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Low Cutting Force and High Efficiency Radius Cutter
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For titanium alloy and precipitation hardened stainless steel

MEGACOAT NANO
PR1535
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For Ni-base heat resistant alloy and martensitic stainless steel
CVDi&E cvb Coated Carbide
CA6535
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Excellent cutting performance due to low cutting force design
High efficiency radius cutter

o utting force comparison
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MRX SM chipbreaker Competitor A Competitor B

< DIHIEH Cutting Conditions >
Ve=120m/min, ap x ae=2 x 25mm, fz=0.2mm/t, SUS304, 7] Cutter $50
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Flat Lock Structure to hold insert firmly
Prevents insert rotation during machining to provide stable cutting
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Wide flat binding face
- Receives even cutting forces
« Prevents insert rotation

POINT3 xi"ﬁr- iz 7]" I Wide application range

Binding face
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Facing Slotting Shouldering Pocketing Ramping / Profiling
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Cost-effective M-class inserts are available.
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M RX Low Cutting Force and High Efficiency Radius Cutter
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Longer tool life with a wide lineup including 4 grades and 3 chipbreakers! Avilable for steel, stainless steel, and heat resistant alloys

b Tl ’ &R 7] iE
?&tﬂ éu M- Weligizes Ap];;ﬁ'cile Iﬁeﬁj(sgzde Appﬁéﬁe@tﬁtﬁaker
WM, A&, BEEM carbon Steel / Alloy Steel / Die Steel PR1525 GM/SM/GHEfT /B 1& chipbreaker
RO, BREHHK Gray Cast Iron / Nodular Cast Iron PR1510 GH/GMUEfi /B & chipbreaker
REMARE Ni-base Heat Resistant Alloy M SERAE RN Martensitic Stainless Steel CAB535 SM/GMEf /B 1E Chipbreaker
M ﬁf&ﬁs AN Austenitic Stainless Steel
S YV 5 '

. HEE Tianium ity M H7HHTEL ZANEE N Precipitation Hardened Stainless Steel —— SM/GMET B chipbreaker

Iﬂ?EﬁE’J ESI 1%;5 'ﬁjﬁ 't]] ﬁu%'ﬁ: For Chipbreaker Selection and Recommended Cutting Conditions » P6
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Stable cutting prevents insert fracturing
Good for high efficiency machining
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Newly Developed
Tougher Substrate
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Smooth & less adhesion
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Oxidation and wear resistant
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Prevent peeling of coating layer
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For Ni-base heat resistant alloy and martensitic stainless steel
High heat resistance and wear resistance with CVD coating
Improved stability due to thin film coating technology
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Frictional wear resistant
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Layer structure of MEGACOAT
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For titanium alloy and precipitation hardened stainless steel
Stabilized milling operation and long tool life with Kyocera's MEGACOAT NANO
coating technology

#ﬁthﬁ Tool Life Comparison

PR1535

o SREMI# & & Ni-base Heat Resistant Alloy * SKD61 (38 42HRC)
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< IH %4 Cutting Conditions > Ve=50m/min, ap x ae=1x 20, fz=0.15mm/t, WET < PIHI %M Cutting Conditions > Vc=120m/min, ap x ae=2 x 25, fz=0.35mm/t, DRY




