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Back Turning/Threading/Cut-Off
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For Small Part Cutting KTKF type
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Applicable to backiturning;threadingand
cut-off with'a'single toolholder
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TKFB-GQ with 3D molded chipbreaker
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For Small Part Cutting KTKF type
GED AFVUVAENIAPRIS35%01\—k—i&hl
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PR1535 for stainless steel is now available

Special nano layer MEGACOAT NANO enables long tool life and stable cutting
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GQ Chipbreaker for KTKF back turning toolholder

IMERYIDIIA

For small diameter cut-off

TKF 2

HIVRAENVZRAD2YA XDRDFv T U—X{k
TKF12 : 8ARp5~p12/TKF16 : 8ARp16

Two kinds of cut-off inserts are available; for micro and small diameters
TKF12: Dmax 5 to 12mm / TKF16: Dmax 16mm

R/\RYIDIE 0.5mmZR#E(L (TKF125 1)

Minimum cut-off width of 0.5mm are available
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Low resistant S Chipbreaker for sharp cutting
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Tough edge T Chipbreaker for high feed and interrupted cut-off
In stainless steel cutting, extended tool life
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Sharp corner radius of 0.0 available on inserts without chipbreakers
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Small dia. cut-off tool
(for sub spindle)

Small dia. cut-off tool

PR1535

AFVULAHNMIA
F v e MEGACOAT NANO

SR IE BN —23J Pages5for details
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For small diameter cut-off for sub-spindle

KTKFS=z
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Recommended for very small diameter workpieces, or when clearance between main and
sub-spindle is very small
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Chipbreaker designed for low cutting resistance
RYDERTEDR. HEUE -
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KTKFS type is specially designed for cut-off.
There is no compatibility with back turning / threading inserts.
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Toughening by a new cobalt mixing ratio. (Fracture toughness
values are at approximately 23% improvements)

B FORBE(EEH—EICKDIRE.
DALk

Stability improvement by optimization and homogenization of
the particles of matrix
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Long tool life and stable machining with MEGACOAT NANO
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Cracks compare by diamond indentor
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Conventional material

I35 v IHRN I35y IHEN
Long cracks Short cracks
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High-impact improvement

EHGERLE Our conventional material ratio
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For back turning

HEUE

Back turning
gg TKF-ASE
=ru= SR =g TKFB H#Z  TKFB edge shape
S EEMBREH THEE(LED T T o
Minimal deflection due to low resistance design Shallow edge angle
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Smooth chip control

OTSVWHAEDRELICK > T EFERYF

Excellent surface finish due to optimum wiper edge angle

2 UHE

Side face of
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For small D.O.C For general cutting For large D.O.C
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.DDI?§g1t§ Workpiece wall
m so I

Cutting diameter
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Inserts and Toolholders are Compatible.

Competitor A
TKFB & -

O.‘15

3 Workpiece wall BTSRRI H
)
S

0
) o 0.05 04
%Y f (mm/rev)
EIHIZR¢E Cutting conditions - Ve=80m/min  ap=1mm f=0.03~0.12mm/rev wet S45C

=
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BBEDOIXRTIV—HDTENYD K FUIE, ELWVVE EIFEZXRIR
New molded GQ Chipbreaker
Original 3D molded chipbreaker realizes excellent surface finish by smooth chip control
m”nlm WiFHE - SMR 1 EFEIREE  Surface finish comparison
TKFBEIGQIL—H ftittmB FREITL—h)
M EGACOAT NANO TKFB-GQ Chipbreaker Comp. B (ground)

U] M &= i H N &
P R1425 Grooving Turning Grooving Turning

W% /BEI—FT 4T
[MEGACOAT NANOJ O#RFHT. ffiD

EBnriIm £1D < FIEFHAT

Excellent surface Chip biting
WUV TR C BN ol e S8 Rz=2.92um Re3t2m | Rat67um
Superior cutting performance in various applications of steel EIHIZA Conditions © Ve=100m/min ap=3.0mm f=0.02mm/rev (& Grooving)

cutting by Special Multilayer Nano Coating "MEGACOAT NANO" 0.05mm/rev ($42 Turning)
#HEI# Workpiece : S45C  wet
(HALEEEY)  Internal evalnation

WI—5 1« VRO Properties of MEGACOAT NANO PR1425

4
Y MEGACOAT NANO
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5 iCN MEGACOAT f
£ 25 @ ‘ For threading
i TiAIN 13 Uw D
B2 TiN Threading

10 400 600 800 1,000 1,200 1,400

E#{LBARE Oxidation temperature ('C)
THEE{EME Oxidation Resistance .§En U t)J D ﬂuI(:i‘_”;ﬁ

Applicable for various types of thread

OMEGACOAT NANOIZ, SiEE (35GPa)

EBNTZMEEYE (B{ERIARRE  1150C) am e SR En)
HEFZIMHEIL. MFyEJikiEbmE L

MEGACOAT NANO preventg wear anq fractqre with high Emj_'—l \nn U
s e ey petonesience 1=7741U (UN) (R (PT) (BSPT))

Taper pipe thread
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TKFB-GQ Chipbreaker for back-turning

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

2O DM ERA I
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HEE@ SEMTA
Function 2 : Turning
D—I~DYIbLF
EEJE =N

Preventing chip entanglement

LZELIC
PIO TR

Gle/—}'J Stable chip
GQ Chipbreaker control

#EEQ BT

[ f e . : 3 Function 1 : Grooving BN
. EEE
h t)J D ( ?@W@%JA%’EM%‘J Good surface

Preventing chip biting roughness

miﬁr?pe@éﬁiﬂﬁ ce) GQIL—h QHEHEE FEIL—h)

GQ Chipbreaker Competitor E (ground)

. 91‘?%7]”1 tJJ D ( TMEE]:EE Chip control comparison (Turning)

S45C SUsS304
GQ7L—7A @D (8RTIL—H) GQ7L—A fhitt@mF (3RTIL—5)
GQ Chipbreaker Comp. D (molded) GQ Chipbreaker Comp. F (molded)
A %g 0.03 0.05 0.07 0.03 0.05 0.07 ) ’5(?) 0.02 0.04 0.06 0.02 0.04 0.06
A% hadF
&5 mm/rev | mm/rev | mm/rev | mm/rev | mm/rev | mm/rev (b mm/rev | mm/rev mm/rev | mm/rev
4mm O ¢) ¢ ﬁQO. X I 4mm O
SED) g
(#£4£3.5) O it (#4£3.5) "@ X7
O’ﬁ. O @]
3mm G i 3mm ﬁ|< :
O
2mm ﬁﬁ 2mm c—""ﬂ:" L

ip comtrol

HIHIZAF Conditions : Vc=100m/min Wet HEIZHF Conditions : VCc=80m/min Wet

A—=IVEDINELD =T ICEEFEICLW VRV HIEE TR EM T HEIHE

Tight curling chip reduces chip entanglement Stable cutting in wide application range

(H#tHE)  Internal evalnation
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Excellent surface finish by preventing chip biting and clogging

cwy— ez VKRNI
Tooling Single pass

YIHIZ4F Conditions : Ve=100m/min  ap=3.0mm
f=0.02mm/rev (&(Grooving)) 0.05mm/rev ($44Z(Turning))
#HI#+ Workpiece : S45C  Wet

. ﬁ#‘ﬁﬁ ° 91‘?% ﬁ:J:UEERE,E\ Surface finish comparison
GQIL—A it @G FREIL—7H)
GQ Chipbreaker Comp. G (ground)

T 5 & i = PN ES
Grooving Turning Grooving Turning

D=2

NTE e = .
Workpiece 15“7‘:7]”1@ t}J_'_D < juﬁafﬂaf .

surface Excellent surface e LChipibiting

Rz=7.67um

Rz=2.92um Rz=3.85um Rz=31.23um

GQIL—ART1NZANMITEN AL EFE. Y1 IV 51 LERICENDTT !

