer compared with competitors ground chipbreaker G.
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GM chipbreaker showed stable chip control at grooving and taper cutting compared with

conventional 3D chipbreaker H.
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. %EEEEE Standard Stock Items

S;ape g! E Dimension (mm) COAT I-R ) L gggﬁ
Description Applicable
BFAEFYIREBF R ERT A| T | ¢d W| B | re |PR1215 Toolholder
Handed insert shows Right hand.
GBA437% 150-020GM 1.50 o
175-020GM 1.75 ([ ) KGBAL...29-15
L...22"
185-020GM 1.85/ 35| 0.2 [} KGBAS"...22-15
200-020GM 2.00 o
230-020GM 2.30 ()
250-030GM |12.70| 4.76 5.5 | 2.50 ® | KeBAT 2225
265-030GM 2.65 @ | KGBASM...22-25
300-030GM 3.00 0.3 @ | KGBAM....22-25T5
"330-030GM| 330 >0 @  KGBASY...22-25T5
350-030GM 3.50 @® KGBA®L..22-35
400-040GM 4.00 04| @ |KGBASH...22-35
@:iZ#ETEE Standard Stock
. 20 Is
. 7 I-/_ jJ ﬂ’qk Chipbreaker geometry
GBA43%/.175-020GM GBA43F/.250-030GM
GBA437/.150-020GM l l
GBA437/.230-020GM GBA437/.400-040GM
. i@m*j@? ‘y 7 . mj]l]I Steel machining .X;’yl./zmm]l Stainless Steel machining
Material Application Map
o o 5E
Medium speed PR1215 Medium speed PR1215
1K & 1K =
m] I 8 Continvous i Light Interruption i Interruption m] T B Continuous i Light Interruption i Interruption
= A&
2 00 00 8% 2= 00 Q0 G

. }E“,‘-‘étﬂ ﬁ“%{’* Recommended Cutting Conditions

FyItitE . 5
(EDHIRRE m/min) OBANINIEFDZED (mm/rev) fatGrooving (mm/rev)
- Insert Grade @*ﬁﬁbbulﬂé@iﬁb (mm/reV) f at Turning (mm/rev)
HH (Cutting Speed: m/imin) @EED I TEF DA (Mmm) ap at Turnin (mm/rev) il
Workpiece Material MEGACOAT P & Remarks
GBA43%/.175-020GM | GBA43/.250-030GM
PR1215 GBA®/1150-020GM 0 2 GBA43%/.400-040GM
GBA43%/.230-020GM | GBA437/.350-030GM
& (SXXCE) 10.03~0.12 (10.03~0.12 10.04~0.15 (10.05~0.15
Carbon Steel 80~220 @0.03~0.08 20.03~0.09 20.05~0.1 20.05~0.1
(SxxC etc) (®Max0.3 (®Max0.3 (3®Max0.5 (®Max0.8
228 (SCMZ) 10.03~0.12 (10.03~0.12 (10.04~0.15 (10.05~0.15 BTt
Alloy Steel 80~200  |@0.03~0.08  |20.03~0.09  |20.05~-0.1 20.05~0.1 Wet
(SCM etc) (®Max0.3 (3®Max0.3 (3Max0.5 (3®Max0.8
AT VUASH (10.03~0.1 (10.03~0.1 (10.04~0.12 (10.04~0.12
(SUS304%) 60~150 20.03~0.08 20.03~0.09 20.05~0.1 20.05~0.1
Stainless Steel (SUS304 etc) (3Max0.3 (3Max0.3 (3Max0.5 (3Max0.8

¥ ERIRMEBANNIORMETY . ARBANINIOBE L. THRE. EVEEESH20%BE T IFTTFE0,
Above cutting condition is for external grooving. For internal grooving, set both cutting speed and feed 20% lower .
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R-hand Insert for R-hand Toolholder, L-hand Insert for L-hand Toolholder.
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L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