MRXE! 37 8t 71 (5514 1 FL) MRX Face Mill (with coolant hole)
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Fig.1 oD Fig.2 9D
ﬂﬂRTl' Toolholder Dimensions
me | 8 el e | B2 | gy | BB | BESE
Description Stock [No. of . ﬂ]‘—i Drz:wing (kg) (min-1)
inserts| rg | oD [¢D1|¢d |¢d1|¢d2| H | E | a | b | C | S |AR|RR.| 7L Weight | Max. Revolution
[P e o [mi || (w0 les] | | | | B O
By s ST ® o a e | [ | [0 e
fé MRX 080R-16-5T [ ) 5 &1 1.1 11,500
LI 080R-166T | ® | 6 80|70 |®4)20 18| |27 |6 |95 Fal [ 1.1 | 11.500
He o2 8 [100] 78 |3175] 46 34| 8 12744 8 |s10° |55 - 12 5O
& e o2 125| 89 | 38.1 | 55 63 | 38 | 10 |15.9 R T
MRX 040R-10-5T-M | @ 5 40 |38 |16 |15 ] 9 19 | 5.6 |84 1 0.2 20,000
osmansrit | ¢ 16 5 (0151001011 | @ o faaioa|2¢| © |0 || | B} [oo] o
MRX 040R-12-4T-M | @ 4 40 | 38 | 16 |135] 9 19 |66[84]29 0.2 21,000
050R-12-4T-M | @ 4 50 | 48 4 0.3 18,000
050R-12-5T-M | @ 5 40 0.3 18,000
063R-12-5T-M | ® | 5 o leol 210" 21831104 B 06 | 15500
063R-12-6T-M | @ 6 6 34 6 |+10° |-55° ) 0.6 15,500
I e P P NPT ]
M= 100R-12-7T-M | @ 7 K2 [ 1.4 12,000
2 100R-129TM | ® | © 100)78 32146 - 308 144 Fo? 1.4 | 12,000
MRX 063R-16-4T-M | ® 4 0.5 13,500
063R-16-5T-M | ® 5 63 |60 | 22|18 | 11 40|21 63104 1 05 13.500
ssontostu | 85| a0 |20 (20| 10| o] 7 s = L e
100R-16-6TM | ® | 6 | ° [ 1 O s laal 418 1.4 | 10,000
100R-16-7T-M | @ 7 _ ) &2 [ 1.4 10,000
-16-6T- Fig.
IR o 1 2 125| 89 | 40 | 55 63| 33| 9 164 o) 26 9000
o : *ﬁ}ﬁ{frﬁ Std. ltem
Eﬁzsjiﬁmﬂﬂ' Spare Parts and Applicable Inserts
= s X & ERHMHIRE
Tt Sparclbarts == Caution vﬁh Max. Revolution
Bim | 7y % BRBELRY SR 0BT
HE B |"F Y 2| o or o gl R s U
- G S ool focnalid LA ERTIE BT B TR LD SEG S R
Description Compound Y Applicable Inserts S _
DTPM TTP q > Whgn running an endm\ll or a cutter at the
.// maximum revolution, the insert or cutter may be
é / % %’/ % damaged by centrifugal force.
= B BRNAN, WA RYS R
MRX 040R-10... HH8X25 | RPMT10T3MOER-GM FIMP-1)7E R B2 |,
—— | SB-3070TRP DTPM-10 MP-1 RPGT10T3SMOER-GM Coat Anti-seize Compound (MP-1) thinly on
050R-10... 77 P S R S EHLAE 2.0N-m HH10X30 [ RPGT10T3MOER-SM portion of taper and thread when insert is fixed.
- | ] .ON-.
063R-10 Recommended Torque for Insert Clamp 2.0N + m HH10X30 RPMT1 OT3MOEN_G>_<H1
MRX 040R-12... HH8X25 %1 THESIEZSRPMTI0T3MOE #,
W HH10X30 | RPMT1204MOER-GM Not compatible with the conventional
=1c... - PRMT10T3MO.
7™ |SB-4090TRPN DTPM-15 MP-1 RPGT1204MOER-GM AeE 5 HEERPMT1204MO 5
063R-12... 71 F 6 F I BB 3.5N-m HH10X30 | RPGT1 204I\/IOER—SG|\/| %2« RPMT1204MO-HE #,
080R-12 Recommended Torque for Insert Clamp 3.5N * m HH12X35 RPMT1204MOEN- ><H2 Not compatible with the conventional
y PRMT1204MO0 and PRMT1204M0-H.
- - RESIBESRPMT1606MO-HE #,
100R-12... ¥ 3--- Not compatible with the conventional
MRX 063R-16... HHIOX30 | e 0ER G LI5S MO SH,
080R-16... |SB-50120TRP TTP-20 MP-1" | 4H12x35 | RPGT1605MOER-GM
RPGT1605M0ER-SM
H TRE$EREEHLE 4.5N-m -
% Recommendejd Torque for Insert Clamp 4.5N = m _ RPMT1605MOEN G>:|<,—|3
125R-16... ‘ ‘ HE#F UIBI 55 Recommended Cutting Conditions == P6




