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The World's Thinnest
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Chipbreaker lineup you can choose depending on application
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Excellent chip control due to new 3D chipbreakers

PF7 l/—jj PF chipbreaker "
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Depression in center of chipbreaker curls chips
stably at low feed range (f=0.01-0.05mm/rev).

Ple/_jJ PQ chipbreaker |

2B Ry MKW T=0.04~0.1mm/revDrhixt)
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d—7R (re) =0.1mm#%L/N\—kJ—A1t.

Chipbreaker for finely breaking chips with double
projection at medium feed range (f=0.04-0.1mm/rev).
Corner R(re)=0.1mm is newly added in lineup,
combining both sharpness and fracture resistance

Small corner R (r€)=0.03mm effectively reduces
the boss remaining on the workpiece surface.

. t)J U < Tﬁ?ﬂ Chip shape [Cutzwjgﬁjgiiﬁions]

Vc=80m/min f=TJZ Variable
#HI# Workpiece : S45C (@10) WET G4 Oil base)

Ple/_jJ PQ chipbreaker
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PG chipbreaker for nonferrous metals is now available.
Applicable for various type of workpieces with chipbreaker lineup
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Edge width 1.3mm is now available
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Possible to save waste of material at cut-off operation [AX—=2BE Image]
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Edge Width

& 2.2mm Edge width
(#€3k TR Conventional)

¥1.3mmIEF v 72 BEVOBIE. MIRGEEROL. BEVTEN —6X—UBR

When using 1.3mm width insert, see the recommended cutting conditions on page 6.
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Improved insert clamping force by innovative toolholder design
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Toolholder clamps insert equally and,firmly
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R shaped surface on the
. toolholder increased the
FIE contact area between insert
jeeliotey and toolholder.
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Insert clamping force improved by firmly fastening the front side (insert . i o . .
side) of the toolholder. Insert clamping force and installation improved by increasing contact
area between insert and toolholder

‘ ﬁﬁj] 7_-1 I\ (*ﬁii L) 7J uI) Clamping test (traversing) [Cmf'zgﬁ go%l:l?fions} %guijm Vn\;é:lfp\fecaepgl(:%;g) WET G oil base)

£1YiA% (ap) 1mm 1.5mm 2mm 3mm
&Y (f) 0.25mm/rev | 0.3mm/rev | 0.25mm/rev | 0.3mm/rev | 0.25mm/rev | 0.3mm/rev | 0.25mm/rev | 0.3mm/rev
O I X
KGD-type ' '
fﬂ*il:lnnc Competitor C X
4D comperioro (I X
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1 1 ~ ~ [ PN
. GDME:/GDGE: GDM-type/GDG-type Eﬁﬁﬁiﬁo)ﬁﬁ Classification of usage P CDZ%&E nﬁﬁﬁ 0 @
arbon steel / Alloy steel
@ | EG~BHE/E1EIR continuous to light Interruption / 1st Choice M 2TV LA 0 @
@) DB~ B /2R continuous to light Interruption / 2nd Choice Stainless Steel
@ :E /518 3R continuous / 1t Choice N EHEE Y
O & /5 2:81R continuous / 2nd Choice Non-ferrous Metals
IR 5Fi% (mm) Dimension ?;Eg(‘e) MEGACOAT CE&S&
Shape g! § =
_ Description AiE (W) a—7R
BFMEFvTIEBF (R)ZRT Edge [ 52 | (re) | M | L | H | 6 |PR1225/PR1215| GW15
Handed insert shows Right-hand Width | Tolerance | CornerR (re)
GDM 1316N-003PF 0.03 L] L]
- 1.3 1.0
g 1316N-015PF 0.15 [ ] [ ]
16 | 3.7
= 1516N-003PF 15 0.03 1o [ ] [ ]
E 1516N-015PF T |x0.04| 015 | - (] [ ]
%y 2020N-003PF 2.0 1.7 o o
23 —F g 2520N-003PF 2.5 0.03 | 21|20 |43 o o
Low Feed Rate
2-edge 3020N-003PF 3.0 2.3 o o
GDM 1316%/,-003PF-15D| 1.3 1.0 o o
16 | 3.7
N 1516"/,-003PF-15D| 1.5 1.2 e o
0 % ,
R 2020%/,-003PF-15D| 2.0 |+0.04| 0.03 | 1.7 15°| @ {
15°) — RAaft&
1&;‘%'{-23—7“&& @ Im 2520 F{/l_-003PF-1 5D| 2.5 21|20 |43 o o
15°Lead Angle
Low Feed Rate
2-cdge 3020"/,-003PF-15D| 3.0 2.3 ® o
GDM 2020N-010PQ 2.0 1.7 o o
/ - 2520N-010PQ 2.5 |+0.08| 0.1 21120 |43 - o o
s )
20—F %
b Medium Feed Rate 3020N-010PQ 3.0 2.3 [ ) [ )
zﬁ g 2-edge
ij 3
GDM 2020R-010PQ-15D| 2.0 1.7 [ ] [ ]
2y &
s :@%@\ =
=L e 2520R-010PQ-15D| 2.5 (+0.03| 0.1 21120 | 43 |15° o o
15°) —RfAafd &
%Y - 22— DI@
15°Lead Angle
Medium Feed Rate 3020R-010PQ-15D| 3.0 2.3 (] [ )
2-edge
GDG 2020N-005PG 2.0 1.7 o
Hin——1
| I 2520N-005PG 2.5 |+0.02| 0.05 21|20 |43 - o
{EIEH @ Im
20—F 1tk
Low Cutting Force 3020N-005PG 3.0 2.3 [ )
2-edge
GDG 2020R-005PG-15D| 2.0 1.7 o
ot = &
- L ¢ 2520R-005PG-15D| 2.5 (£0.02| 0.05 21|20 | 43|15° o
15°) —RAaff &
(B 20— i VAL
15°Lead Angle
Low Cutting Force 3020R-005PG-15D| 3.0 2.3 .
2-edge
_____________________ @ : FEEE s item
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Inserts are sold in 10 piece
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boxes. I

