THE NEW VALUE FRONTIER
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For small parts machining

T KF=

KTKEF type
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Back turning tool and threading tool are newly available in addition to cut-off tool
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PR1025 (for small parts) and KW10 (for non ferrous metal) are available for steel and stainless steel machining
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KTKFS type for micro diameter cut-off enables stable cutting at sub spindle side
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Back turning Threading Cut-off
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ADVANCING PRODUCTIVITY
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For small parts machining

KTKF® ........

KTKF type Back turning / Threading

SEUVEMIA

5 t UE For back turning

s TKFBaaw»

TKFB Hf2 TKFB edge shape

OEJHIBEIC K HTAZLENNEL ! . ‘
Less dimensional change caused by cutting load! ';‘h;kﬂggfﬁf*

ORIFIE)D < FHUE .

Smooth chip control

0T SVWNAEORELICK > TE EIFERIF

Better surface finish by optimum wiper edge angle
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For small D.O.C For general cutting For large D.O.C
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g Micro dia. cut-off tool Small dia. cut-off tool
£ 10 TKFB 8 (for sub spindle)
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0.05 0.1 0.15 New High Fracture
%Y f (mm/rev) — Ay
w7 PVD -5+« Y
PIEIZEA - Ve=80m/min  ap=1mm f=0.03~0.12mm/rev.  WET S45C 3: J DHI*,Z;E Resistance Grade PVD Coated PR1025
Cutting conditions : Ve=80m/min  ap=1mm f=0.03~0.12mm/rev WET S45C or small lathe

O EmEEE (4MF) Surface finish comparison 0 5
CEPMEBHORAI 0.

RIS % & A&l E Lk !

Due to the high fracture substrate, anti chipping property is greatly improved.

%D (mm/rev)

0 | OTICN 5% PVD 01—« V5 OREICLD.
- ik i o THEEEEME, MHBRMEORL !

TiCN PVD Coat improves wear resistance and adhesion resistance.
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Work Material Steel
0 i) i it ' R PO1 | P10 | P20 | P30
' ' e PR1025
Rz=14.2pm — ‘ ‘
EIHIEA © Ve=80m/min ap=1mm WET C#i$) S45C i - ATV UAMIICIE PR1025 255 1 #REMES ULET,

Cutting conditions : Ve=80m/min  ap=1mm WET S45C

PR1025 is the first recommended grade for steel and stainless steel machining.
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Lineup Expansion!!
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n Uﬂ] D For threading
Threading
TKFTaa»
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Insert compatible
HEUE Lelwidils)
Back turning Threading

OFER U INTICHG

Applicable for various types of thread

ERLITRU (G(PF)

Parallel pipe thread

X—=RMLRL (M)

Metric screw thread

ERT—/\RkL
1=774R0L (UN) (R (PT) (BSPT))
Unified thread Taper pipe thread
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Cut-off

IMERYIDIITA

For Small Dia. Cut-off

KTKFz

OfNEREIMERD 2 51 X0R)DFv T2 U—X1k
TKF12 : RRKR 05~012/TKF16 : RRKZ 016
Both 5-12mm diameter and small diameter (16mm)
toolholders are available. (TKF12/TKF16)

OR/NEYIDIE 0.5mm ZIRE(L (TKF12 5147)

Minimum cut-off width 0.5mm are available. (TKF12)

OEEHNT LU —HORATINRORVRY] b T HialEe

Sharp cutting due to low cutting force chipbreakers

©JL—A1ELIEO—7 RO.0 Zi%H

Corner radius 0.0 for non-chipbreaker types

M 27V
Work Material Stainless steel
i MO1 | M10 | M20 | M30
e PR1025
Applicable Range

| |
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Micro Diameter. Cut-off for Sub-Spindle

KTKFS=z

OKTKF BU[CH TREY RIUIIVERYID kLY (KTKFS &) HhiEis
Arriving KTKF Type Micro Small Dia. Cut-Off Holder for Sub Spindle (KTKFS Type)

OT—=OBDINEWED. XA VRAEY RILEYTAEY RIVOFERED
ELLIEBRYID MTICHKIS

Recommended for very small diameter workpieces, or when distance betw
sub-spindle is very small.

OEEH T L—HOEATINERDRL
RN D I HETEE

Effective cutting off is possible with low resistance chipbreaker.

main and

BYIDFERTEDR. HEUE - RUYIDF v ITEORIEMEFSH D FE .
KTKFS type is specially designed for cut-off. There is no compatibility with back turning / threading inserts.