M RX Low Cutting Force and High Efficiency Radius Cutter
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TI#FR~F Toolholder Dimensions
R~F(mm TR ] R
EilR=] EE z:’;% Dime(nsion) Raie Agg)le g% Ak ET'E’%;E
P 0. Of < ;
ez Stock | inserts | rz | oD | ¢d | L | £ | C | S (,\AA{;'() RR. | 7LZ | O Revoiion
MRX 16-S16-08-2T | @ | 2 16 | 16 | 110 +3° x B Fig.1 38,000
20-S20-082T | ® | 2 4 20 720 [ 50| 40 | 24 | 40 [ 00 (55 | o E2 ¢ 32,000
25-S25-08-4T | ® | 4 25 | 25 i9.2 28,000
£ [ MRX 20-S20-10-2T | ® | 2 20 |20 | |59 +5° | -8° T B Fig.1 30,000
B3 25-525-10-3T | ® | 3 5 25 | 25 40 | 29 | 50 [ 400 |55 | % mo 28,000
G 32-S32-10-4T | ® | 4 32 | 32 | 140 + : Fig.2 22,500
71T [MRX 32-S32-12-3T | @ | 3 2 | 4 | 140 B2 Fig2 24,500
e 40-S32-12-4T | ® | 4 6 40 40 | 34 | 6.0 |+10° |-55° | & m3 21,000
& 50-S42-125T | ® | 5 50 | 42 | 170 Fia.3 18,000
MRX 40-S32-16-2T | ® | 2 40 | 32 | 140 B3 Fos 18,000
50-S42-16-4T ® 4 8 50 40 | 170 | 40 44 | 80 |+10° |-5.5° = 9 15,500
63-S42-165T | ® | 5 63 E14 Figa 13,500
MRX 16-W16-08-2T | ® | 2 16 | 16 | 89 +3° T 15 Fig.5 38,000
20-W20-08-2T | @ | 2 4 20 720 ["91 ] 40 | 24 | 40 [ 00 55 | o 16 Fig. 32,000
25-W25-08-4T | ® | 4 25 | 25 | 97 |7 Fig.7 28,000
w5 [MRX20-W20-10-2T | @ | 2 20 | 20 | of +5° | -8° % 5 Fig.5 30,000
l)ﬁl% 25-W25-10-3T | ® | 3 5 25 | 25 | 97 | 40 | 29 | 50 [ 100 |55 | g E7 Fig.7 28,000
%= 32-W32-104T | ® | 4 32 | 32 | 101 : E7 Fig.7 22,500
72 [MRX32-W32-123T | @ | 3 32 | 4 | 101 E7 Fig.7 24,500
fHe 40-W32-124T | @ | 4 6 40 40 | 34 | 6.0 |+10° |-55° | & =8 21,000
& 50-W40-12-5T | @ | 5 50 | 40 | 111 Fia.8 18,000
MRX 40-W32-16-2T | ® | 2 40 | 32 | 101 S 18,000
50-W40-16-4T | @ 4 8 50 40 111 40 44 | 80 |+10° |-55° = 9 15,500
63-W40-16-5T | @ | 5 63 112 B9 Figo 13,500
MRX 16-516-08-2T-160 | ® | 2 16_| 16 | 160 | 70 +3° x B Fig.1 38,000
20-S20-08-2T-180 | @ | 2 4 20 |20 [180 | g | 24 | 40 [ 00 [65° | Eo ¢ 32,000
- 25-525-08-4T-180 | ® | 4 25 | 25 | 180 * Fia2 28,000
& | MRX 20-S20-10-2-180 | @ | 2 20 | 20 | 180 +5° | -8° x B Fig.1 30,000
KE 25-525-10-2T-180 | @ | 2 5 25 | 25 | 180 | 80 | 29 | 5.0 . . _ 28,000
%2 32.532-10-4T200 | ® | 4 32 | 32 | 200 +10° |-65° | F | E2rg2 22500
715 [ MRX 32-532-12-2T200 | ® | 2 32 | ,, [ 200 | 80 B2 Fig.2 24,500
1o 40-S32-12-4T-200 | ® | 4 6 40 200 |, | 34 | 60 |+10° |55 | & E3 21,000
£ 50-542-12-4T-300 | @ | 4 50 | 42 | 300 flo® 18,000
MRX 40-S32-16-2T-200 | @ | 2 40 | 32 | 200 13 ri s 18,000
50-S42-16-4T-300 | ® | 4 8 50 | ,, | 800 | 40 | 44 | 80 [+10° |-55° | A& 9 15,500
63-S42-16-4T-300 | ® | 4 63 300 B4 Figa 13,500