PQ7L—HIZBBEEITDOAH. I—FR(re) N/NSWERE 2R >TLVE T, The corner-R(re) of PQ chipbreakers are small, designed for automatic lathe.

‘PF7L—AIZIE. I—FR(re) A EW T 7 (I —FREB3&{LE) % L/S— k') —  PF chipbreaker has large corner R(re) type, too.
QUTHIREIZ6R—F TSR T &L, For cutting conditions, see 6 page.

E)  PF/PM7L—71(RYIYA) TEMIZT5LGBERRATIY MR 2EA(TRZR).
Note) Using PF/PM chipbreaker (for cut-off) for grooving cannot create a flat bottom (See figure below).

'

Groove bottom cre:

PF/PM7'L—HIZ& BB ERIR

ated by PF/PM chipbreaker




B GDME!/GDMSEH! - RRE-a8H
GDM-type/GDMS-type EAZEDBR Classification of usage P Garbon sieel / Alley sive () (™) @)
@ EHE~BE/FE1ER continuous to light Interruption / 1st Choice M ATV LR 0 @
O: B~ BT /B2 4R continuous to light Interruption / 2nd Choice Stainless Steel
@ :E R/ FE1:ER continuous / 1st Choice K sE8% 0
O Eﬁ/%Z%?R Continuous / 2nd Choice Cast Iron
i <F3% (mm) Dimension ig(") =Avb MEGACOAT
i) § _ ngle | Cermet
shepe Description ) "‘E (W) a—7R
BFNEFYTIREBT (R)ZRT Edge [ 52 | (re) | M | L | H | 6 | TN90 |PR1225/PR1215
Handed insert shows Right-hand Width | Tolerance | ComerR (re)
GDM 2020N-020PM 2.0 02 |15 ] (]
2520N-020PM 25 02 [1.95 () ®
(S L —— +0.03 20 -
. : 3020N-025PM 3.0 025 |23 (] (]
20— FHH1E 2-edge ‘ — 4020N-030PM 4.0 03 |33 o o
GDM 2020R-020PM-6D | 2.0 02 |15 { ] {
2520R-020PM-6D | 2.5 |+0.03| 0.2 |1.95| 20 6° (] (]
%;3 8| 23—t 2-00ge 3020R-025PM-6D | 3.0 025 |23 43 ([ ] o
Yo GDMS 2020N-020PM 2.0 02 |15 o o
- 3020N-025PM 3.0 [+0.03| 025 |23 | 20 - o o
19— 448 1-00ge | 4020N-030PM | 4.0 03 |33 [ ) o
. GDMS 2020R-020PM-6D | 2.0 02 |15 { ] (]
3020R-025PM-6D | 3.0 |+0.03| 0.25 | 2.3 | 20 6° (] (]
FSISI | S—— 4020R-030PM-6D | 4.0 03 |33 (] ®
GDM 2420N-020GM 2.4 0.2 [1.95 o (] (]
3020N-020GM 30 0.2 03 o (] (]
3020N-040GM ' 10,03 0.4 ’ 00 | 43| - () o o
5 4020N-020GM - 0.2 ’ () o o
@ 5 U 2a—F
& 3| For general purpose 4020N-040GM 4.0 04 |33 [ J [ J L
%;3 s 2-edge 4020N-080GM 0.8 [ J (] (]
o
b . ) GDMS 2220N-020GM 2.2 02 |1.75 ([ { o
S %g@g
— L R 3020N-040GM 3.0 |+0.03| 04 |23|20 |43 - [ ] ([ ] (]
SR 12—+ ; r—
rorgereripupose (= 7 [ 4020N-040GM 4.0 04 |33 () ] (
1-edge : ) :
| Fo T BRI o — 21 OE AL T | @ : ZETEE std. item