NE v Turning (Back Turning)

M KTKF B

KTKFR/L1616M-12
KTKFR/L1616M-16
DI LEEFREIEDET
only for above shape

KTKFR/L1010K-12
KTKFR/L1010K-16
DHEFREIEDET
only for right shape
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Right-hand Shown

i»l

A
m

)

0

A
T

L

L1

>

BBFRIFILYICEEBF R T Y THEELERT.

R-hand Insert for R-hand Toolholder.

.m)bﬁvif Toolholder Dimension

H1=h B
KTKFR 1010K-12 [ ] 10 10 125 15 10
1212F-12 b 12 12 8 12 6 SB-4590TRWN LTW-10S TKFB12R...
1212M-12 [ 150 -
1616M-12 ® 16 16 16
KTKFR 1010K-16 [ ] 10 10 125 20 10
1212F-16 b 12 12 8 12 8 SB-4590TRWN LTW-10S TKFB16R...
1212M-16 [ ] 150 -
1616M-16 [ J 16 16 16

- THE DL ED SHEE TOERZERLES .

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

TILY BEBF (R)DHDERELEDET,
When using back turning insert, only right hand toolholder (R) is applicable.

E1) BEUVEF

v T ERIT 2155

OiEﬁ'a'- wJ Applicable Insert

PR1025

@ iZ4ETEE Standard Stock

KW10

12R15005M L o
12R28005M 2810346 <0.05/3.0|8.7|5.2 ° ® KTKFR...12
12R28010M ' ' T <o L] L]
TKFB 16R38005M <0.05 [ ] [
————13.8|03|63 4.0|9.5(5.2 KTKFR...16
16R38010M <0.1 ([ ] [ ]
@ {REFEE Standard Stock
1 &1 Fig1
B FyIJREBORA & 189
Indication of Description (See Fig.1)
TKFB 12 R 15 005 M )
[ [ [ 15 28 —
F IO | Fv THAZ J—3 R(e) 7 ]
Insert Name Insert Size Corner-R (r) © ]
<
Fv T OBF F v IOHE J—7 R(re) REN — -
Insert Hand Edge Width [VAFAREIERT
N - Corner R(r_ ) tolerance
R: GBF Right represents minus tolerance. TKFB12R15.. TKFB12R2S.. TKFB16R3S..




.?Eé“‘étﬂ‘ﬁu%ﬁ: Recommended Cutting Conditions

HEEF v TiE
Recommended Insert Grade
PVDO—F« 25 e
Ik PVD Coated Carbide "5
Workpiece Material PR1025 KW10 RS
BAN Grooving ‘ BED Traversing BAN Grooving ED Traversing
. t)JiéJ'UiEE (m/mln) 60 ~ 150 .
=il (SxxC &) Ve (m/min)
Garbon Steel %D (mm/rev) 0.01 ~ 0.03 ‘ 0.02 ~ 0.15 -
f (mm/rev) i ) : i
EIEBERE (m/min) ~ _
a% (SCM &) Vcsém/min) 60~ 150
s S
Alloy Steel ﬁbf ((mm/rev) 0.01 ~ 0.03 ‘ 0.02 ~ 0.15 R
mm/rev)
— EIHERE (m/min) - |
27 VU2 (SUS304 %) Vo (m/min) S0~ 120
Stainless Steel %D (mm/rev) N ‘ N
f (mmvrev) 0.01 ~0.02 0.02 ~ 0.1 - sEt
YIHERE (m/min) _ ~ Coolant
##% (FC-FCD &) ch(m/min) 50 ~ 100
gestien ZD (mm/rev) - 0.01 ~ 0.02 ‘ 0.02 ~0.15
f (mm/rev) . : . :
EIEBERE (m/min) _ -~
FILE=D L Ve (mimin) 200 ~ 450
Non-ferrous Material s
XD (mm/rev) - ~ ~
£ (mm/rev) 0.01 ~0.03 ‘ 0.02 ~0.15
SIEEE (m/min) B ~
=<1 ch(.m/min) 100 ~ 200
Brass ZED (mm/rev) - 0.01 ~ 0.05 ‘ 0.02~02
f (mm/rev) } : . -

@ J L —BEREE WAk LEEER) ERY)

TKFB12R15..

Applicable Chipbreaker Range

TKFB12R28..

TKFB16R38..