©® : FRAETEE s item




Eﬁ:sjiﬁmﬂﬂ' Spare Parts and Applicable Inserts

B iR o BXREBEHIIRE
KEE wF Jeteti] Caution with Max. Revolution
Clamp Screw Wrench Anti—-seize RERESBESESEHUENELT, HI8EY
== Compound BATIA BB N SEGS H AT S,

Description DTPM TTP ¢ Applicable Inserts When running an endmill or a cutter at the maximum revolution,
/ .’/% the insert or cutter may be damaged by centrifugal force.
E / /& Y B @R A, WRHE D BHEBEEHMP-1)
RDMTO803MOER-GM | ~ EREIRLL,

SB-2555TRP DTPM-8 MP-1 RDGTO803MOER-GM Coat Anti-seize Compgund (MP-1) thinly on portion of taper and
MRX ----08... 7] % P S EHLAE 1.2N-m RDGT0S03MOER-SM thread when insert is fixed.
RecommendeJd Torque for Insert Clamp 1.2N + m RDMT0803MOEN-GH
*1
SB_3070TRP DTPM-10 MP—1 Eﬁg{gggg%g;ﬁ:gm 51+ T 5 BEBRPMTOBT2MO-HE .
MRX ----10... 70 B0 PR AR 2.0Nm RPGTI0TaMOER-SM [ e e
Recommended Torque for Insert Clamp 2.0N + m RPMT10T3MOEN-GH >.<2--~3:?b— [Hif i 1073 t'O |PI§MT10T3MO
>:<2 ot compatible wi the conventiona .
RPMT1204MOER-GM %3 NEESIHELSRPMT1204M0OS5RPMT1204M0O-H
SB-4090TRPN DTPM-15 MP-1 RPGT1204MOER-GM i,
MRX -.-12... T1 4% B EH4E 3.5N-m RPGT1204MOER-SM Not compatible with the conventional PRMT1204M0 and
Recommended Torque for Insert Clamp 3.5N + m RPMT1204MOEN-GH PRMT1204MO-H.
K31 x4 TEESIBELSRPMTI606MO-HE #,
RPMT1605MOER-GM Noficmpatiglz with the conventional PRMT1606M0—-H.
SB-50120TRP TTP-20 MP-1 RPGT1605MOER-GM
MRX ----16... 7R 90 PR EHEAE 4.5N-m RPGT1605MOER-SM
Recommended Torque for Insert Clamp 4.5N + m RPMT1605MOEN-GH

i T 41 HEFFYIHEI 51 Recommended Cutting Conditions =9 P6

HI 7] B (F5 L) Miling Inserts (with hole)

{E 4> ERA4H p M. &2 carbon Steel / Alloy Steel *
Classification of Usage BN Die Steel *
M BRAKRE RN INSUS304%) Austenitic Stainless Steel * Y °
*: AT/ ?E% Roughing / 1st Choice O RAKRNEISUSL04%) Martensitic Stainless Steel * * g
For *ﬁﬂﬂI/%Z?gﬁ Roughing / 2nd Choice 7R O Gray Cast Iron e & 8
W: BEINT/E1EEE  Finishing/ 1st Choice K N A
J . EREBEEER Nodular Cast Iron * 7e
O: #5INT/5E2#EFF  Finishing/ 2nd Choice =S =S ; ; &
(_E@F;E45H RCU—FiﬁA) s W (=) %(%i%ﬁ (=) %) Heat Resistant Alloy (Ni-base Heat Resistant Alloy) Yo * 7};%
In 6886 hardness is under 45 HHG SKE S (Ti—6AI-4V) Titanium Alloy * # &
H SEEE S Hard Materials O g
s cvosE| =
" yo Al(mm) ©) | MEGACOATNANO | gp | <
Ak il B3 Dimension Coated Carbide
Insert Description £nglg

