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Grooving Inserts -

i Carbon Steel / Alloy Steel
. App“cable Inserts 2 ar_ aallia LJ Classification of usage
M |[Stainless Steel [ ]
K |Castlron (") @ : Continuous-Light Interruption /
Description N [Non-ferrous Metals o o 1stQhoice )

GVF?. ...-100AA 8 [mwamm Al Py O :g:gtg\;;zzilghtInterrupt\on/
...-200AA 4.3 12 4.5 H Hard materials (under 40HRC) ( ] @ : Continuous / 1st Choice
...-300AA Hard materials (over 40HRC) O : Continuous / 2nd Choice
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nsert escription =
R Description) S/2/g/® ®|3|8| 8| Toolholder | & El
W | B | re|Z|00R R 22D 32
R-hand shown === o0 (X| <2<
,§ﬂ-  |GVFfL100-005AA |GVF7. 100AA | 1.00 @O
W™ wroos GFVS?.--08AA
o 200-005AA 200AA |2.00|2.2|0.05 [ (@) ; GS8
+ TP GFVTAL----08AA
I ol 300-005AA 300AA 3.00 @O

[+ Dimension B: shows available grooving depth.]
+ GVF%....005AA inserts are not compatible with GVF....~O0OA (see page G65) inserts because their Side Relief Angle is 10°.

@ Face Grooving Diameter of GFVS-AA (also GFVT-AA)

G
Face Grooving
ipti Dia. gD i
DRIl MII\II VAX ARG (EEE ® |t is available to infinity ©° in case of machining
- - the first i than MIN.

GFVST.  1010F-08AA e first groove bigger than E
1212H-08AA -8 | o° GVFr1C0AA 3t is available to infinity © when machining o
1616H-08AA ~ toward outer diameter. 3
2020K-08AA | (0) | (o0) GVFY=300AA o
2525M-08AA o

eRefers to the machining of the initial groove with MIN .28, ® When widening the groove width to inner diameter.
o . . For machining up to the center of the workpiece
If the initial groove is made smaller than this, regardless of insert width.

the toolholder interferes with the workpiece.

@8 (MIN.Face Grooving Dia)
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Installing GVFL100AA | Installing GVFL300AA

Installing GVFL100AA | Installing GVFL300AA

© Recommended Cutting Conditions (GFVS-AA / GFVT-AA)

Recommended Insert Grade (Cutting Speed: m/min) Groovin Traversing®
) PVD Coated Carbide | Carbide ving Versing
Workpiece
Material @ 2 a f f flematie
al B ] g ap
(e e < (mm/rev) (mm) (mmirev)

Carbon Steel / Alloy Steel | (™00 | so2v00 0.01~0.05 | Max.0.5 | 0.01~0.05
i RAY * ~ - Coolant

Stainless Steel 5080 5080 0.01~0.03 | Max.0.3 | 0.01~0.02

Non-ferrous Metals X | 0.01~0.08 | Max.0.5 | 0.01~0.08
* ap has to be set for less than corner-R(re) when traversing of edge width % : 1st Recommendation Y : 2nd Recommendation

1.0 mm (GVFL100AA).
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