Grooving and Cut-Off

Grooving and Cut-Off

A2™ Cut-Off Inserts e 5 Easy Steps to Maximise Productivity

Step 1 ¢ Select insert width and holder type
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Available in 26mm and 32mm heights

o Frequently used tool.
 Two insert seats.
o Deepest depth-of-cut capability.

o Efficient tooling solution with improved stability.
o Limited depth-of-cut capability.

e Shank tool with the highest stability.
e Limited depth of cut.
e Single insert seat.

Step 2 ¢ Select the insert lead angle

o Part type.
* Burr and centre stub considerations.
o Cut-off to centre or through hole.
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_— 6-10° 15-16°

—
. [ T 1]
insert type —](—_I

_3 | |

o For cutting off solid workpieces. o For cutting off solid workpieces with reduced o For thin-walled workpieces.
ded e Centre stub will form on cut-off part. formation of centre stub. o For cutting off small diameter workpieces

reco'mm.en € * Eliminates lateral deflection. * For cut-off to a through-hole with reduced burr. with minimal burr or centre stub.
application o Best for deep cut-off depths.
tool life Best tool life Better tool life Good tool life

D10

KZKENNAMETAE

www.kennametal.com




KZKENNAMETAII

Step 3 ¢ Select chipbreaker style and feed rate

o Lead angle or neutral insert.
o Workpiece material.

-CL
Cut-Off Low Feed

-CF
Cut-Off Fine
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-CM
Cut-0ff Medium

-CR
Cut-0ff Rough
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o Excellent chip evacuation in low feed
applications.

o Offers improved stability and rigidity
in difficult-to-control applications.

o Cut-off insert with precision ground
cutting edge for low feeds.
e Curved cutting edge.

o Cut-off insert with precision moulded
cutting edge for medium feeds.
o Stabilised straight cutting edge.

o Cut-off insert with precision moulded
cutting edge for higher feed rates.
o Curved cutting edge.

Chipbreaker Style and Feed Rates ® mm/rev

N-CR N-CF N-CM N-CF N-CF CBN available
0,08-0,3 0,05-0,12 0,05-0,2 0,05-0,18 0,04-0,10 upon request
N-CF _ _ — —
0,05-0,15
N-CL N-CL N-CL N-CL _
0,05-0,15 0,05-0,12 0,05-0,18 0,04-0,10
R/L-CR R/L-CF R/L-CM RIL-CF RIL-CF CBN available
0,05-0,12 0,04-0,08 0,05-0,12 0,04-0,10 0,04-0,08 upon request
R/L-CF _ _ — _
0,04-0,08
R/L-CL R/L-CL R/L-CL R/L-CL —
0,04-0,08 0,04-0,08 0,04-0,10 0,04-0,08

Step 4 ¢ Select grade and speed
Recommendations for Grade and Speed Selection ¢ m/min

machining workpiece material
condition
J,‘,'g,':,g’,‘:,i‘:,’,',',};‘,‘g:s KT315 KT315 KCU25/KC5025 KT315 KCU25/KC5025 _
higher speeds 305-625 230-560 265-560 600-1300 100-325
B| ooty | KcuzsiKcaoes KCU25/KC5025 KCU25/KC5025 KCU25/KC5025 KCU25/KC5025 CBN available
g Sanditons 265-560 265-500 230-500 500-980 80-050 upon request
unfavourable
tnavoL KCU25/KC5025 KMF KMF KMF KMF _
°°'L'f,'}'s°'|'§“:'$£",§‘°d 200-325 135-065 80-265 200-600 30-80

Step 5 ¢ Select insert and holder from catalogue page

NOTE: The insert seat size must match the seat size of your holder selection.

Example for A2 e Cut-0ff

Material low carbon steel
Workpiece diameter 27mm
Depth of cut 4mm
Congratulations!

You have successfully maximised cut-off productivity by selecting the best insert,

toolholder, grade, and cutting specifications for your application!
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Recommendation

Insert A2022R10CF00
Grade KC5025
Cutting width 2,2mm
Insert seat size 2
Toolholder A2BNSN3202
Seat size 2
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140 m/min
Feed: 0,05 mm/rev

Speed:
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