A | T | ¢d | W re o | PR1535 | PR1525 | PR1510 | CA6535

RDMT 0803MOER-GM | 8 |3.18| 3.0 | - 4 15 [ ] [ ] (] (

RPMT 10T3MOER-GM | 10 |3.97| 35 | - 5 [ [ [ [ ]

1204MOER-GM | 12 |4.76| 4.6

=
>
-

I
o
N
-
[ J
[}
[}
[}

Gene%?jrpl\ge%l\z}-class) 1605MOER-GM | 16 |5.56| 5.8 | - | 8 ° ° ° °
RDGT 0803MOERGM | 8 [3.18[30| - | 4 | 15| @ ° ° °
RPGT 10T3MOER-GM | 10 [3.97 | 35 | — | 5 ° ° ° °
1204MOERGM | 12 |476| 46 | - | 6 | 11| @ ° ° °
Gene%ﬁégeg(g-)dass) : 1605MOER-GM | 16 |5.56| 5.8 | — | 8 ° ° ° ° |
P4

RDGT 0803MOER-SM | 8 [3.18| 3.0 | - 4 15 @ @ [ J

RPGT 10T3MOER-SM | 10 [3.97| 35 | - 5 ® (] ®

-

I

o
N
-
[ ]
[ ]
[ ]

1204MOER-SM | 12 |4.76| 4.6

A R, = L 1605MOER-SM | 16 |5.56| 58 | - | 8 ° ° °
RDMT 0803MOEN-GH | 8 |3.18|30| - | 4 | 15| @ ° ° °

RPMT 10T3MOEN-GH | 10 |3.97 | 35| - | & ° ° ° °

1204MOEN-GH | 12 |4.76| 46 | - | 6 | 11| ® ° ° °

DL Tmanm 1605MOEN-GH | 16 |5.56| 58 | — | 8 ° ° ° °

® . FRETEE Std ltem




M RX Low Cutting Force and High Efficiency Radius Cutter

*E?—'J—t)] ﬁ“%ﬁ'— Recommended Cutting Conditions

HEFZIT B #8 (33 2512 mm/t) Recommended Chipbreaker | #E%E 7] i #1 B (V]38 B m/min) Recommended Insert Grade
T I oL O CVD®RE
V1B #4 RD**08 type: ag;_gnrqm P**10 typeapapTanSmm = ) MEGACOAT NANO CVD Coated
Workpiece Material RP**12 type: ap=3mm, RP"161ype ap=4mm Carbide
RDMT-GM | RDGT-GM | RDGT-SM | RDMT-GH
RPMT-GM | RPGT-GM | RPGT-SM | RPMT-GH | PR1585 | PR1525 | PR1510 | CA6535
RN Carbon Steel (SxxC) * 01~02~03 | ¥ 01~02~03 |+ 0.06~0.15~02]  0.15~0.3~035 - * 120~180~250 = =
A& Aloy Steel (SCME) * 0.1-02~03 | # 0.1-02-03 [# 0.06~0.5~02| * 0.15~03~03 - * 100~160~220 - -
1EELHW Die Steel (SKD/NAKZ) e 0.1-0.15-0.25 # 0.1-0.45-0.25| ++ 0.06~0.12~02| + 0.15-02~03 = * 80~140- 180 = 2
B Z RN Austoniic Stainless Steel (SUS304%) 0 01~015~02 | ¢ 0.1~015~02 | % 0.06~0.12~02 S S 100~160~200 | 3 100~160~200 - -
DRERFEN vartensiic Stainess Steel (SUS404%) 7 0.1~015~02 | % 0.1~015~02 | % 0.06~012~02 - e 150~200~ 250 - - * 180 ~240~300
M A 2T Precipitation Hardened Stainless Steel (SUSB30%) | ++ 0.1~0.45~02 | * 0.1~045~02 | # 006~0.42~02 = * 90~120~ 150 - - -
X A%$5%k Gray Cast Iron(FC) * 0.1~02~03 | ¥ 01~02~03 = +r 0.15~03~035 S S * 120~180~ 250 -
BkZ 54K Nodular Cast Iron (FCD) * 0.1~015~025| % 0.1~0.15~0.25 = +r 0.15~02~03 = = * 100~150~200 =
SRR MRS & Nibase Heat Resistant Alloy ¢ 01-042-015| % 0.1-0.42-0.15] 3 0.06~0.1~0.15 = s 20~30-50 = = * 20~30-50
K& % Titanium Alloy (Ti-6AI-4V) e 0.1~042~0.15] # 0.1~0.12~0.15] * 0.06~0.1~0.15 * 40~ 60~80 - S 30~50~70 -
X HEMREE. KESEFEMNI, *: $—#H%F ~: F-WHF *. Istrecommendation v : 2nd recommendation