| FUTORFEERIE T —A10HAYTY :

\ Inserts are sold in 10 piece boxes. I

[ | PM/GM'?“l/ _b?ﬁﬁtﬂ Ei']%ﬁ:ﬁ Recommended Cutting Conditions of PM / GM chipbreaker

W EREE Aoplicable Range 3%} FeedRate (mMm/rev)
= A H#RF v T Recommended Insert Grade PM GM
High . Fig W(mm) FiE W (mm) &%
#HI# workpiece MEGACOAT E:ge Wi Efige W el
7 8 PR1215 PR1225 2~4 2.2/2.4 3.0/4.0
O
i © / »
% 2 \ PW/GM 3R carbon Steel | ¥ 100~200| % 80~200
n3 PQ 0.08~0.18(0.05~0.18 | 0.08~0.2
PE T BEM Aoy sesl | Yr 80~180 | %k 70~180 .
PG ER
W
& | | 27 LRAH staness steel| ¥r 60~150 | % 60~150 [0.06~0.12|0.05~0.12|0.08~015|
AN 0.1 K
Low 3%V fFeedratef(mm/ev) High $58% cast Iron % 100~200 - 0.08~0.18(0.05~0.20/0.08~0.22
* 51 #38 1st Recommendation ¥¢ @ 55 2 #3E 2nd Recommendation
[ | '7' w7 ggga)%ﬁ Indication of Description @HNE width ®7L—AhEES Chipbreaker Symbol
QFEERS A 20:2mm Ol iaricaes PM: 22874 Cut-Off
ALY Aocuracy 30:3mm R: A BF Right-hand PH:#-224]") Grooving and Cut-off
M:M#& Class M 40:4mm N:BEF L Neutral (BEY)) High feed
I I I
G D M S| 30 20 |R|-025| PM-6D
| I I I I
DY) —X % Series 33 —7# No. of edges ®F v 7R Insert Length @3—7R(re) corner-R(re) ©Y —Ff Lead Angle
%)Y GDYY =X |Rs 20—F 20:20mm 0.20:0.2mm - RS0
Cut-off GD series Without Indication: 2-edge 0.25:0.25mm Without Indication
S:13—7 S:1-edge 0.30:0.3mm 6D:6°