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

" Ry
Y INKREDOEFE S L SHEmMOHEFHS L
Flange surface roughness Surface roughness at external turning
BT HENT [N .
Grooving . . N Turning 1%0 EJ:lj- -t:E) )JD <§-Eu§ D"b
BWIAHTHEN L EFE # f EEE
Excellent surface finish at large ap cutting Preventing chip clogging and entanglement at high feed rate
thAdH GRIL—A ftbitimH (FRE T L —75) S45C SUS304
ap GQ Chipbreaker Comp. H (ground)
8 5
; .
Rz=6.3um Yo . .
R e S [ TKFBE& GQTL— 2mm
4mm -~ i - - TKFB-GQ
Es : £, -~ TKFBE 60L—7 3mm
3 3 TKFB-GQ
Rz=2.63um & 4 & —o— TKFBZ! GQTL—7 4mm
B B TKFB-GQ
i 3 2 & BBKIREIL= 2m
2 2K 35—
3mm | o gj:r_wt;uESAnjL/ # 3mm
! o HEREEK SRTEIU—h 3.5mm
Rz=2.92um Rz=31.23um . , Comp. K
0.03 0.05 0.07 0.02 0.04 0.06 @;?iﬁ';K(aﬁmm)l;
%0 (f=mm/rev) %0 (f=mm/rev) ;__\_fﬁlé;ggmm/revw
emm Feed Rate Foed Rate No data of 0.04mm/rev for
RZ=2.4] um Rz=25.56um Comp.K due to flacture.
Y24 Conditions : Vc=100m/min f=0.02mm/rev FIHIZ4F Conditions : Ve=100m/min(S45C), 80m/min(SUS304)
#HIRF Workpiece : S45C  wet f=0.03~0.07mm/rev(S45C), 0.02~0.06mm/rev(SUS304) wet

(4B  Internal evalnation (H43ELEEY)  Internal evalnation
B INTEH cast stuay
SsuJ2

RV K Bolt V¥ b Shatt
- Ve=90m/min - Ve=50m/min

- ap=2mm - ap=2mm

- f=0.025mm/rev (&) - f=0.08mm/rev (&)

Grooving Grooving
f=0.04mm/rev (94%) f=0.05mm/rev ($4%)
Turning Turning
- Wet - Wet
TKFB12R28015-GQ TKFB12R28015-GQ
(PR1225) (PR1225)
PR1225 5,000f&, 1—3+ (] PR1225 1,500f1&,3—=+ (]
" "pcsledge ! " pesledge |
fthttaal j 2,500f8 /3—F fthtt 1,600, 3—F U
Competitor | pcs/edge Competitor J pcs/edge
OTKFB-GQ7L—A(PR1225) ¥ttt ml L. INTEH26ECm LT OTKFB-GQ7L—H(PR1225) [F ittt mJICxi L. IO FUUBHRE
TKFB-GQ chip breaker (PR1225) shows 2 times longer tool life compared to competitor I. TKFB-GQ chip breaker (PR1225) improved smooth chip control to competitor J.
OTENSYFHMEL REIMIHETHE GQILV—Ah ftbttfmdJ
Minimal deflection realize stable machining. GQ chip breaker I Competitor J
(A—Y—RDFHAICKD) User evaluation (A—Y—RDFHMICLD) User evaluation
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PR1535 for Stainless Steel Machining
%> /8EI1—7+1>2J MEGACOAT NANO PR1535HhATFVLVAIORSH - REMIZRRLET

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

#i3)\)L FEESEEEEIC K B5aH1E FAPEY REFICEB IS v IHE

Cracks compare by diamond indentor

(BRI SN 140E : *#923%Ia L)
ERITE Conventional material PR1535 SF P_R1535 base material

Toughening by a new cobalt mixing ratio : -
(Fracture toughness values are at approximately 23% improvements) 1

BT ORBLEI—bIc LD
ZEEOM[L 95y IHRN 55y HHEN

Stability improvement by optimization and homogenization of Long cracks Short cracks

th rticl f matri &
e particles of matrix —THEZE R L

MEGACOAT NANOIc&D |
RE® - RENIERRE

Long tool life and stable machining with MEGACOAT NANO

%0 HHHESEEE Our conventional material ratio

OI—F 4 TFME coating fim property

40 MEGACOAT X—X
" MEGACOAT NANO EEEE
8 35 A Layer structure of MEGACOAT
5 4
£ 30 o !
g 25 TiCN ® MEGACOAT & OYRAY M
i TIAIN One Point
& 20 ! e e
15 Tin #NTORMRIFPHIRD/ 5D
ERERZERLMIICENTS
10 \} |
400 600 800 1,000 1,200 1,400 PR1 535b ﬂh&%}ﬁbi? :
. . PR1535 is good solution for unstable
B{ERAIBE (C) Oxidation temperature conditions such as early fracture and
variable tool life at steel machining
1 THER{EME Oxidation Resistance 4 .
% B ESRMTELE  Our conventional material ratio
.ﬂﬁq@ﬁ'ﬁﬁzﬁﬁ Wear resistance evaluation .m’ﬂ;ﬁ"‘iﬂ:;ﬁ Fracture resistance comparison
N 4 : hwd ‘
0.85 Fion- R 25 ZER -
= 0.3 DoubIe,tool,life,frTm,conve tional-tool PR1535
£
= 025 )b < FULIENG-Poor chipcontrol
iz =} 5
£ ool | RIS <
I} i TR o] W —
3; 5 0.5 / /'//ll 1D < FUIENG Poor chip control Convem;unal b ;EHHID‘EHE !
e Stable machining with no fracture
R=

0.1
/ o O INTHEROK
0.05 il machingable
. P | it @Q

Competitor Q

0 50 100 150 200 250 300 350
PRI/ S REL Number of passes 0 200 400 600 800 1,000
—@— PR1535 —®— {£3ESRL ConventionalL ~ —@— fth%t5&M Competitor M BE2E%L Number of impacts
n=1,273min~!" (VC=80m/min) f=0.025mm/rev Ve=80m/min f=0.12mm/rev
#HI#F Workpiece : SUS304 (¢20)  wet Gt Oil base) #HIFH Workpiece : SUS304 (50 10mmIEE4Z 4 slots, width: 10mm)

wet (KA Water soluble)
L3tEEEL Internal evalnation




. KTKF g‘:’ (’J W%ggtﬂ D ﬁﬁ) (For small diameter cut-off)
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1° k KTKFR/L1616JX-..(F=10mm) 2

KTKFR/L2020JX-..(F2=12mm)
D LEFREBDET

shows above figure

A
m

Y
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Y

KTKFR/L2020..

D+ LEFAREEOET

shows above figure

Y
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Clamp Screw can be operated from both front and back sides.

L2 A

N
KTKFR/L1010JX-..

HA1
>

DI EFEFAREEDE T,

shows above figure

.K[;EE%%E(R) ZRg Right-hand Shown

EH%‘%—:(R) ML ICIFREF (R) FyvIDEAELET, Right-hand insert for R-hand toolholder

L1

A

> M1 Fig.1

(Z’\"—Z:‘h)b@’) Goose-neck holder

L1

KTKFL1620JX-12
D LEEFREIEDE T
shows above figure

.K[;EH%?(L) 72719 Left-hand Shown

EE%?(L) iy, bﬁ‘[C[&*EH%%E (L) F v IHEEUF T, Left-hand insert for L-hand toolholder

M2 Fig.2

@ikl 5 T_r 5£ Toolholder Dimensions

B <+ 3 (mm) ZR R Spare Parts
Stock Dimension (mm) 95TV 21— Campsew | L/ >/ FWrench
B OE JIZN BEFVT
Description Shape \/ Applicl:al\ble Inserts
R L H1=h B L1 L2 F1 T E
KTKF*.  1010JX-12 ) [ 10 10 15 10
1212JX-12 [ ) @ 12 12 12
120 6 SB-4590TRWN | LTW-10S | TKF12®. ...
1616JX-12 ) ® 16 16 - 16
2020JX-12 [ ) [ ) 20 20 20
KTKF*.  1010JX-16 ) [ 10 10 20 10 @1
1212JX-16 | @ | © 12 12 12 Fig1
120 8 SB-4590TRWN | LTW-10S | TKF16"L ...
1616JX-16 [ ] [ ] 16 16 - 16
2020JX-16 [ [ ) 20 20 20
KTKF*.  1212F-12 [ [ 6 TKF12% ...
12 12 85 - 12 SB-4590TRWN | LTW-10S
1212F-16 [ [ TKF16"L ...
KTKFL 1216JX-12 [ 12 16 16 20
120 - 6 H > | SB-4590TRWN | LTW-10S | TKF12L ...
1620JX-12 ) 16 20 20 <

‘ - & RILYED SHEX TOERZRULE . Dimension T shows the distance from the Toolholder to the cutting edge. ‘

E)-12 A4 TRIVIDIILTE (¢ Dmax) [FF v IDBRICKDEREDFT,
Note: Cutting diameter of -12 type toolholder( @Dmax ) depends on the insert grooving width.