Machining with coolant is recommended for Ni—-base heat resistant alloy and titanium alloy.

S Z;%E%N figlﬁ]‘* Aﬁ ﬁ(Aﬁ?ﬁ RDGT/RPGT, RDGT/TPGT are recommended for stainless steel, Ni—base heat resistant alloy and titanium alloy.
# PIHI AT RTIEF S GNP EIE, FRESENTHEREEEREEEEE. #5,.

The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within 1he above conditions according to the actual machining situation.
¥ I & A R R YIR (ap) Are/2(RD*08E HI2mm, RP**10Ei)2.5mm, RP**12&f3mm, RP**16Zf4mmprt il EfE1E)
PIRFEMMAT, SEEIM ERRE T ROGRE RETEHEEAEFE,

Recommended feed rate in the table is the reference value when ap is re/2. (2.5mm for RD**08 / 3mm for RP**12 / 4mm for RP**16)
For other ap, calculate the recommended feed rate based on the conversion factor below.

% {EFAMRX16-S16-08-2T(-160), MRX16-W16-08-2T, MRX20-S20-10-2T(-180). MRX20-W20-10-2TH}, i&15 #4418 EEHERE R EMN50% T
For MRX16-S16-08-2T(-160), MRX16-W-08-2T, MRX20-S20-10-2T(-180)and MRX20-\W20-10-2T, set the feed rate not higher than 50% of the recommended cutting conditions.

lﬁ%*ﬁﬁ*ﬂ é'l Vi H‘Jﬁf‘*ﬂﬁ#ﬁﬁ¥¥& Conversion factor for feed per tooth by depth of cut (ap)

X+ E B

BAR Tl : i
%]35; X N P THEF1 71 71 B3 28458 2 2] Conversion factor for feed per tooth (RPMT128). 534, GMETEHE. §)5Fap=1mm)
ap (max) |ap=0.5mm| ap=1mm |ap=1.5mm| ap=2mm |ap=2.5mm| ap=3mm | ap=4mm | ap=bmm | ap=6mm | ap=8mm | 0. 2mm/t(BRsN. GMETB BRI AEEH) x 1.5
RD**082 8! (GM/SM/GHZEEY ) P**12 ap=1mm =
RD**08 type%ig/l/SM/GH chlpbreaker)) Amm 1.7 13 1.1 gténdaﬁrd 0.9 038 0.8 B _ B 5).3mm/t %0 3mpm/t 1€ﬁﬁ?ﬁm§%§g&ﬁ)
FD)MAQV%;E%&A(%SMAEM'%E?i%) Srom 19 14 12 ! gtg%ﬁ 09 08 08 - - (%all“cl\l;ll'ﬁigntsggmggerbon steel, GM chipbreaker, ap=1mm)
R 12X GM/SM/GH*&) 18) — | o.2mmit (Ref lue for carbon steel and GM
I e el
& 8nm | 2.4 | 1.7 | 14 | 1.3 | 11 | 1.1 [JEE] 09 | 0.8 | 0.8 | 2P=Imm=0Smmit{Recommended eedrate
RD**16 e G /SM/GH chi breaker) Standard

