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Toolholder Dimension

Min. Cutting . . Width Spare Parts
N Stock Dia. Dimension (mm) (mm) Screw Wrench P
Description Insert
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Insert Dimension ® : Standard Stock
: : Insert Grade
Dimension (mm) | Angle | o i Tontast| PVD Costed | Catide
Shape Description
g | 8|2 |8|-¢°
W | R L H | M 6 2 % % % =
gy 3 R GMM 3015-04V |3.0|0.4 |155 2.3 e o o o o
Wb ‘ 402004V |40(04(20(43|33| — | @ | @ | @ | @ | @
e — 5 =0 5020-08V | 5.0 0.8 | 20 42 o o o 0 o
g 5 A GMM 3015-15VR | 3.0 | 1.5|155 2.3 | ) o | o
= L 4020-20VR | 40 (20| 20 |43 |33 | — o e O
) d Y T
Full & groove-Copying:M Class SR, ﬁE 5020-25VR | 5.0 | 2.5 | 20 42 ° S
@ : Standard Stock
Recommended Cutting Conditions
Recommended Insert Grade (Cutting Speed) Grooving Traversing
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Cermet | CVD Coated PVD Coated Carbide Width (mm) Width (mm) é
Workpiece Material o g
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= 5 o o 4 Feed Rate (mm/rev) Feed Rate (mm/rev)
Carbon Steel (SxxC) 100—180 | 80—160 | 80—160 | 80—160 — 0.05-0.15{0.07—-0.15|0.07—0.15|0.10—0.20 | 0.15—0.25| 0.15-0.25
Alloy Steel (SCM) 80—160 | 70—140 | 70—140 | 70—140 — 0.05—-0.15{0.07—0.15|0.07—0.15|0.10—0.20 | 0.15-0.25| 0.15—0.25
Stainless Steel (SUS304)| 70—130 | 60—120 | 60—120 | 60—120 — 0.05-0.15{0.07-0.15|0.07—0.15|0.10—0.20 | 0.15—0.25 | 0.15—0.25
Coolant
Cast Iron (FC,FCD) — — — — 70—120 [0.05—0.200.10—0.20|0.15-0.20 | 0.10—0.20| 0.15—0.25 | 0.15—0.25
Aluminum — — — — 200—400 |0.05—0.20|0.08—0.25|0.10—0.25 | 0.10—0.20 | 0.15—0.25 | 0.15—0.25
Brass — — — — 100—160 |0.05—0.15|0.08—0.20 | 0.10—0.25 | 0.10—0.20 | 0.15—0.25 | 0.15—0.25
Case Studies
SCM415 -KIGM-V doubled the parts per edge
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