OFZ T L—H DM

Descriptions of Chipbreakar Edge Shape

@ : [Z#7EE Standard Stock

5 o T jl/—j] T-Chipbreaker .
JL—h%& —73 s-chi — i
o i S T U—73 s-Chipbreaker (95E38(EE! Tough Edge) NB 77 LU—73 NB Chipbreaker
|7
Edge Shape a BUEE Description a BUEE Description a BUFE Description
15° TKF12 - - -S
o 20° TKF16 * - -S 120° | TKF+ «-T 0° TKF - - -NB
TKF16 - - -S-16DR TKF « - -T-16DR TKF « - -NB-20DR
25° TKF12 - - -S-16DR




e
Eﬁﬁ ﬁj\%EGJ E f‘ Classification of usage P |- ﬁﬁﬂ Carbon steel / Alloy steel (] © ® ®
@ : EG~HG /5 1R Contirvous tolight nterupton /15t Choice| M) | ZF>/ L A8 Stainless Steel R BEGEEG!
@ . @ﬁ”&ﬁ‘ﬁ / % 2 %}R Continuous to light Interruption / 2nd Choice K %ﬁ* Cast | Py
N @ :ET /25 1 2R continuous / 1st Choice WA Last ron BERILS
.:@‘37‘ v 7 Applicable Inserts O 1 & #5% / & 2 383R Continuous / 2nd Choice| N 3&*@% Non-ferrous Metals @ Applicable
o g + & (mm) BEC) MEGACOAT _P_Vq | 2@ Toolholder
ﬁslha‘jzi R OE Dime;sion (mm) Angle NANO VESKON %ngggﬁ Carbide
BFENET v TREBT (R) &RT Ecelidl @D
L n/s <t showa Right ham d—'r W s Rre)| T H | &d 6 | PRI425| PR1535 | PR1225 | PR1025 | KW10
TKF12%. 050-S-16DR 05| 5 e e o o o
070-S-16DR 0.7 8 ® o o o o
100-S-16DR | 1.0 [ee[e e e
125-5-16DR [1.25| (0| % |87 [ 5 | 1% e
Rt 150-S-16DR 1.5 ® o | o o o
Right lead angle 200-S-16DR 2.0 e o o o o
o TKF12%. 050-S 05| 5 o o o |0 o
070-S 0.7 8 ® o o o o
100-S 1.0 N e o o o o
_ 125-S 125) (00318715 10 Te e
150-S 1.5 ® e o o o
200-S 2.0 e o | o o o
5,z _ TKF12%. 100-T-16DR | 1.0 o o o
5 R L
150-T-16DR 1.5 12 | 008 | 3 8.7 5 16° | @ | @ | @
HU—REfIF R KTKF%
Right lead angle/Tough Edge 200-T-16DR 2.0 ® ® ® W12
TKF12%.  100-T 1.0 e o o
y 150-T 15| 12 | 008 | 3 8.7 5 0° ® o | o
Tl 200-T 2.0 o o o
TKF12R. 050-NB-20DR | 0.5 | 5 [ K (K
o 070-NB-20DR | 0.7 8 [ J L J
. 100-NB-20DR | 1.0 0 3|87 | 5 |20 @ | @ (K
ey 150-NB-20DR | 15 | 12 ° o oo
Right lead angle 200-NB-20DR | 2.0 [ K e o
TKF12®%. 050-NB 05| 5 [ K LK
070-NB 0.7 8 o O o O
100-NB 1.0 03 |87|5 |0 |@® | @ LI
IU—hHEL 150-NB 1.5 12 o [ ] [ ] [ )
Without Chipbreaker 200-NB 2.0 [ ) () [ ) [
TKF16"%L 150-S-16DR 1.5 ®e o o o o
16 [ 0.05| 4 9.5 5 16°
pefi. 200-S-16DR | 2.0 e o o o o
Right lead angle
TKF16%. 150-S 1.5 e o o o o
f 16 [005| 4 | 95| 5 | 0
200-S 2.0 e o o o o
ES ST |TKF16% 150-T-16DR | 15 e oo
o 16 | 0.08 | 4 9.5 5 16°
BB 200-T-16DR | 2.0 |0 0
Right lead angle/Tough Edge KTKFR/L
...16
150-T 1.5 e o o
16 | 0.08 | 4 9.5 5 0°
FSeRALE 200-T 2.0 e o o
Tough Edge
ES =L T==+| | TKF16% 150-NB-20DR | 15 oo oo
b 16 | 0 4 |95 | 5 |20°
AU—RRRE TL—HEL 200-NB-20DR | 2.0 e o e o
Right lead angle/Without Chipbreaker —
o =
ST T—r| |TKF16®%. 150-NB 1.5 e | o e | o
ok
X 16| 0| 4|95] 5 |0
JL—HHL 200-NB 20 [ I J [ I )
Without Chipbreaker

U—RE (FINAE: 6) BRILYBRMBOBREZRLE T,

Lead angle shows the angle when installed in toolholder.
+ FyITDIIRE (¢ Dmax) (EPSE 1 DKSICHELHNT—IRDLE TEALRONIRZRLET,

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.

@ :IZ#EHEE Standard Stock
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Insert Description (See Fig. 1)

K1 Fig1
TKF 12 R050 S 16D R 750w EPET
Insert Hand : Right Insert Hand : Left
1 1 1 1 U— REDHTF : R U— REOBF R
Fw TOHHR| | FvITFAX BIR U—RA (8) Lead Angle Hand : Right Lead Angle Hand : Right
Insert Name Insert Size Groove Width (RIYINAEE) 9
Lead Angle
Fv IDBF T U—HDEFR U— REDEF
Insert Hand Chipbreaker Name Lead Angle Hand
R:&BF Rgn §:§ L7 R:&Y—K Right
L: ZBF  Let T:TIb—A GUSEftd) | | L mU—R Len IV DBSF 1 R TILTDBSF : L
T type (Tough Edge) Toolholder Hand : R Toolholder Hand : L
NB: JL—h1EL
No Chipbreaker
’ —_—
B F v JOMIZE¢Dmax [CDWT
Insert Cutting Diameter Dmax
XL VRAEY RILDHZEFERT 155 XA VZAEY RIVEYTRAEY RIVTRFICD - ZEdH. IT 555
When Using Main Spindle Only When using both Main and Sub Spindle
PIMRID — /AN ITReD1 (K-1) [FeD1=¢pDmax& COMITIEFANENT—IHRDFRCTELTCTHIT—INESEVR, FIOZEEA THENMEDE
EOFET, FyINT—0EFHELEFITDT, RAMIERNEDDFET,
JOJ3 Lk H-20%(ICHENRLEEI THI—IH Bl 7005 Lk, B-4OKICHERAD—IHDN S 1TmMMED KD ICRESNTVDIES
FEHCVWDDT, FyvIET—IDFSHFHDF Ao PIAID — O AR T ReD2(B-4)F¢D2= (@Dmax— 1mmXx2) (mm)&EDET,
(FyvTET—TBAMIEOTUT SV ABHEETO.2mmEDFT) (FyTET—IBRAMIRDI UT S5V AFHEETO.2mmH D FT)
Workpiece max, D1=Dmax. Even if the cutting edge runs beyond the center Workpiece max, D2=Dmax-(Programmed distance beyond the center) x 2
line, the insert does not contact the workpiece, since the workpiece falls off. In this case, when the cutting edge runs beyond the center line, the insert will contact the workpiece, since
(The clearance between the insert and the work is 0.2mm) 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.)
- @ —| ® .