. /-1—\) bg‘j;ﬁ Toolholder Dimension

> BB && Spare Parts
B o= ?;:EIC% ~ & (IMMM)! Dimension(nm) 950?7152\,,\ U,g;
lamp Set Wrenc] EA}‘yj
|
ipti Applicable Inse;
Pesertion R|LHI=h H3| B [L1|L2|F1| A | T . .
KGBA™. 2020K22-15 @@ 20 20 [125 25
2525M22-15 ® @ 25|40 25 |150(%%5 30 | 10|40
2020K22-25 @@ 20 20 [125 25
2525M22-25 @@ 25 *0 25 |150|%55 30 | 20|45
2020K22-25T5 ®® 20, 120125, 25,
2525M22-25T5 @@ 25 ™| 25150/ 30 | 77| LGBA-22%S | FT-15 | GBA43%51 7 Type
2020K22-35 ®® 20|, 120125, 25, |
2525M22-35 ®® 25| |25[150°°° 30 | =
2020H22-15 o 1.0 [ 4.0
2020H22-25" @] |20 |4.0|20|100|25.5/ 25 [2.0 4.5
2020H22-35* [] 3.0[55
KGBASF.  2020K22-15 ®® 20 4520 |125| . [27 [ I,/
2525M22-15 ®|®| 25 | 5.0 25 [150 32| *
2020K22-25 © /@20 (4520 (125 oo [ 27 [, (45
2525M22-25 @®/®| 25 | 5.0 25 |150 32 || ™ ool ) .
2020K22-25T5 | @@ 20 [4.5| 20 [125| 50 | 27 |, 0 LGBA-22'4S| FT-15 | GBA4SHRY A7 1ype
2525M22-25T5 @@ 25 5.0 25 |150 32 |77 .
2020K22-35 ® @20 (4520 [125] . [27 [, [
2525M22-35 @ @ 25 |5.0] 25 |150 32 | >
A THE RV EHDSINEFTOERERUE T, GMTLU—HDOREOINTAREE RS . FLxRSR, @:{FHEFEE Standard Stock

Dimension T shows the distance from the Toolholder to the cutting edge. Dimension B shows available grooving depth
- OS5V 7Ey bk KGBAWERL - EBF (R) RILFICIELGBA-ORS. EBF (L) RILYICIFLGBA-OLSHESLE T,
KGBAS"E--HEF (R) RILFICIELGBA-OLS. EBF (L) RILFICIFLGBA-ORSHES LE T,

+Clamp Set : KGBA®L...LGBA-ORS for Right-hand Toolholder. and LGBA-OLS for Left-hand Toolholder
KGBAS#....LGBA-OLS for Right-hand Toolholder. and LGBA-ORS for Left-hand Toolholder

@ GBAZL-GMF v THfHRID I <UL\E (a)

Rake Angle after Installment of GBA-GM (Q)

a s

10° | GBA43%.150-020GM
GBA43%.175-020GM

15° §
GBA437.265-030GM
GBA437.300-030GM

12° §
GBA43r.400-030GM

aldF v TRSHOERRRET < LAZRTY .

a indicates the rake angle at the center of the edge width after installing insert
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skrepresents short shank type.
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Actual Groove Depth after Installment of GM Chipbreaker
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Toolholder

RABRE

Max. Groove Depth

KGBARL # % % % %22-15
KGBASR/L # % % % %22-15

3.5

KGBAPRL # 5 % % x22-25
KGBASP/L # s x % %22-25

4.0

KGBAP/L 5 % % % %22-25T5
KGBASP/L # % x % %22-25T5

5.0

KGBAPL # % % % %22-35
KGBASPL # # % %22-35

5.0
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External Grooving Toolholders KGBA Short Shank types are available
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(2R100mm)ZL/ \—kU—{b. - — K COY v IERIMTDFEEE TR U,

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

cut the shank portion.

U>JmElF. KGBAR2020K22-OO (& 125mm) D¥/3—h I+ 54 TKGBAR2020H22-O0O
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L-hand Insert for R-hand Toolholder, R-hand Insert for L-hand Toolholder.

. /-r\) IJQTJ'E Toolholder Dimension

it nB o Spare Parts
T:EE I\ g s . ; (=1 T
Sour | B 2 N7 (M) pimensiontnm 55Tk | LUF
gg ﬁ 7= Clamp Set Wrench 'éf 9__ w 7
Description Applicable Insert
RILlgA|gD| H |L1|L2| F | T
KIGBARL 4032-22 @®@® 40 | 32 | 30 |250| 30 |23.0| 3.0 LGBA-22'/:S FT-15 GBA43% % A 7 Type

A1) TWE RLYEN SHEXTTOERMERLET.

+ Dimension T Shows the distance from the Toolholder to the cutting edge.

+ Available Groove Depth for KIGBA®/14032-22 with GBA43%. OO O - OOO GM is 2.8mm.
#2) o5V Tty b AEF (R) RILYICIFLGBA-CILS. EBF (L) RILFICIELGBA-LIRSHESLET .
Clamp Set : LGBA-[JLS for Right-hand Toolholder. and LGBA-[IRS for Left-hand Toolholder.

KEDOIIAEEERE (. KIGBA%4032-22 D GBA43%OO0 - OOOGM F v TEM1HE 2.8mm T,

. G BAEE'G M 9: ‘y 7@{‘__“]%@3_ < L\% ( a) Rake Angle after Installment of GBA-GM (Q)

a

F v TR

Insert

+1°

GBA43%.150-020GM

+6°

GBA43%.175-020GM
f
GBA437.265-030GM

+3°

GBA437.300-030GM

l
GBA437.400-030GM

2O 0iPhoneA7 JUT, BERDEEMZOLLET

aldF v TEUTHOBEIEPREBT < VAEAZETRT.

a indicates the rake angle at the center of the edge width after installing insert

@ : fEHFEE Standard Stock
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http://www.kyocera.co.jp/prdct/tool/index.html
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