(%Iﬂ Steel)

ap (mm)

iAd (mm)

-

p=39)
f

I
0.1 0.2

(mm/rev)
(mm/rev)

6 (ilﬂ Steel)
~ 5
€
Ee o
r'éé
N & °
5, |

1 |

I
0.1 0.2
ED (mm/rev)
f (mm/rev)

6 (iﬁ Steel)
~ 54
€
£z o]
r_eé
NE 2
5, |

1

I
0.1 0.2
ED (mm/rev)
f (mm/rev)




19 L‘lw D Threading

B KTKF &
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KTKFR/L1616M-12
KTKFR/L1616M-16
D LEEIREFDE T o

only for above shape

KTKFR/L1010K-12 y

- NES

KTKFR/L1010K-16
DHAREIEDFT
only for right shape

%

H1

L1

OFHIERF (R ZrY

Right-hand Shown

ABBFRNILYICEEBF R Fv T, EBF O RILIICEERF L F v TEEUERT,

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

.:‘I'\) llgT_ﬁE Toolholder Dimension

1 & (m) EBER  Spare Parts
Stock Bl (mm) IS5V TRI) 21— L>F
AU Clamp Screw Wrench BEFwW T
Description () App:i:clable Insert
R|L|H1=h B L1 L2 F1 T E’
KTKFR/L 1010K-12 [ 2K J 10 10 125 15 10
1212F-12 [ ] 85 .
1212M-12 ole® 12 12 . 12 6 SB-4590TRWN LTW-10S TKFT12%/, ...
150
1616M-12 [ 2K ] 16 16 16
s TE MV EHD SHEF CTOERMZERLE T, @ {F#EFEE Standard Stock
Dimension T shows the destance from the toolholder to the cutting edge.
@ESF v T Applicable Insert
P . mE| TEHE
. v F & (mm) -y | Stock Grades
EA Pitch Dimension (mm) D74/ | BEE .
TR RIZE nu Angle |pVD Coated | Carbide |E&TTLS
Shape Description Applczble ' ?gglﬁgg
Thread | mm Wiznch | T | W | H|@dRe|S1/S2| 8 |PR1025| KW10
TKFT 12RA6000 02~06 |64~ 4811 h;afOU: 0.4(2.1 A A
12RB6000 c Fat | 2] 0.4 A | a
M
12RA60005 08|17/ 60°| a A
——————— UN |0.5~1.25/48 ~ 24 0.05
. 12RB60005 Hs.0/2:587/52°® 77105 a | a K:';FR
E:) 12RN6001 1~15 |24~181L 0.1[1.25/1.25 A A
g 12RA55005 | G R — |ao~rs 100817 o | A | A
= 12RB55005 | W 117008 N N
v TKFT 12LA6000 0206 |64~ 4811 loom 2.1/ 0.4 A | -
—_— 2~0. ~ 5y
g 12LB6000 | Fut | 0.4] 2.1 A | a
g UN 1.7/08| 60°| a A
H 12EAGOOC-H 0.5~ 1.25|48 ~ 24 |l 0.05 KTKFL
2 12LB60005 3.0/2.5/8.7|5.2 0.8(1.7 A A 12
12LN6001 1~15 [24~181L 0.1]1.25/1.25 A A
12LAs5005 | G [ s 7108 | A | a
12LB55005 “los|17 A A
A 20094 1B7EE Stocked in January 2009
K1 Fig1
ABFER)DF v 7 Right hand (R) insert
>y IJRBORA & 188
Indication of Description (See Fig.1) AZAT BY17 NZ17
AType B Type N Type
A
Fv IO | FvITHA4X AFfEhIE d—7 R(re) TKFT12RA.. TKFT12RB.. TKFT12RN..
Insert Name Insert Size Edge position Corner-R (r) Eﬂ%%;(l_) (Da: W j’ Left hand (L) insert
AT B517 Ny~
Fv ITOBF fQUILOEE AType BType N'Type
Insert Hand Thread angle
R: GBF Right
L EBF et TKFT12LA.. TKFT12LB.. TKFT12LN..




@ HEIZLEISR({YE Recommended Cutting Conditions

#EF v THE (FIHLBRE Ve: m/min)

Recommended Insert Grade (Vc: m/min)

A PVD O—54>7J FARE
Workpiece Material PVD Coated CEen
PR1025 KW10
60 ~ 150
Rl (SxxC -
FRE SO WO R | 0.2mm LT
First ap (Radial) under 0.2mm
60 ~ 150
&% (SCM %) _
T oy stee BHIOVBAY (FH) ‘ 0.2mm LT
First ap (Radial) under 0.2mm
— 50 ~ 80
ATYUAH (SUS304 % : -
Stainles(s Steel ) =PDYLAH (FR) ‘ 0.15mm L~
First ap (Radial) under 0.15mm
#&x (FC-FCD %) 100
P Castiron - BHDIAG (K7) ‘ 0.2mm LT
First ap (Radial) under 0.2mm
150 ~ 400
ZI,==
Gty - BHIDIAG (HP) ‘ 0.2mm LR
First ap (Radial) under 0.2mm
150 ~ 300
=i _ = - .
Brass BT (K7 ‘ 0.15mm EUF
First ap (Radial) under 0.15mm
SRERMTZEHELE T,

Coolant is recommended.