(79%7‘3“7*75;@[&@%)9%) (FELBDT—IHhDS T mmiEATER) (jggtﬁpxtj_gq;,[,\(&@éﬁ) (DT —2ehh'S 1 mmiEATEES)

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 1Tmm over the workpiece

1 XAVAEVRIL AAYAEVRIL HTREVRIL
Fig. 1 Main Spindle Fig. 3 ¥ Main Spindle Sub Spindle Fig. 4

D2

B‘J ﬁg§1 tﬁ! T j I/ - jJ Tough Edge Type T Chipbreaker
W it RS EEEER (BRiseal L)

Fracture resistance comparison (Interrupted machining)

tﬂﬁu%ﬁ: Cutting Conditions
Ve=80m/min f=0.05mm/rev (HIDEFE0.015mm/rev) wet SK4 (ZEAw D) 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

-ﬂﬁqkﬁﬁ (Eﬁﬁlj’ﬁ) Cutting Edge (Front Relief Surface)

TJU—% (PR1225) fttttm R fthttm S
3,000 /R 700 /(R 3,000 /{R

Tough Edge Type T Chipbreaker Competitor R Competitor S

3,000passes 700passes 3,000passes

- 1

d—FEpRig

Cracking

D—OR CEAY MED)

Workpiece (with flat cuts on two sides)

1,000/ | 2,000/ | 3,000/(R

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

AEHEBT IL—h (PR1225) -

Tough Edge Type T Chipbreaker (PR1225)

it T N—— x

Competitor T

i3t U ) ¢

Competitor U

R LT T L —AIFEFEIMNTICBUV Tt AT - UICKHAR, BNEMRIEEZRIELTVE T,

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



B TKF12/16 #RYJEIRE

Recommended Cutting Conditions (TKF12/16)

?&ﬁa’-‘nyﬂE Recommended Insert Grade TKF12 TKF16
(BTHIREE ve m/min) i@ widtn W (mm) Fit& wigth W (mm)
iR a0 o
: A MEGACOAT D A
Workpiece Material MEGACOAT| J—74V% - 0.5 0.7 1.0 1.25 1:5 2.0 1.5 2.0  |Remark
NANO PUD Coted Carice|  C2"P1de
PR1425 PR1535|PR1225|PR1025| KW10 3EDFeed Rate (MM/rev) % DFeed Rate (MM/rev)
. * PAg PAe 0.01~0.04 . . i ~
Cmffnm&(?’gfci)) 70~170 | 70~150 | 70~150 | Zﬁ % - 1001~0.02|001~003| (001~ |0.01~004 ?6%12 NOOOS 2)'0012 N%O;; ?6%22 Nodo17) 210022 N%OZ)
arbon Steel € (50 ~ 140) | (50 ~ 120) | (50 ~ 120) 0.05) 02~0)10.02~0.1) 0.02~0.1)}0.02 ~ 0.
* PAg PAe 0.01~0.04
a®dl (SCM %) | 70470 | 70~150 | 70~ 150 | . X - |001~002]001~003] (001~ |001~004|%0!~0:040.01~0.04/0.02~00710.02 ~0.07
Aloy Steel SOMeto) | ¢~ o |0~ 120y | (50~ 120)| 0~ 1% 005 0.02 ~0.1)| (0.02 ~ 0.1)| (0.02~0.1) |(0.02 ~ 0.1
_. i 0.01 ~0.02 001~002/001~002 , o
;ﬁ(“é@fﬁﬂ?ﬁﬁ4i? 60~140 | 60 ~120 | 60 ~120 50fi00 - Ofg% 0.01~002| (001~ |001~002| (001~ | (0.01~ (ggl~gggﬂggl~gggiﬂiﬁ
ess Slee | (40~ 120) | (40 ~ 100) | (40 ~ 100) ' 0.03) 0.05) 00s) |01~ ONEOT D09 wet
#ix (FC - FCD %) . . . y K 1001 ~003] 001 ~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
Cast Iron ( FC/FCD etc) 50~100
7LD LhEaE - - - - K 1 0.01~003] 001 ~0.04| 0.01 ~0.05| 0.01 ~0.0| 0.01 ~ 0.05| 0.01 ~ 0.05/0.02 ~ 0.08| 0.02 ~ 0.08
Aluminum alloy 200 ~ 450
& i - - - - K 1001 ~003] 001 ~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
Brass 100 ~ 200
‘ ¥ ( ) RIERFEsa bR (TKF.T..) OYIHEIZEMHTY . () Cutting condition of tough edge type inserts (TKF.T..) % © 25 1 ##E8% 1st Recommendation ¢ : 2 2 #£8% 2nd Recommendation

W NSEAEROEVS (T (=D INTE)

How to select edge prep. (cutt-off)

o F:ﬁ 2] ,".'—.'_'\ & i‘j% Troubleshooting

ij%lﬁ E Countermeasures

U—RE(8) Lead Angle () BN (UME) Edge Width T L—HDIEFR Name of Chipbreaker
TL(0%) &b ®<TD L9
No (0%) Yes Narrower Wider S T NB
AR PIEHAES
Problems Countermeasures
FyITORIEFRE | FvIOXIEHLE a an aun M
Insert Fracture Insert Fracture Prevention Effective Effective Effective Effective
INIESRENRUL TR a a an a
Long cutting time Cutting time reduction Effective Effective Effective Effective
1D < FHHED 10 < FHEH+ DB LE M M M
Entangled chips Prevention of chip entanglement Effective Effective Effective
RaBOHAEY | HAEOE 59 B3 B
Large boss remain Sma{i E5S reLn_wain Effective Effective Effective
RZE()\1F)T N N N N
U2 Ih5%2 U2 J% b DRELE au B B
Ring Remain (Hollow Prevention of Ring Remain Effective Effective Effective
Workpiece)
(A AT ) ) )
BRI D ZHBLLE a3 M a
Deformation of Hollow Preventing deformation Effective Effective Effective
Workpiece (pipe)




. KTKFS g‘:’ (-'j- 71 E y F} I.li‘:“l-{b_\’] W%;gtﬂ D m) (Small diameter cut-off which is applicable for sub spindle.)

: — B

HIZAEVRILE
Sub Spindle Dia.
040(-12A-16A)
¢50(-12B.-16B)

3071 L3

L1

o=
r ] pa 2
OFHFERF (R ZRY BBFR)RILYFEEF R F v THEEULET,
Right-hand Shown Right-hand Insert for R-hand Toolholder
- El
: < B

301 L3

L1

YIREVRILZ
Sub Spindle Dia.
040(-12A-16A)
¢50(-12B-16B)

20,
e
SR/L1010K-12A
‘ ‘ v
El | ’ € E( & KTKFSF/L1010K-16A

m— DHERREIEDFT

I o only for left shape
OFHFERF (L) 7ZRT EBFORILYFEBFLF Y ITREELET,
Left-hand Shown Left-hand Insert for L-hand Toolholder

.:‘I'\)bis"thﬁ Toolholder Dimensions

, EBGA  Spare Parts
7 |MTE 5% (mm) = -
Stock Igi:}v;gtfér Dimlension (mm) D5V TRI 21— LT
§2§ Clamp Screw Wrench g é?" W 7
Description (; Applicable Inserts
R|L |¢Dsmax| H1=h B L1 L2 | L3 | *L4 | F1 T E’
KTKFS?/. 1010K-12A (@ @ 10 10 | 120 | 15 00
1212F-12A (@ | @ |6~12 19 12 85 i 26 5 6 SB-4050TRN LTW-10S TKFS12°/L
1212K-12B (@ | @ 120 26
KTKFS®?/. 1010K-16A |@ @ 10 10 | 120 | 20 -
1212F-16A |@® @ [14~16 10 19 85 i 30 5 8 SB-4050TRN LTW-10S TKFS16%/L
1212K-16B (@ | @ 120 26
s THE D IRVIED SHEXTOEREZERLET, @ 1ZHETERE Standard Stock
Dimension T shows the distance from the Toolholder to the cutting edge.
- I’ (¢Dsmax) FF v TDBRICIDEREDET,
Cutting diameter (¢Dsmax) depends on the insert grooving width.
#LA TEBBBF (R) KLY DHTT .
Only Right-hand is available for L4 dimension.
BTKFS B (@215 B sosmer)
W (mm) T e
ﬂg,{x 7 Dimension (mm)
El2Es Desg:rﬁon YIREVRIL HIREVRIL
Sub Spindle Sub Spindle
BERETF v TRERTE (L) ERT w | 95s

Handed insert shows Left-hand

TKFS12°/. 100-S | 1.0

o 8 6

: E@@ 150-S | 1.5 | 9
b ’»/‘\\ 200-S | 2.0 | 12
[AOPA, [ sl

. 1 =2

F) FyIONIR (¢pDsmax) [FH2 (ARSHR) OKLSICHELRDIT—IH0ONS Tmm EAR Fig.1 Fig.2
BOMIRZRLES.

As Fig.2 shows, the cutting diameter of the insert is indicated when the top of the cutting edge
progresses 1mm from the center.

O H1DKSCAAVREY RILEYTREY RILOBEBENRVINTICE, KTKFLR(ERF) Z SER<IEEL.