| KGDE! (E ﬁﬁﬁﬁ) KGD-type (for automatic lathe) FME : 1.3 ~ 4.0mm Edge Width
w m
L) E
FyTERHIE r
— T Insert Setting Angle =< L2
FyTRIGIA
Insert Setting Angle g %’ . \/
! / N\
== \‘ / \
] VI 1° ) Tl
c|T k Y T
N\ —~ 1
A &
A jl— & o~
QO * L1
OAMFHERTF R) ZRY
Handed insert shows Right-hand
= EB LT Spare Parts
EE | MIE ¥ 3% (mm) e
Stock | Cutting Dia. Dimension (mm) RIYa— LoF
BE Edge Width Screw Wrench
Description
R | L |¢Dmax|/H1=h| H2 | H3 | H4 B L1 L2 F A | MIN. [MAX. =
KGD®/, 1010JX-1.3 | @ | @ 20 10 8 10 18 | 9.5
2 120 1.0 | 1.3 | 13
1212JX-1.3 [ BN ) 24 12 10 12 195115
KGD®/, 1010JX-1.5 [ BN ] 20 10 8 10 18 | 9.4
2 4.5 120 12 | 1.5 | 1.5 |SB-40120TR| LTW-15S
1212JX-1.5 o o 24 12 10 12 195 11.4
KGD®/, 1212F-1.3 [ BN J 19511510 | 1.3 | 1.3
24 12 2 10 12 85
1212F-1.5 [ AN J 19511412 | 15 | 15
KGD?/, 1010JX-2 [ AN J 20 10 8 10 18 |9.15
2
1212JX-2 [ BN ) 24 12 12 | 120 | 19.5|11.15] 1.7 | 2.0 | 3.0 |SB-40120TR| LTW-15S
10
1616JX-2 [ AN J 32 16 - 16 24.5 |15.15
KGD®/. 1010JX-2.4 [ BN ] 20 10 8 10 18 9
2
1212JX-2.4 o o 24 12 12 | 120 | 19.5| 11 2.0 | 24 | 3.0 |SB-40120TR| LTW-15S
45 | 10
1616JX-2.4 [ BN ] 32 16 - 16 245 | 15
KGD"/, 1212JX-3 [ BN ] 24 12 2 12 19.5110.8 3.0
10 120 24 | 3.0 SB-40120TR| LTW-15S
1616JX-3 [ AN J 32 16 - 16 245 |14.8 4.0
KGD®/, 1212F-2 [ AN J 19.5 (1115 1.7 | 2.0 | 3.0
24 12 2 10 12 85 SB-40120TR| LTW-15S
1212F-2.4 [ AN J 195 11 20 | 24 | 3.0
KGD®/, 1616JX-3D38 @ | @ 38 16 - 10 16 29 |14.8
2012JX-3D42| @ | @ 6 12 | 120 10.8 | 2.4 | 3.0 | 4.0 |SE-50125TR| LTW-20
42 2 | - 14 31
2020JX-3D42| @ | @ 20 18.8

-KGD¥/11212JX-3I2(34.0mmiEDF v 7 I A EE A RIS BIMIC KV HER L TEY A
4.0mm-width insert can be installed in KGM®/.1212JX-3, but is not recommended due to the toolholder's rigidity.

BRLTRBEORS

Toolholder Identification System

@2 %> 24X Shank Size

@ﬁﬁq‘“j'f Applicable Inserts

16x16mm

GDM/GDMSE!
H & Edge Width 3~4mm

KGD R

1616

3

JX |- 31/ D38

DFRILY DBEEF Toolholder Hand @RI £ R Toolholder Overhang Length ®NNIE cutting Dia
R: A Right hand ¢Dmax
L :EBSF Left hand 120mm 38mm

@  BEEHEE st item



Tips for Machining
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Toolholder overhang (L2) is designed to be minimum length

BEEDOIERICE S [RILIREHURIHIIR] 22179,
E*u I: BEL‘IE lj. * 3- Easy to use without constraint of overhang length depending on machine specification

RV REHULEDRL BB LD E Y Z N

Control chattering due to the minimum and optimum overhang length

@ BAMIEP42% THIGTBL/S— Y-

Product lineup with maximum cutting diameter 42mm

7E)  KGDWL....-3D38EU KR UK, -3D42ERILF I TIN IR 36K KEWLIN T AT 5 Kl
1A—FERFvTETERTE L.
20— FHERF VT ICLBBRAMIEIEH36 AT,

Note) When machining the material larger than ¢36mm with KGD?/.----3D38 or KGD®/----3D42 type toolholder,
please use 1-edge insert.
Maximum workpiece diameter for 2-edge insert is ¢36mm.

[ | PF/PQ/PG7|I —73 ?E’Etﬂ ﬁﬂ%ﬁ:?_& Recommended Cutting Conditions of PF / PQ / PG chipbreaker