+ AT VUV ASEMIOEER. <UHAHE - )NAH> KD 2~ 3 NNRAZHICRELTTEL,

In case of threading stainless steel, please set two to three passes more than <ap - passes>.

.tﬂil\b%tl \"Z%ﬁl Depth of Cut & Number of Passes

TKFT %47  TKFT Type

B0°- 55" ETSLHIEL  60°/55° No wiper edge

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

EyF - 1LH ) g | JCREL
=8 Pitch & =7 ((mm)| @) | 1 | 2| 3| 4|5 |6 |7 |8/ 9]|10]11]12
Thread Type X Description R(re) No. of
mm - LU /inch Totalap | passes
0.20mm 0.00 0.15 4 0.06 | 0.04 | 0.03 |0.02
0.25mm 0.00 0.19 4 0.07 | 0.06 | 0.04 |0.02
0.30mm 0.00 0.23 4 0.08 | 0.07 | 0.06 |0.02
TKFT 127/ A/B6000
0.35mm 0.00 0.27 5 0.08 | 0.07 | 0.06 | 0.04 |0.02
0.40mm 0.00 0.30 5 0.10 | 0.08 | 0.06 | 0.04 | 0.02
0.45mm 0.00 0.34 6 0.10 | 0.08 | 0.06 | 0.04 |0.04 |0.02
TKFT 127/ A/B6000 0.00 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
I P TKFT 127/ A/B6000 0.00 0.45 7 0.10 [ 0.10 | 0.08 | 0.06 | 0.05 |0.04 | 0.02
A—HJ)LRAL g:_*;:‘ 0.60mm
Metric screw thread | 12R/L A/B60005 0.05 0.40 6 0.10 | 0.10 | 0.08 | 0.06 | 0.04 |0.02
0.70mm 0.05 0.48 6 0.10 | 0.10 [ 0.10 | 0.10 | 0.06 |0.02
0.75mm TKFT 127/ 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 127/ 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/L N6001 0.10 1.04 10 0.20 | 0.18 [ 0.14 | 0.12 | 0.10 | 0.10 | 0.08 | 0.05 | 0.05 | 0.02
s ats—gn s |BRG| 281 /inch 0.05 0.67 7 0.18 [ 0.15 | 0.12 | 0.10 | 0.06 |0.04 | 0.02
ERETRC | TKFT 12%/L A/B55005
Parallel pipe thread | yyeqg| 19 11y /inch 0.05 1.01 9 0.20 | 0.18 | 0.14 | 0.12 | 0.12 |0.10 | 0.08 | 0.05 | 0.02
24111 /inch 0.05 0.79 8 0.18 | 0.18 | 0.12 | 0.10 | 0.08 |0.07 | 0.04 | 0.02
) . |snau| 20iL/inch 0.05 0.96 9 0.20 | 0.20 | 0.15 | 0.10 | 0.10 |0.08 | 0.06 | 0.05 |0.02
DAy bRC gy TKFT 12%/L A/B55005
Whitworth screw thread | peag| 18 1Ly /inch 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 1L /inch 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
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KTKFR/L1616M-12 S
KTKFR/L1616M-16 Q
DI LEFRETEDET P
only for above shape /
t ] A\ A
- N -
T
KTKFR/L1010K-12
KTKFR/L1010K-16 y A
DHAREIEDFT
only for right shape Lo @ _ L1 _
OLNFHERF(R) ZRY aBBFR)INILIICIFEBF R FY ITHEELER T,
Right-hand Shown R-hand Insert for R-hand Toolholder.
.Fﬁ) b'ﬁ?_l‘;’f Toolholder Dimension
RS Spare Parts
12 [T’ P& (mm) =
Stock  (Cutting D:i'a:. Dime’nsion (mm) IS5V TRI) 21— (5
ggﬁ Clamp Screw Wrench JE‘S a—_ W 7
Description \) Applicable Insert
R | L |gDmax*| H1=h B L1 L2 F1 T E’
KTKF?/.  1010K-12 (X J 10 10 125 15 10
1212F-12 ([ ] 85
5~12 12 12 12 6 SB-4590TRWN LTW-10S TKFT12. ...
1212M-12 (X J 150 -
1616M-12 [ 2K ] 16 16 16
KTKF?/.  1010K-16 (X J 10 10 125 20 10
1212F-16 e 6 | 12 | 12 -2 12 8 SB-4590TRWN LTW-10S TKFT16%/
1212M-16 |@|® 150 o
1616M-16 [ 2K ] 16 16 16

¥ -12 A4 TIRILYDINIRE (eDmax) [EF v TDBRICKDERED T,
Cutting dia. of -12 type toolholder (Dmax) depends on the insert groove width.