ShElbn T, ST . BBEEA I oriling / Ramping / Helical milling

TEXH RAYIR ShEI T RHE T S2TE SN T
Tool spec. Max. ap Drilling Ramping Helical milling
Nk tae | L | mxmomeed | ohmec |Exmsme | | REGNERREN | g prame |RETELEINTARR | gimraae
Insert Tool dia. P Max. Cutting Depth Mlnﬂguéttl)rt\tgo;eg%g for amax(P ? Y Olmax Mr\/?;x.(:;:rlr?glrl;:r}\%glg‘ Min. C¢ut1ing Dia. | Min. gg&l’ﬁ fgicaiﬁf;r flat | prax. guttmg Dia.

oy 16 0.7 9 8 0.141 28 20 24 30
RDV0S%E |20 4 4 13 9 [o0.158 25 26 32 38
25 : 18 5 0.087 45 36 42 48

20 0.6 11 5 0.087 57 26 30 38

25 16 10 0.176 28 33 40 48

RP**1 025! 32 5 23 6 0.105 47 47 b4 62
RD**10 type 40 1.9 31 4 0.070 71 63 70 78
50 41 3 0.052 95 83 90 98

63 54 2 0.035 143 109 116 124

32 21 9 0.158 37 43 52 62

40 29 5 0.087 68 59 68 78

RP**{ 25U 50 6 24 39 4 0.070 85 79 88 98
RD**12 type 63 ’ 52 2 0.035 171 105 114 124
80 69 0.035 139 148 158

100 89 1 0.017 343 179 188 198

40 25 11 0.194 41 51 64 78

50 35 7 0.123 65 71 84 98

RP*16£# | 63 8 34 48 4 0.070 114 97 110 124
RD**16 type 80 ’ 65 3 0.052 152 131 144 158
100 85 2 0.035 229 171 184 198
125 110 1 0.017 458 221 234 248

P LXL#JHH'-GI#E’\] ',% 1?%%]3%1 mmBTJ‘E’\MEo The above value is based on the clearance of Tmm between the tool body and the workpiece. $1§_ Unit: mm

EhEI DN TAYE R S Tips for driling

[ -'E;'iﬁ'] fé'_' ] Drilling depth @
%E\E\%E/] Pdfﬁo (Pd: % \EEIEj(jJDI‘/?ﬁJ:E) See Max. Cutting Depth (Pd) in the above cutting conditions B X =
[ -'E:'iﬁUFE’]’rﬁiﬁ-fAﬂﬂI ] Traversing after drlllmg
SEINTEEEHTERASN TNATIER 4(% <:|
Caution for traversing right after drilling
OO RO B I DRI, BETIESHEAHTHEASH TR —FB/NI,
(B A M7 8912 8 BT A8 1 77 R K)

Reduce the table feed by 50% of the recommended conditions until the center core part is completely cut off.
The internal cutting edge's radial rake angle is large in the negative direction.

QIREFER/NBHKXR 10 ERFTR, o R AZ - D

Min cutting length for flat bottom face is as the list above. Center core




FEm T (RN I)EYFEZE S Tips for ramping

- BRI T AEIEREEamax AT,
Ramping angle should be under amax (Maximum ramping angle)
in the above cutting conditions.

+ BB IRETE B KM T70% LT,

Feed rate should be under 70% of the above cutting conditions.

RIFEFR AR AERRATEIK L BitEX

Formula for Max. cutting length (L) =

at Max. ramping angle

A
\J

Olmax
ap
tan omax

Sl

ﬂ%ﬁﬁ’f‘iﬂ‘lﬂ‘]iﬂi%,ﬁ Tips for helical milling

+ BIEN AR S F VORGSR ERIBERE R AT RapA T o

tesh, RIETAEF ORI B R alE AR R AL A& KA A amax,
Sinking depth (h) at helical milling should be under Max.ap in the above cutting conditions. Sinking angle a (with
trajectory of the center line of tool) should be under amax (Maximum ramping angle) in the above cutting conditions.