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

O H2D&LSCKTKFSEIFD—IBHINS L. XA VREY RILEYTAEY RILOBER#HEVII TG UE 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.
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A e P | @ | © | 0|0
@ EH—ERMIGT /55 1 E/IR ATV RS
o cé;%wfgaggg I/m;upell(% ;};{ choice | M Sta?n_lesiJStegﬁ O [ ] @] G
Continuous to light Interruption / 2nd Choice K bz sgio o
@ = /5 1 HER Cast Iron
v . S)oniinuous / 1~st Choice 35&%}%
@ ESF v Applicable Inserts O: @/ %o @R N | R a3 Metals [ ]
IZN 5% (mm) BE( )| MEGAGOAT W37 amE
Shape RUZE Dimension (mm) Angle NANO HEGACOAT Wgﬁ&i?" Carbide
Description
BFAEF v TFEBTF (L) ZRT w B |R(re)| T H ¢d 6 |PR1425|PR1535|PR1225|PR1025 KW 10
Handed Insert shows Left-hand.
w50 TKFS12%. 100-S | 10 | 6 e | o o o o
29, A
% 150-S | 15| 9 [005| 22|87 |44 |0 | @ | @ | @ | @ | @
5 - 200-S | 20 | 12 o o o o o
: ) | TKFS16%. 150-S | 15 | 14 e o o o o
T 2, 005| 22 | 95 | 44 | ©O°
e 200-S | 20 | 16 ° e o | o °
- FyIOMIE (¢Dsmax) [FR 2 (P7BMR) DKSICHESHRDT—IHROD'S 1Tmm EARKOITRZRLET, @ iZ4ETEE 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.
cU—RBE EYINAE 0) FRILIBSIEOAEZRLET.
Lead angle (6) shows the angle when installed in toolholder.
PV W £F
‘ ;E'l?gtﬂ E“*ﬁ: Recommended Cutting Conditions
T v TMiE VIELEE m/min)
Recommended Insert Grade (Vc: m/min) TKFS12 TKFS16
—— PVD 5 aE Xig (mm) Hig (mm) .
d—F42 Width (mm) Width (mm) ]
Workpiece Material MEGACOAT NANO MEGACOAT PVD Coated Carbide Remarks
D Coate 10 | 15 | 20 15 2.0
PR1425 | PR1535 | PR1225 |PR1025 | KW10 D (mm/rev) ED (mm/rev)
Feed Rate (mm/rev) Feed Rate (mm/rev)
X3 (SxxC %) * w - ~ ~ ~ ~ ~
Garbon Steel (SxxC ote) 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
O
&2 (SCM %) * ¥ % = - ~ ~ ~ ~ ~
Alloy Steel (SCM eto) 70~170 | 70~150 | 70~150 | 60~130 0.01~0.03/0.01~0.03/0.01~0.03/0.01~0.030.01~0.03
27U (SUS304%) [ * % w ) ~ ~ ~ ~ ~
Stainless Steel (SUS304 etc) 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 |
Wet
gk (PG FOD =) - - - - 50 :ﬂ 00 |0.01~0.03/0.01~0.03|0.01~0.03|0.01~0.03|0.01~0.03
=— o
T)kllu‘mﬁgiﬁo?ﬁ - - - - 200t450 0.01~0.03|0.01~0.03|0.01~0.03|0.01~0.03|0.01~0.03
i * ~ ~ ~ ~ ~
i - - - - 100~200 0.01~0.04|0.01~0.04|0.01~0.04|0.01~0.04|0.01~0.04
K 1 R#EEE 1st Recommendation i 2 XH#E3E 2nd Recommendation
| |
B KTKF B4& KTKFS BIDEL T
How to use small diameter cut-off tool
OKTKF & OKTKFS &
- mEEFRICS UNEIE TER. MRS L FEH SR UEEIIA WSS,
Both Right-hand and Left-hand types are applicable to gang tool post. KTKFS&”’E{%% UEY,
- HIAEY RILTO—2 ERATEYDZET DIES. When cutting workpiece with small diameter, use KTKFS to reduce overhang distance from the
_ main spindle.
FICLBTFERERAT 2. e
Basically Left-hand type is used at cut-off operation using sub spindle.
KTKFRE! (REsFRILY) KTKFLE LiFmus) KTKFSRE (REsFHILY) KTKFSLE! (LsFmhLs)
Right-hand Toolholder Left-hand Toolholder Right-hand Toolholder Left-hand Toolholder
. EIREME> How to select EIREME> How to select
SR> e )E/jﬁ#? Rghehand RSB Lot rans
1st Recommendation i o % 5 ;@E?j‘g§< . SR EEL
2 ey | 52 <> ) 2 EP e AN
o Use insert without | 24 £ <E— > oA Long workpiece and G Short workpiece and less
Q lead angle. A= 5%7 1st Recommendation 2u higher rigidity 2 rigidity oo e
57 ) i S| AZHESHELD 3 EHIETOZRID s BIAEYRIVER
=[N HIAEVRILEER = i DY TU—RELF v T = '\' Cut-off operation near = TDZEYb
)L, Not using sub spindle 0 Use insert with Iéad 4 main spindle Cut-off operation near
FHDERTRYID angle to remove <FEIREAE> Howto select sub spindle side
Cut-off gp:;elration near boss. L33fi% L3 Dimension <§_;E£R?f> [i;)va to select
main spindle . o 1011 4 3 imension
HIZEUR HIREVRIUE S e s
%sjln7g\ Eﬁtﬁ%@ ©40—+22(A5AT) BITAERIVE
HIALVRILOBTRID ®50-+26(B5() 8056851
Cut-off operation near * Sub spindle Dia. + Sub spindle Dia.
sub spindle side 40mm — 22 (A-type) T (A-type)
50mm — 26 (B-type) 50mm — 26 (B-type)




HE Bev) Turning (Back Turning)

. KTKF g‘:’/ KTKF ﬂz&_zm’l’g‘ Goose-neck Holder

shows above figure

OLNFAYF (R ZRe

Right-hand Shown

KTKFR/L1010..-12
DI LEFRETFDE S
shows above figure

||
A_ A A
| A
[y w @
vy - A v v
I KTKFR/L1616..-12 (F2=10mm) Q .
- KTKFR/L1616..-16 (F2=10mm) &
DI LEFIRETFDET o .
t shows above figure 1
I i 179!
- 3% i % .
y
I \ A
KTKFR/L2020.. L2 [
7777777 L O FERFREEOFT a L

A

ABF R MIVIICEAERF(R) F v TR\ EBF (L RLY [CFEBF (O F v THEE LET.

Right-hand Insert for R-hand Toolholder, Light-hand Insert for L-hand Toolholder.

1’\0_2/1-\”/9 Goose-neck Holder

| .
I

L1

A

I

Y

ﬁ
.
&y Iw:

KTKFL1620JX-12
D LEFAREEDF T,
shows above figure.

OAHFERF (L) ZRY

Left-hand Shown

H2

Fig.2

EBFORIVICEERF LTy TEEULERT,

Left-hand Insert for L-hand Toolholder

.I'h”/@?ﬁf Toolholder Dimensions

7 T (mm) _ ) S DR
Stock Dimension (mm) ISV TRAT)a1— LF
ggg ﬁﬂjﬁ Clamp Screw Wrench i@é‘\a—_ v 7
Description Shape / Applicable Inserts
R|L|HI=h B L1 L2 F1 T E’
KTKF?/L.  1010JX-12 ([ BN J 10 10 15 10
el e 0| 12 12 120 12 6 SB-4590TRWN LTW-10S TKFB12R/L
1616JX-12 |® | @ | 16 16 - 16
2020JX-12 [ BN J 20 20 20
KTKF?/L.  1010JX-16 ([ BN J 10 10 20 10 1
1212)X-16 (@ | ®| 12 12 120 12 8 " SB-4590TRWN LTW-10S TKFB16”/L
1616JX-16 |® | ® | 16 16 - 16
2020JX-16 [ BN J 20 20 20
KTKFR/L.  1212F-12 ([ BN J 12 12 85 i 12 6 SB-4500TRWN LTW-10S TKFB12%/. ...
1212F-16 [ BN J 8 TKFB167/. ...
KTKFL  1216JX-12 ¢ 2 16 120 - 16 6 2 | SB-4590TRWN LTW-10S TKFB12L ...
1620JX-12 [ J 16 20 20 Fig.2

s TE IRV ED SHFEXTORERZERLET .