B F v JOINIE eDmax [CDLT

Insert Cutting Diameter Dmax

XA VAEY RIVDHZEERT BIES

When Using Main Spindle Only

@ iZ#EE Standard Stock

A YREY RIVEYTREY RIVTABICO—o%ZEd. 1T 255

When using both Main and Sub Spindle

IARID — OB AIMITEeD1 (K-1) (FoD1=gDmaxEEDE T,
TJO95 L L H-20KRICHEDFLEEZ CTHIT—IDEETVHDT.
FvITET=ODFSEEDTEA.
(FyvTET=ORKMIRDI VT SV AFHEETO.2mMmmEDETY)

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)

1 =
Fig. 1 Fig. 2
XAVAEVRIL
Main Spindle

(RFEDD—IHDCHHE) REHT—THDHS 1 mmEATER)

When the edge is at the center. When the edge is Tmm beyond the center.

COIITIEFAEDT—IHRDRFETELTHI—IOEBEWVR. RDEER
THENMNECEF v IND—IEFELERITDT. RAMIENZEDDFT,
Bl 7095 Lk, R-4ORKICHERDT—TH0HS T mmED LS

HESNTLDIEE

PRI D — I R T ReD2(K-4) (&

gD2= (@Dmax—1mmX2) (mm)&EHEDFET .

(FyvITED—IRKNIEDI U7 SV RAFHRETO.2mmEBEDET)

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

4
Fig. 4

XAVAEVRIL f—y Lo L
Main Spindle YIRELRIL
Sub Spindle
a
(=]
- ®
(RFENDT—ohDCHHE) (RENT—ohDHS | mmiEATES)
When the cutting edge locates at the workpiece center. When the cutting edge exceeds 1mm over the workpiece.




.i@ﬁa‘ v i Applicable Insert

X e e TE
~FiE& (mm) ) _ Stock Grades |
Tk Dimension (mm) At PDI-74 ) @BE (4MPEVR N
Shape BRI 9% | PVD Coated Carbide PCD BEIRILY
Description Applicable
Fu IEHFR T W IR |T|H|ed|s2| 6+|PRI025 | kw10 |KPDOO1#| ooMeer
Right-hand Shown max
TKF12%. 050-S-16DR |05 5 [ ] [ ]
y 070-S-16DR |0.7| 8 ) J
100-S-16DR 1.0 003/ 3 |87 5 | - | 16° [ ] [
-S- 1512
U 150-S-16DR ° °
Lead Angle 200-S-16DR 2.0 [ J [ J
TKF12%. 050-S 05| 5 ° °
070-S 07| 8 [ (J
» 100-S 1.0 003 3 |87|5 |- | 0° ° °
150-S 1.5] 12 J [
200-S 2.0 J [
TKF12%/. 050-NB-20DR | 0.5 [ ] [ ] KTKF?/L
070-NB-20DR |07 ° ° 12
‘, 100-NB-20DR | 1.0 0.03| 3 |87| 5| - | 20° ) )
U K 150-NB-20DR | 1.5 12 [ ] [ ]
Lead Angle 200-NB-20DR | 2.0 [ ] [
TKF12%/. 050-NB 0.5 [ [
070-NB 0.7 [ ] (]
4 100-NB 1.0 0.03| 3 |87| 5 | - 0° [ )
N 150-NB 15] 12 ° °
Without Chipbreaker 200-NB 2.0 [ [ J
TKF12%. 150-NB 15]7.0 120 °
. 2.0(8.0| % 3.0 °
Zgg :g 250801 3 37| ® [a0] @ °
TAVEYRF v T . P ]
PCD Insert 250-NB4.5 2.5[10.0 4.5 [
) TKF16%/. 150-S-16DR |1.5 [ ] [ ]
16 10.05| 4 |95| 5| - | 16°
AU— RANE 200-S-16DR |20 ) )
Lead Angle
TKF16%/. 150-S 1.5 [ ] ([ ]
» 16 0.05| 4 95| 5 | - | 0°
200-S 2.0 ® ®
KTKFR/L
...16
, TKF16%/. 150-NB-20DR | 1.5 [ ] [ ]
16 10.00| 4 |95| 5| - | 20°
BU—REME - TU—HIEL 200-NB-20DR | 2.0 [ ] [ ]
Lead Angle/Without Chipbreaker
) TKF167%/. 150-NB 1.5 [ ] [ ]
16 10.00| 4 [95| 5 | - 0°
L=l 200-NB 2.0 ® ®
Without Chipbreaker — /
#1 U—RE EINEE 0) BRILYRHBEORAREZRLET. @: {ZH#EE Standard Stock
Lead angle shows the angle when installed on toolholder.
KR GAVES LT Y TEHEED M IARETS 7y IOBFEAE 1 7—Z 10BADTT S PEY KFy TORSHERE 1 5—2 1 BADTT
Please use PCD Insert for traverse machining. Inserts are sold in 10 piece per 1 box. PCD is sold in 1-pc box.
B>y ITRBORAG &-18%) Bl o
Indication of Description (See Fig.1) FvwIOBF : R Fw TOBFE : L
Insert Hand : Right Insert Hand : Left
TKF 12 R050 S 16D R U— REOKE : R U— REOBE : R
[ [ [ f Lead Angle Hand : Right Lead Angle Hand : Right
FyTOHM| | FvITVAX iR U—Ra (8) a
Insert Name Insert Size Groove Width (FIINAE)
Lead Angle >>
F v T OBF T U—ADIFFR U—RBEDOBF
Insert Hand Chipbreaker Name Lead Angle Hand
B i S:SJb—-h : 1)— R Ri . .
R:ABF  Right e ; R:#&Y—R Right LS OBE - R LS DBEE - L
L EBF  Lett NBN'OENKDZEQ.‘”’ L:EU—F Left Toolholder Hand : R Tookholder Hand : L