- HEREAE B FENT0% T,

Feed rate should be under 70% of the above cutting conditions.

* ?E??JW)@%?E?JDIO Down-cut milling is recommended.

WEEEM TR & 7%k Helical milling factors

D(TAMTIRE)

utter diameter

=
)
< N
£ gDs(IEEPIDE’Wﬁ@E@)
% iameter of trajectory of cutter's center line
s I d
o | oDh(I LTI EFR)
[% gumng diameter i
5\ X ODs
[ N S
_ m
= LELAAE sinking angle

7]" I iﬁ“ Case Studies

ODs(TEFLHIHITEERHKBETTE)

Diameter of trajectory of cutter's center line

¢Ds=¢Dh-¢D

TUIRERZ(h)
Formula for sinking depth (h)
h=n x $Ds x tana
(hi&IZEFEapAT)

(o iE R B omax A T)

h should be under ap
o should be under amax

[ I TFLEZ$Dh1<¢yDh < $Dh2IHE T ]

When cutting dia. ¢Dh1 < $Dh < ¢Dh2
REPUHYIHIKE
(Al—TEARaTEER)
Center core part remains
after machining.

Not removable with the
same cutter

[ I TFLEZ¢Dh1<¢Dh<¢Dh2iFE T )
When cutting dia. $Dh2<¢Dh<¢$Dh3
REPLEHIZB
(F— TR T L)
Center core part remains
after machining.

Removable by traversing
with the same cutter

S

Z
D

% ¢pDh1 ~ Dh3155BP6H T %o
Please refer to P6 the list below for ¢Dh1~Dh3.

SUS304

SKD61(47-49HRC)

110

65

TE%w
4545

4.5 times
longer tool life

1RFIE Slant face

80
230
380

IE%5dm
2fFELE
More than
double tool life

o BEBESRME Nozzle parts + Ve = 113m/min
capxae=1.0x66mm - F= by
« MBRX100R-1 2—9T—M(97I‘5U]) 9 edges

- fz=0.14mm/t

+ RPGT1204MOER-SM(PR1535)

« BMEEM Moldparts  * Ve = 125m/min  + fz = 0.25mm/t
capxae=10~20x10mm -« F= ory

+ MRX20-S20-08-2T(2#17]) 2edges  * RDGTO803MOER-GM(PR1525)

PR1535

450pcs/edge

4501 TI%R

2 E FRRE

2 pcs and more

PR1525

U=

Conventional

- 1 OO/I\/1 7] '7'% 100pcs/edge

WEF= i

Conventional

« Fopiipa. 515, TIREthA A& T 1.5(F
c SREESMEL, M TERENTIEREY

MRX prevented burr formation and improved surface finish.

High cost efficiency due to 4.5 times longer tool life and 1.5 times more insert edges.

(1542 F3 P340 User Evaluation

c DUEFREFGFREIN AR, MRXTSHBEN TS HRS2
fFELE
Conventional tool machined only 1 pc of workpiece due to unstable tool life, but MRX doubled the tool life
with stable machining.

(4842 A P34 User Evaluation

2fiPhone N ATERF, AR P EFBEREMERB,
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BHFRE BHEA,

App StoredIFKEL !
ZEApp StoreHIN A" R mE YEITER| BE
AR,

% App Storeh £ Eapple.inc. B EM B 4Ro
XiPadth o] F Fo . .
http://www.kyocera.com.cn/prdct/cuttingtool/index.html

/" 3 — s
“ ZFIAPPRIAERF, ABPEFHERSMBERE,
BR“FTEVHIR " S " 4B T APP A
iPhone iPad Android
\ WA TE R W) i R T 1S 2o @ http://www.kyocera.com.cn/prdct/cuttingtool/index.html )
"
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TEL:021-3660-7711 FAX:021-5638-6200
http://www.kyocera.com.cn/prdct/cuttingtool/index.html
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