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

@ iZ#E7EE Standard Stock



HE Bevs) Turning (Back Turning)

ERSEOER Pl o e8| e O O 5
Classification of usage M ;éz_l-mzslég(ez@ © P @) ©®
o ERBEE/ B 1RR || LIess o
Continuous-Light Int./1st Choice 5554 LER )
@: \ﬁ,.ﬁ’\' i ,-ﬁ / 2 ig Nodular Cast Iron
]&mnuﬁgﬁ;n e [N Mo ¢ | ma
@ = /5 18R S . ©) ® © © %
Continuous/1st Choice FoUES ° @ _,?ppltcalgm
OEETF YT opi O g moER 5 o
= J Appllcable Inserts Continuous/2nd Choice H Harézned Material
Fok 3% (mm) ()| MEGACOAT | MEGACOAT | 1)1 :—vaﬁﬂ iBhE
Shape RUZE Dimension (mm) Angle| NANO NANO PVD | Carbide
I Description Coated Carbide
e phote e e, W|a|B|Rre |T |H |od| 8 |PR1425|PRIS35|PR1225 |PR1025| KW10
EN TKFB 12R15005M 1.5(0.25/2.6 | <0.05 P P PY ° °
T KTKFR
ST .
i% ‘ 12R28005M |, | |, | <005]3087/52 e | & o o o i
‘ 12R28010M <01 ° ° ° ° °
— TKFB 16R38005M <0.05 ) o o [ ) [
ARSERER) Er ————3.8|036.3 4.0(95]|5.2 KT':';R
Right-hand shown. 16R38010M <0.1 o | o o | o o
oo B
e TKFB 12L2 MR <0.05 Y )
g 12L2800SMR |, 41 05|46 3.0(8.7(5.2 KT':Z'—
‘_ N 12L28010MR <01 e | o .
m E TKFB 16L38005MR <0.05 Py PY
SRR BT — " 138/0.3/6.3 40(95|52 KT':Z'—
Left-hand shown. 16L38010MR <0.1 ° Py
J¢. B d
5 TKFB  12R28005- 0.05 e | o | o
= 12R28005-GQ |, .|, o |, 3.0(8.7|5.2|74° KT':';R
2 12R28015-GQ 0.15 o | o | o
TKFB - 0.05 ° ) )
q 16R3B00S-GA | ;111 4/ 63 40|95|5.2|72° KT'ﬁ';R
195 | 16R38015-GQ 0.15 [ [ ] [ )

@ iZHEEE Standard Stock

B FyIJEBDRA &*-188)

Insert Description (See Fig. 1)

TI(IFB 1 12 R 28 095 M RI K1 (FyTOAME) Fig.1 (Edge Width)

/] \FﬂJﬁf}FH : 5J‘I.Fﬁ _ XF’GJJ‘iAJ#FH
Fy IO | | FyToAX -7 R(re) N5 U— REOBE — e P
Insert Name Insert Size Corner-R (reg) Lead Angle Hand of Cutting Edge - -
115 | 28 |
I I
Fv T DBF Fv T OHE J—7 R(re) RZED .
Insert Hand Edge Width [RAFARNE|=ZERT 2
R: GEF Right Corner R(re) tolerance -
represents minus tolerance. | 7
L EBF Left
TKFB12R15.. TKFB127128.. TKFB16%.38..
. o R ) _ .
@7 U—NBREHE (anFEEHRZRT) OGQ J—iEFEEHE
Applicable Chipbreaker Range GQ Chipbreaker Range
TKFB12R15.. TKFB12%/,.28.. TKFB167/.38.. TKFB12R280..GQ J TFKB16R380..GQ
6 (3 steel) 6 (38 steel) 6 (5 steel) 6 (38 steel) 6 (3 steel)
~ 54 ~ 54 ~ 5 ~ 5 ~ 5
E E E £ E
Ex 4 Eza] EE 4 EE4-] Et 4
CE CE ZE £ =E
& o3 & o3 8. 3 & .3 & 3]
e e e b b
[ B 2 B2 B 2 B 5 2
= D = B i ] "
ot 02 o1 02 o't 02 o1 02 o 02
%D (mm/rev) #ED (mm/rev) #ED (mm/rev) D (mm/rev) %D (mm/rev)
f (mm/rev) f (mm/rev) f (mm/rev) f (mmi/rev) £ (mm/rev)




.?Eﬁﬂ]ﬁu%ﬁ: Recommended Cutting Conditions

f (mm/rev)

ZILEZOLEE

Aluminum alloy

YIHIEREE (m/min)

Ve (m/min)

D (mm/rev)

f (mm/rev)

&l

Brass

EIELEE (m/min)

Ve (m/min)

ED (mm/rev)

f (mm/rev)

HEZTF v Th1E
Recommended Insert Grade
e MEGACOAT NANO MEGACOAT BE
i i R ke
Workpiece Material PR1425 PR1535 PR1225 emarks
SEAN ‘ %D BAN ‘ HBED BAN ‘ HBED
Grooving Traversing Grooving Traversing Grooving Traversing
R - &2 LIRSS (AT * 80 ~ 200 Y60 ~ 150 ¥r60 ~ 150
(SxxC - SCM %) N
Carbon Steel / Alloy Steel ZDY(mmirey) 0.01 ~0.03 ‘ 0.02 ~0.15 0.01 ~0.03 ‘ 0.02 ~0.15 0.01 ~0.03 ‘ 0.02 ~0.15
_ EIMBERE (m/min) ~ ~ ~
27 VL2 (SUS304 %) Sl iy Yr60 ~ 150 * 60 ~ 130 #r60 ~ 130
StalcsSiStcel ED (mm/rev) | 0,01~ 0.02 ‘ 0.02 ~ 0.1 0.01~ 0.02 ‘ 0.02 ~ 0.1 0.01 ~0.02 ‘ 0.02 ~ 0.1
SIMBRRE (m/min) _ _ )
#e% (FC-FCD %) Vo (m/min) B
Cast Iron #*b (mm/rev) Wet

% 1 %38 1st Recommendation Yy: 2 X#E 2nd Recommendation

f (mm/rev)

HE3FF W ThiiE
Recommended Insert Grade
. PVDI—F12J B
i) PVD Goated Carbide Carbide fHE
Workpiece Material PR1025 KW10 Remarks
SBAN ‘ XD SBAN XD
Grooving Traversing Grooving Traversing
REE - S tUHUiEF‘% Sm/r)nin) ¥60 ~ 150 B
pE ki Ve (m/min
(SxxC - SCM %) :
Carbon Steel / Alloy Steel ED (mm/rev) | 0,01 ~0.03 ‘ 0.02 ~0.15 -
_ LIHIEREE (m/min) ~ _
A7 YUAH (SUS304%) |~ ve tvmmy 50~ 120
Stainless Steel )2? (&Tﬂrxé\lﬁv) 0.01 ~ 0.02 ‘ 0.02 ~ 0.1 -
EIHERE (m/min) _ ~ .
#3% (FC-FCD &) Ve (m/min) 50~ 100 @t
Cast Iron ED (mm/rev) Wet

0.01 ~0.02 ‘ 0.02 ~0.15

ZILEZOLER

Aluminum alloy

BIEBEE (m/min)

Ve (m/min)

200 ~ 450

=D (mm/rev)

f (mm/rev)

0.01 ~0.03 ‘ 0.02 ~0.15

&

Brass

IHELEE (m/min)

Ve (m/min)

100 ~ 200

ED (mm/rev)
f (mm/rev)

0.01 ~0.05 ‘ 0.02 ~0.2

K 1 R#ESE 1st Recommendation vr: 2 XH#2E 2nd Recommendation



HE Bevs) Turning (Back Turning)