. KTKFS g‘:‘ (-'j- 71 toy F}bi‘jfb—\’] W%%tﬂ D m) For Micro Diameter. Cut-off for Sub Spindle

7 |
e
NT <d
e i
a 00
n3 38
L1
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Right-hand Shown R-hand Insert for R-hand Toolholder.
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Left-hand shown L-hand Insert for L-hand Toolholder.
.m)bﬁtﬁf Toolholder Dimension
EZRBER  Spare Parts
1 (NIE & (mm) = = -
Stock CuttingDi. D (mm) IS5V TR 1— (5
ggﬁ Clamp Screw Wrench i@é 9—_ W 7
Description () Applicable Insert
R|L |gDmax*| H1=h| B L1 L2 L3 L4 F1 T E’
KTKFS®?/. 1010K-12A (@ |® 10 10 | 120 | 15 2
1212F-12A (@ | @ |6~12 19 12 85 i 26 5 6 SB-4050TRN LTW-10S TKFS12”/c ...
1212K-12B (@ | @ 120 26
KTKFS®?/. 1010K-16A (@ @ 10 10 | 120 | 20 o9
1212F-16A (@ |® [14~16 19 12 85 i 30 5 8 SB-4050TRN LTW-10S TKFS16%/1 ...
1212K-16B (@ | @ 120 26
¥ -12 94 TRIVYDIIIRE (eDmax) [FF v TDBRICKDEREDFT, @ iF4EEE Standard Stock
Cutting dia. of -12 type toolholder (Dmax) depends on the insert groove width.
% KTKFSL1212M-12B (& KTKFSL1212K-12B [CBfTULE T,
KTKFSL1212M-12B will be replaced with KTKFSL1212K-12B.
QESFv S Applicable Insert
EEME
5% (mm) Stock Grades
A Dimensi PDI-74/5 | EBEE | ArEf 5
JiZ2s AU mension (mm) PVDCZ)ated Carbide {PCDr BEILS
Shape P Applicable
Eescieten D PR1025| KW10 |KPDOO1| Tooiolder
FvIRBEBF (D ZTRYT W x| R | H[L2|0d| 8
Left-hand Shown R|L|IR|L|R|L
TKFS12R/. 100-S |1.0| 6 [ AN BN BN J
R
150-S |15| 9 [0.05/22(87 |44 |0 @@ @@ KTKFS".
200-S |2.0| 12 [ BN BN BN J
TKFS16R 150-S |1.5| 14 [ 2N BN BN J
S16%: 005|22|95 |44 0° KTKFS.
200-S (20|16 o/ oole
#1 FyTOMIR (eDsmax) FE -1 DK SICHEXHDT—IRDNS Tmm EAROMIRZERULET . @: {REFEE Standard Stock

As Fig. 1 shows, cutting diameter of Insert indicates the cutting diameter when the top of the cutting edge progressed 1mm from the center.