3£Y) Feed Rate (Mm/rev)
?Eigq‘ v 7‘,M'E Recommended Insert Grade PF PQ PG
?EZHJM MEGACOAT HBRE carbide FiE W (mm) Edge Width FiE W (mm) Edge width | & W (mm) Edge Width L
Workpiece Remarks
PR1215 | PR1225 GW15 1.3/1.5 2.0 2.5/3.0 2.0 2.5/3.0 2.0 2.5/3.0
Py ¥ * ]
CarbonSteel | 70180 | 70~150 0.01~0.04/0.02~0.06|0.02~0.08 0.03~0.1 |0.04~0.12
aam x * - . . : d . : . } ; .
Alloy Steel 70~180 | 70~150
27V LR Ve * - - - - - ) )
Staintess steel | 60~150 | 60~120 - 0.01~0.03|0.01~0.04|0.01~0.05]0.02~0.07|0.02~0.08 -
b3 * w ~ " ~ ~ ~ ~ ~ Wet
vl 80~200 - 50~100 0.01~0.05|0.02~0.07|0.03~0.08| 0.04~0.1 |0.04~0.12|0.01~0.04 |0.01~0.05
FPILIZIL * ~ ~
Aluminum - - 200~450 - - - - = |9:01~0.05/0:01~0.06
iR * ~ ~
- = = 100~200 - - - - - 0.01~0.07|0.01~0.08
% 551 #38 1st Recommendation ¥¢ : 58 2 #3E 2nd Recommendation
. PF/PQ?l/ —ﬁa)ii "} ‘:OL‘—C Feed Rate of PF / PQ chipbreaker (# B+ : S45C Workpiece)
TL—h% FiE W (mm) .Y FeedRate (mm/rev)
Chipbreaker Edge Width 0.02 0.?4 0.06 0.08 0.1 0.12
1.3/1.5
PF7L—% 2
PF chipbreaker
2.5/3
PQ7L—% 2
PQ chipbreaker 2.5/3




[ | 7][]1%@.] Case Studies

ﬁﬁ* Pure Iron

Y/ L/ R Solenoid
*Ve=114m,/ min
-f=0.06mm/rev

* 5Eft Wet
*KGDR1616JX-2
-GDM2020N-010PQ

¢ 10

STKM13A

<IN 7 Pipe T
-Ve=115m,/ min
+f=0.035mm/rev
B wet -
+KGDR1212JX-2

+-GDM2020N-010PQ

¢ 15
dJGf

Competitor A Competitor B

it @A, %Y 0.05mm/rev TH F L E . 500~ 10008 TRIE S Fo
KGDE (4, 3% %0.06mm/reviC £ TH200018 % E I LA AT B,

Tool life of Competitor A was unstable even at f=0.05mm/rev. Frequent fracture after machining 500-1000 pcs.
KGD-type was stable at f=0.06mm and processed 2000 pcs.
(A—¥—#kDFAIZLS) Evaluation by the user

b4t F@BICXT L. 1000@ M TR DA SR EARIF CREM LA FIRETH > 720

KGD type showed machining stability and better edge condition than Competitor B after machining 1000 pcs.

(A—¥—#kDEFAEIZLB) Evaluation by the user

SUM22

< INILT vave

-Vc=110m,/ min
+f=0.07~0.15mm/rev

: /E:T:t Wet
-KGDR2020K-3T20
-GDM3020R-003PF-15D

S45CF

+$1 L\ cam

-Ve=124m /min
+f=0.05mm/rev
E T wet
+-KGDR1616X-3D38
+GDMB3020N-010PQ

PR1225 erizzs [
Competitor C Competitor D

At RCICH L RBMNTROAFRENRF TH) FRLERNATETH o7,

KGD type showed better edge condition against Competitor C after machining 13,000 pcs and further
machining was possible.

(A—H—tRD:FHIZLS) Evaluation by the user

fb3t mDICX L2 Y)Y MO EAEE BN T Y Fabm Lo
Y CFIIBHRIFCTH o720
KGD improved tool life and cut-off surface roughness compared with Competitor D.
Chip control was smooth.
(A—¥—1RDHIZELS) Evaluation by the user

S48C

*KGDL1212JX-2
-GDM2020N-010PQ

SUS316L

<INV Vave * = Union -
-Ve=80m,/ min *Ve=70m,/ min <
-f=0.035mm/rev +f=0.06mm/rev =
BT wet B wet r

*KGDL1616JX-2
+GDM2020N-010PQ

prizes [ prizes [
Conventional A Competitor E

RERBAICK L2.6FNFHIERZRE,

R EOHAERz=5 MM T TERLTHY Mt A TIXEBEENG,

KGD showed 2.6 times longer tool life than Conventional A.

KGD satisfied the required cut-off surface roughness Rz=5..m, although Conventional A cannot.
(2—¥—#05FfIZLA) Evaluation by the user

it REICHE A1 5EDF D EEM,
f3t @I NUABIL STV PQ7 L —HEN YA DRI TER T,

KGD achieved 1.5 times longer tool life compared with Competitor E.
PQ chipbreaker controlled burr formation and improved surface finish, too.

(2—¥—#D5FfiIZ&LB) Evaluation by the user
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