EASEOER JEtxaE (WiEbh) Y
Classification of usage N Non-ferrous Material (with interruption)
. _ @ [ EF~ERWET / 55 1 ]IR ey Lijp ki)
.Eea: b4 7 Applicable Inserts o g’gf%;%‘g‘/l'%/sléggce Non—ferrzﬁfil\ﬂgtﬁal((%ﬂm)m intc)erruption) ®
TFeitis " Continuous-Light Int/2nd Ghoice FyUES BiEED) °
Edge Prep o: ?ﬁr{l‘lfﬁs/.h si?c}ﬁmce s Titanium Alloy (with interruption)
A PE R Ye—TIv s ; vaw (Wi . J
gl;égvinserts'\ ¥ 1s7harp Edg: ~ O Em/ S ER Titar?:]g A||z§%vitr$ﬂﬁﬁterhgﬁon) ® BATILS
R FiE (mm) B ()|STEVK| Aepcedle
Shape AU Dimension (mm) Angle PCD
Description
FvIREBFR ZRT w B |Rre)| T H od ) s ) KPDOO1
Right-hand Shown R|L
TKF12%/. 200-AS 20 | 5 3 | a7 73 55 [} KTKFR/L
’ ’ .12
250-AS 25 5 042 5 5.5 0° [ BN J
TKF16%.  250-AS 25 | 8 4 | 95 80 | 65 ) KT:‘:"/L
TKF12L  200-ASR 2.0 5 °
3 | 87 73 | 55 KTKFL
250-ASR 25 | 5 |0.1% 5 0° o 12
XD - BANA
For traversing and grooving | TKF16L 250-ASR 25 8 4 9.5 8.0 6.5 [ KT‘||(6FL
TKF12R/. 150-NB 15 | 35 2.0 [ BN ]
200-NB 2.0 4 3.0 ® | ® | KTKF?/L
01%5s| 3 8.7 5 8.3 0° .12
250-NB 25 4 3.0 [
EANA (XD TR
For grooving (available for s 250-NB4.5 25 5 45 [ ]

¥ U—RA WINAE:6) BRILIRNROBEZRUET . x RYIDINTIFHEHUEEA.

Lead angle indicates the angle when installed in toolholder.
¥ FAVEY RF v TIFEXD - BANATT .
PCD inserts are for traversing and grooving.
A ARBERF L ICEBFRIDIAVEY RYEF v IZERT
Shown in the figure above is Left-hand Insert with Right-hand edge of PCD.

Cut-off is not recommended with these inserts.
¥ BE  MIAREERSZRUE T,

Dimension B shows available grooving depth.

@ 1Z#TEE Standard Stock

FAVEY RF Y TORFEEMIE 15— 1 HADTY
PCD inserts are sold in 1 piece boxes.

FEC1) KTKFEGRILA(C [TKF-AS] ZEIITET &
NEFEVIEIDTMMELEDET (M15H1)
DTNCEEICK D/ \SA—TFENFHIRICELD
HeeTHEZT O TCTEALES,
2) TmMmONESSHED TEHEVEEF
[TKF-NB] ZZEALEEV. (H228R)

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. (Fig. 2)
KTKFER)LS  KTKF Toolholder
N
Y/ pd
A
< )/\;\ @ N =
B 1 TKF-AS BUf338F (BEEEH 1mm £V KDEWV)

Fig.1 When TKF-AS installed (the edge position: 1.0mm below the center)

KTKFERILY  KTKF Toolholder

AT

/@

H1

B2 TKF-NB Bf1FBF
Fig.2 When TKF-NB installed

B TKF-AS BF v JDERICDWVT

Usage of TKF-AS Inserts

KTKFERJL S [FTKF-ASEY
F v IEERUET EIFK -
IFEBMEIDZHETEE U
CTHERATEFRY,

(B3R

KTKF toolholders, with TKF-AS
inserts installed, are able to
accommodate multi-functional

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

H FyTRBORA

TKF
TKF

Inserts Identification System

B3 KTKF&ik)LY +TKF-AS BF v JDY—)LINZHI
Fig.3 Example: Tool path of KTKF toolholder with TKF-AS insert

—T =0
FyTOWH| | FyvIHA4X BIE (1)
Insert Type Insert Size Width (Edge Width)
F v IOBF T U—hOFHR
Insert Hand Name of Chipbreaker
R:#ABF R Righthand AS : AS JL—#  AS:AS Chipbreaker
L: EBF L Lefthand NB : JL—#H% L  NB:Without Chipbreaker

12 R 200 - AS
12 L 200 - AS R
L

54 VE> K (PCD) DEFAM
PCD insert hand

#EES | FyIJOBFLEAE
Without Indication:
The edge hand is same as the
insert hand

R:AEF R Right-hand

@ EREEH

@TKF12 / TKF16 #2EtHIS%F Recommended Cutting Conditions (TKF12/TKF16)

Applicable Range g",r_F\:,C;DEy K
TKF12-AS TKF16-AS -
| TKF12-AS | _— POoOT .
Workpiece Material =N =D Remarks
6 6 E
s s Grooving Traversing
] E YIBRE (m/min) -
£E £ PILEZULES Ve (i) 200~ 500
R g3 R g 3 Aluminum alloy b (mm/rev)
B, B, ] G 0.01 ~ 0.08 0.02 ~0.12 Et
i i t)]‘ﬁ']ﬁfg (m/m|n) 100 ~ 350 Wet
o1 02 X 02 & Vol
%0 (mr ' 20 (mmiey Biass %D (mm/rev)
%D (mm/rev) %D (mm/rev) = ~ ~
f (mmirev) f (mmrev) f (mm/rey) 0.01 ~ 0.05 0.02 ~0.15
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. KTKF g!/ KTKF ﬂZ&—Zmlbg Goose-neck Holder

j

o I o
mﬂﬁ 1 lﬁa

[ KTKFR/L1616..-12 (F2=10mm) A
KTKFR/12020..-12 (F2=10mm)

D+ LEFREIEDFET,

Above figure shows. 1

I W @ § ) @ @ -
=
E ) )
L2 [
KTKFR/L2020..-12 . L1

D LEFAREEDF T, KTKFR/L1010..-12
Above figure shows. DI LEFAREFDET
Above figure shows.

OLNFEHF (R ZRT  ABFRINLVYICEERFR) T Y I EBFLNILIICEEBF LTy ITHEELET.

Right-hand Shown Right-hand Insert for R-hand Toolholder, Left-hand Insert for L-hand Toolholder

1’\0_171—\“/9 Goose-neck Holders

A A

T —

m| <~ T
Y AL}

L1

H1

- 2
Fig.2
T - AboveufigLre shows.
Y
OLNFERF(L)ERT EBF O MILYICEFEBFF Y 7(LOMEELERT,
Left-hand Shown Left-hand Insert for L-hand Toolholder
.7“}[/97_]'55 Toolholder Dimensions
( ) EBGA  Spare Parts
£ & (mm —
Stock Din:ension (mm) OS5V TR 1— LF
§2§ FF)U& Clamp Screw Wrench )@'1%7‘ 5 7
Description Shape ‘ Applicable Insert
R| L |[H1=h B L1 L2 F1 T E’
KTKF?/L  1010JX-12 [ BN ] 10 10 15 10
1212JX-12 (@ @ | 12 L I 12 6 SB-4590TRWN LTW-10S TKFT12% ...
1616JX-12 |® |®| 16 16 - 16 =y
2020JX-12 ® ® 20 20 20
SB-4590TRWN LTW-10S TKFT12%/L ...
KTKF?.  1212F-12 (e |e®| 12 | 12 | & - 12 6 '
1216JX-12 ([ ] 12 16 16 -
KTKFL 120 - 6 g SB-4590TRWN LTW-10S TKFT12L ...
1620JX-12 ®| 16 20 20 o
c TE  MILYEDSIEX TOERMZERLE T, @ {Z#ETEE Standard Stock

Dimension T shows the distance from the Toolholder to the cutting edge.
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17