#2 U—RAE EYINAEE 0) BNLIRNBOBEZRLET,
Lead angle (front cutting edge angle:6) indicates the angle when a holder is attached.
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Holder Selections

O E-1DKSITKTKFSEUID—IBMNE L XAV AEY RILETTREY
RILDEEREDMEVINTICHIG LE T,

As Fig. 1 shows, KTKFS Type is applicable for small diameter and between short distance of main
spindle and sub spindle cutting.

O H2DELSCAAVAEY RILET TR Y RILOERHSEVIITICIE,
KTKFLE (EBF) ZTEATEL,.

As Fig. 2 shows, please use KTKFL Type (Left hand) for long distance between main spindle and
sub spindle.

Fig. 1
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Inserts are sold in 10 piece per 1 box.
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Fig. 2
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Recommended Cutting Conditions

OTKF12 EFDIZEE  TKF12insert

HERF v THE GIELEE m/min) Hitg (mm)
Recommended Insert Grade (Vc: m/min) Width (mm)
i) PVD -7 (V%5
Workpiece Material PVD Cc?;tld CEE%E 0.5 0.7 1.0 1.5 2.0 Rg‘iﬁs
PR1025 KW10 ZD (mm/rev)
f (mm/rev)
’Iiém (SxxC5) 60 ~ 130 - 0.01 ~0.02 0.01~0.03 | 0.01~0.04 0.01~0.04 | 0.01~0.04
arbon Steel
P
Dﬁﬁ@” (SCM %) 60 ~ 130 - 0.01 ~0.02 0.01~0.03 | 0.01~0.04 0.01~0.04 | 0.01~0.04
oy Steel
ATV UAE (SUS304 &) ~ ~ ~ ~ ~ ~
S 50 ~ 100 - 0.005~0.015 | 0.01~0.02 | 0.01~0.02 0.01~0.02 | 0.01~0.02 st
Coolant
& (FC-FCD %) - 50~100 | 0.01~003 | 0.01~004 | 0.01~005 | 0.01~005 | 0.01~0.05
7IL=ZD L ~ ~ ~ ~ ~ ~
Nl e D - 200 ~ 450 0.01 ~ 0.03 0.01~0.04 | 0.01~0.05 0.01~0.05 | 0.01~0.05
ff-'s - 100 ~ 200 0.01 ~ 0.03 0.01~0.04 | 0.01~0.06 0.01~0.06 | 0.01~0.06
.TKF 16 ﬁfﬁ (Dj%ﬁ TKF16 insert
#5=F » THE FIHIRE m/min) Hig (mm)
Recommended Insert Grade (Vc: m/min) Width (mm)
#Hlt PVD -7 4V B 15 20 #E
WerikipEes W EEiE PVD Coated Carbide : : Remarks
PR1025 Kw10 2D (mm/rev)
f (mm/rev)
PRl (SxxC 35) 60 ~ 130 - 0.02~007 | 0.02~007
Carbon Steel
P
aidl (SCM35) 60 ~ 130 - 0.02~007 | 0.02~007
Alloy Steel
ATV UAE (SUS304 &) ~ - ~ ~
e 50 ~ 100 0.01 ~ 0.04 0.01 ~ 0.04 mat
Coolant
ik (CFC~FCD %) - 50 ~ 100 0.02 ~ 0.08 0.02 ~ 0.08
ast Iron
ZILV=EZO L _ ~ ~ ~
WL et W 200 ~ 450 0.02 ~ 0.08 0.02 ~ 0.08
Eifl - 100~200 | 0.02~0.1 0.02 ~ 0.1
Brass
‘TKFS] 2 1§ﬁﬁ®i%e TKFS12 insert
#EEF v THE FIHLRE m/min) Hig (mm)
Recommended Insert Grade (Vc: m/min) Width (mm)
At PVD -4 Y% el ikt
Workpiece Material PVD Coated Carbide 1.0 1.5 20 Remarks
PR1025 Kw10 ED (mm/rev)
f (mm/rev)
’xﬁm (SxxC %) 60 ~ 130 - 0.01 ~0.03 | 0.01~003 | 0.01~0.03
arbon Steel
Py
Dﬁ@” (SCM %) 60 ~ 130 - 0.01 ~ 0.03 0.01~0.03 | 0.01~0.03
oy Steel
ATV (SUS304 %) ~ ~ ~ ~
e 50 ~ 100 - 0.01 ~0.02 0.01~0.02 | 0.01~0.03 mt
Coolant
&k (FC-FCD %) - 50~100 | 0.01~003 | 001~003 | 0.01~0.03
ast Iron
ZILV=EZO L ~ ~ ~ ~
AL ot A - 200 ~ 450 0.01 ~ 0.03 0.01~0.03 | 0.01~0.03
Hifl - 100 ~ 200 0.01 ~0.04 0.01~0.04 | 0.01~0.04
Brass
OTKFS16 ERADIEE  TKFs16 insert
#5=F v THE FIHIRE m/min) Hig (mm)
Recommended Insert Grade (Vc: m/min) Width (mm)
I PVDO-F4V% HBIE it
Workpiece Material PVD Coated Carbide 1.5 2.0 Remarks
PR1025 KW10 ED (mm/rev)
f (mm/rev)
R (SxxC 5) 60 ~ 130 - 0.01~003 | 0.01~003
Carbon Steel
P
aidl (SCM35) 60 ~ 130 - 0.01~003 | 0.01~003
Alloy Steel
A7V LA (SUS304 &) ~ _ ~ ~
2 S 50 ~ 100 0.01 ~0.02 0.01 ~0.03 Bt
Coolant
&k (FC-FCD %) - 50 ~ 100 0.01~003 | 0.01~0.03
ast Iron
ZILV=EZO L - ~ ~ ~
WL e W 200 ~ 450 0.01 ~0.03 0.01 ~0.03
Eifl - 100 ~ 200 0.01 ~ 0.04 0.01 ~ 0.04
Brass
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Case Studies