— -
wEyEoEZ | 5%@%\/%1%1@ e 0|00
Classification of usage 2T AS
®: £ 1&ER M StZi-nIess Stezllﬂ o ® O o
1st Choice K A5 (]
O: E2ER Cast Iron
¥ . 2nd Choice b
@ESF v Applicable Inserts N Nonif%%ﬁteria ® |memy
B EEMTE Applicable
N EwsF ~iE (mm) : Stock Grades Toolholders
Aok BA| Pich Dimension (mm) () "MEGACOAT |\quconr |7 7] 888
Sl:ape pillE>d kLU Angle NANO PIDCueiCatis|Carbide
Description Applicable @
SHFEHF R ERY Thead | o (W/Nch Ty | H | d|R(re)|S1/S2| & |PR1425 |PR1535 |PR1225 | PR1025 |KW10
The photograph shows R-hand. TPl
TKFT 12RA6000 0.2~| 64~ hgafﬂﬂi 0421 ® ® [J [ [
P P
8 o 12RB6000 06| 48 fat | 2104 oo o0 0o
S ST Pt i o Y49 12RA60005| M |q5~|48~ 005 08[17]gge| ® ° ) ° )
® , 12RB60005 | N |1:25| 24 |, o |0l | 17]08 e o | @ | | @ |KTkFR
\| ~ ~
g I 12RN6001 1% 0ifzis | e e e | e | e |12
9 sy 12RA55005| GR| |40~ e e e e e e
15 R-hand Shown 12RB55005| W 16 1708 e | o 0o | 0o | o
Ul 4 TKFT 12LA6000 0.2~| 64~ laus) 21| 04 © & & o o
2 T | 5y
g @ d 3 12LB6000 0.6 | 48 Fat |04 2.1 AR EEEEKEK
: m%‘ = 12LA60005 | M [o 5|45~ s 1% ® @ @ @ @
g ° 12LB60005 | | 125 24 “los]17 ® o o | e | e KWKRL
1 5 3.0/12.5|8.7|5.2 12
T 4 12LN6001 4y 0.1 11.25]1.25 e o o o o T
' I 12LA55005 | GR | |40~ s %l @ | @ @ @ | @
L-hand Shown 12LB55005 | W 16 08[17 e o | o | o | @
@: {Z#7EE Standard Stock
1
B FyI7RBORAE 128
Insert Description (See Fig. 1)
K1 Fig1
TKFT 12 R A 60 00 ABFR)DOF v T Right hand (R) insert
ASAT BSAT N7
‘ ‘ ‘ | AType B Type N Type
Fv IO || FvITAX PSP IVI=T d—7 R(re)
Insert Name Insert Size Edge position Corner-R (re)
N TKFT12RA.. TKFT12RB.. TKFT12RN..
7 v I OBTF QULLOAE EBFL)DF YT Lefthand (L) insert
Insert H Th I
nsert Hand read angle e T T
R: EH%%‘E Right AType B Type N Type
L: EBF Lett
TKFT12LA.. TKFT12LB.. TKFT12LN..




B KTKF B2ANX—=25RILY R« ABFEEE (A4 KT vV a1hBR) TORAGE

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

TEARFAM (Z#75m) ([CEDEVEEEIHRTI .

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

OIERRUEIDIRILY DIES

Conventional Treading Tool

OANR—ARILFRUYID RILY DIHEE

Goose-neck Holder (for threading)
15mmZET (1216591 7F)
, Upto 15mm (1216 type)

19mmET (162051 7)
up to 19mm (1620 type)

IO L<FHAA KTy ol

[CA DA RUILICENDL
EIEEEEZ=10)

Chips may come into guide bush and
scratch thread surface

B CEALDOEER

Precautions for using Goose-|

ANR—AR)LF (&

When using Goose-neck Holder,

O ERNILIKOF Tty hIEERE <R

neck Holder

ELCTWVWETDT,

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

O HTRAEY RVDRELCHBEDTSHICTERELIEE

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

O BN IZITOHEaUSYRAAY MORIEY—/ILOP JO—TF) CtTELOTENFELE T HEREMN DD KT,

o SHEUSIFAIBICHIRNSH DT .

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

O NCEED

BE CH)LYTRZIEET 21557, CAMZF(CKL > CIFHNEREVEED DD F T,

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

@EEEL]EISR(HE Recommended Cutting Conditions

AR=ZAMILFFRCILZEAA
RJwYaNICRESEWVWT.
UBBESE 16mm(19mm)&E T
DRUIMNINEREEED T I
Goose-neck Holder is available for
threading without returning tread part

into guide bush. (thread length 15mm /
19mm)

ERNILI KOBETHEFSLPITLDTTEELES,

First ap (Radial) under 0.2mm

WRF v TiiE
Recommended Insert Grade
HHIM MEGACOAT PVD O—F 425 3
Workpiece Material NANO MEGACOAT PVD Coatedj;.):rbideg CE{Ee
PR1425/PR1535 PR1225 PR1025 KW10
pnn Vc =70 ~ 170 m/mim Vc =60 ~ 150 m/mim
e sra (SxxC _
BRI (S0CH) | iotmas(m)| oamm T | BAIOUAH(RE) | 02mm T

First ap (Radial) under 0.2mm

axil (SCM )

Vc =70 ~ 170 m/mim

Vc =60 ~ 150 m/mim

Alloy Steel (SCM etc)

RADYIAH (FrA) 0.2mm AT

First ap (Radial) under 0.2mm

RADYIAH () 0.2mm LR

First ap (Radial) under 0.2mm

ATV (SUS304 %)

Vc =60 ~ 100 m/mim

Vc =50 ~ 80 m/mim

Stainless Steel (SUS304 etc)

RIDYHAH (FA) 0.15mm T

First ap (Radial) under 0.15mm

RDDEHAH (FrA) 0.15mm L F

First ap (Radial) under 0.15mm

#ix (FC-FCD %)

Cast Iron ( FC/FCD etc )

Vc =100 m/mim

RADYIAH ()

First ap (Radial)

0.2mm LLF

under 0.2mm

ZILEZOLEE

Aluminum alloy

Ve =150 ~ 400 m/mim

RANDENAH (FrEY)

First ap (Radial)

0.2mm LR

under 0.2mm

Ve =150 ~ 300 m/mim

=i _ _ = - ;
Brass RIDULAH (FA) 0.15mm T
First ap (Radial) under 0.15mm
SERMIZEHRELE T,

Coolant is recommended.

+ ATV UV ASMIDEER. <UHAKHE - JNZAH> KD 2 ~ 3/ REHICRELTLLEE L,

When threading stainless steel, please set two to three passes more than <ap-passes>.
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OUIAHEL/INAE

TKFT %47  TKFT Type

(60°- B5°ES5VHIEL)  60° - 55°Partial Profile

ap & number of passes

(A FHAADYIAIHEZTRT) (ap shows the value of radial ap.)

EvF y J—7 |f#EhAd | INZEL
12 Pitch L= R(re) | Totatap | Noof | ¢4 | 2 | 3| 4|5 |6 |7 |8 /| 9|10]11]12
Thread Type mm Description Gaiar Passes
i /inch TP Rrg | (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 Iouh | 027 5 0.08 | 0.07 | 0.06 | 0.04 | 0.02
al
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 127/ 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
R TKFT 12R/LA/B6000 | >>> K | 045 7 0.10 | 0.10 | 0.08 | 0.06 | 0.05 | 0.04 | 0.02
X—RKJLRAU :bfb‘ 0.60mm Flat
Metric Thxreégfg 12R/L A/B60005 | 0.05 0.40 6 |0.10]|0.10|0.08 |0.06 | 004|002
0.70mm 0.05 0.48 6 0.10 | 0.10 | 0.10 | 0.10 | 0.06 | 0.02
0.75mm TKFT 12R/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 12R/L A/B60005 | 0.10 0.66 7 0.18 | 0.15 | 0.12 | 0.10 | 0.06 | 0.03 | 0.02
12R/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/. N6001 0.10 1.04 10 | 020 |0.18 | 0.14 | 0.12 | 0.10 | 0.10 | 0.08 | 0.05 | 0.05 | 0.02
cwimgm 1« | BRU |28 1L /inch TPI 0.05 0.67 7 0.18 | 0.15 | 0.12 | 0.10 | 0.06 | 0.04 | 0.02
BRATIRU | oo TKFT 12%/L A/B55005
Parallel Pipe | 1yesting| 19 (L1 /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
24 111 /inch TP 0.05 0.79 8 0.18 | 0.18 | 0.12 | 0.10 | 0.08 | 0.07 | 0.04 | 0.02
. | #nu |20 W/inch TPI 0.05 0.96 9 0.20 | 0.20 | 0.15 | 0.10 | 0.10 | 0.08 | 0.06 | 0.05 | 0.02
Y4y MU | oo TKFT 12%/L A/B55005
Whitworth Threading | 18 LLi /inch TP 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 LLi /inch TP 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
4 N B TEICRY T BT SHEERIE
{157 9:00~12:00-13:00~17:00
- - 1R BR-RE-SHKAERHLTEEEA
(#%-PHSP>HIHATEET)FAX:075-602-0335 RS AAFV-Hi—ber5—
*EANBROMA - PEGEOEEPT—ERE L. BEHRE®RICERVELETD .
XPBBEEORE. BESZOBBIEVLDICBREWVEL EIFFRT,
el — 'A
y RESHASH
KYOCERG #yzazzzs
T612-8501 REHARXTTHSTIRBICZ 1
\_ TEL:075-604-3651 FAX:075-604-3472
©2015 KYOCERA Corporation
CP348 CAT/10T1506TYY