-n=4,500min"!
(Bl#EE—7E)
Constant revolution

-f=0.03mm/rev

Dl Wet 09)
-TKFS12L150-S ( () I

(PR1025) t
B4 Unit : mm

10,0001&/3—7+
10,000 pcs/edge

PR1025

5,000M@/3—7

il 5,000 pes/edge

fibttmB

Competitor B

SUS304L

-n=2,500min"!
(Bl#EE—7E)

Constant revolution

-f=0.015mm/rev
;E:T:ﬁ Wet

‘-TKF12R150-S-16DR
(PR1025)

09

BS{I Unit - mm

8,000{&/3—=+
8,000 pcs/edge

PR1025

4,000f@/3—FLUF
less than 4,000 pcs/edge

ftbttm@C

Competitor C

OTKFS (PR1025) (FftittmBITx U,
2fEDFHmE ENFEETHD. RODEDREDRIFCH ol

TKFS (PR1025) doubled competitor B tool life and the surface finish is better.

(A—Y—#kDFHAICEKD Evaluations from Users)

OftttmCIF4,0008  I—FLUFTF v IRIEHFEE LTchl
TKF (PR1025) [32{&?D8,0001&,  1—F T L THIIRE
FRFTH oI,

Competitor C shows chipping less than 4000pcs/ edge, but TKF (PR1025) shows
better edge condition even after 8000pcs/ edge.

(A—Y—HDFHAICEKD  Evaluations from Users)

ADVANCING PRODUCTIVITY

— £EMM LICEHRTORES —

tIEI TECEY 9 HHXHlThIE SAEENE

S8R 9:00~12:00-13:00~17:00

0120 396369 R BRRE- S HEEEHLTEDE A

(#%-PHSPELZRIETEET)FAX:075-602-0335 RS HAFIV—Hik—MzY -

MKYOCERA =

TEL:03-3797-4628(f%
TEL:022-223-7223(f{%&

FAX:03-3400-1870
FAX:022-223-6812

BEEERR
EIREEMR

TEL:052-936-6506 (K%)
TEL:076-264-1814(f%)

FAX:052-936-6510
FAX:076-264-1815

(KK
()
EME%A TEL0258-31-2105(ft%) FAX:0258-31-2106 REEF TELO75-604-3471(1%) FAX:075-604-3472
o — A BEE%F TEL027-323-7181(f%) FAX:027-327-5464 KIRE 2 TEL06-6399-2407(ft%) FAX:06-6399-2480
El\tj**itﬁ*i FHEELR TEL028-621-4270(ff%) FAX:028-621-4271 UERRE AT TEL079-286-5200(1t%) FAX:079-286-5220
e T ESEE AL EAREER TEL046-227-6186(1tFK) FAX046-226-5552 L% TEL086-233-2595(1tK) FAX:086-232-5907
T612-8501 REHAREXTTHEFIREICH WA E %R TEL0263-36-2435(f8%) FAX:0263-38-0531 LB E %A TEL082-227-6339(1%) FAX:082-228-6399
TEL:075-604-3651 FAX:075-604-3472 SEHVE % TEL053-453-6777(ff%) FAX:053-453-5123 FUMNE AT TEL092-472-6964(ft%) FAX:092-472-6938
http://www.kyocera.co.jp/prdct/tool/index.html = E %R TEL0566-75-5761 (%) FAX:0566-76-0654
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