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Hi efficiency Notched and No-hand insert for MSRS90
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Notched insert reduces cutting force reduction at the first pass

giﬂi#ﬁﬂ H‘]ﬁﬁi’]ﬂ I Stable machining without chatter

@mﬁﬁnﬂﬁﬁ 'I! Smooth chip evacuation
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Various expansive possibilities. Available for various type of application with custom order cutter
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Multiple Cutter

MSRS908! 45 &

Features of MSRS90

- =iERE, KBRS, RiR3hTI&E

Hi efficiency cutter with low cutting force and small vibration

- IR EHE B

Smooth chip evacuation

- RARKFAHIMEGARE

MEGACOAT for long tool life

O FIIRMEM TEKIFEY T E

Various cutting edge length according to cutting conditions

168, 2B Em FAEE (980, 2100)th B AFRE= M

4-stage type (980,0100) available in addition to 1-stage and 2-stage types.

ﬁ* Max
60mm
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Hi efficiency Notched and No-hand insert
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Various expansive possibilities due to no-hand insert with corner-R
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MEGACOAT for long tool life — -
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§§m TiN()iTi\IN %ﬁi,%}% “MEGACOAT”

T MEGACOAT with high strength and fracture resistance for long

tool life
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Notched insert for low cutting force
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Second land improves the cutting edge strength and notch reduces the cutting force
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18mm -
For right/left hand "
Auvailable for various cutting angle L}l ?E ﬁ?’{k ?ﬁﬁﬁé ;{k
Cutting edge length 18mm

o 'ﬂ:& Bﬂj] (%5’}%“ 1‘%)] H_ 5‘)’(%) Low cutting force (effect of notched insert)
t)]é"l BE ttiﬁ Comparison of cutting force
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%1 y] iﬁb second land first land

Conventional New design
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Edge preparation
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Notched insert realizes low cutting force and small vibration

BEAI/N, #RBH/N

Low cutting force and small vibration
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BENRFHBEEHASRBRESZEZNTIS
Insert cross-section.(Available for various type of application with new Inserts)
mi BEGREE |3 EIERE a4 Bl T4 Sl
Application Purpose 3 notches 4 notches Without notch
BA
General purpose FRAERTEE

FE—HE Standard type
1st Recommendation

EEMEN KBRS T E 1 +
Low cutting force oriented Low resistance type
e T4 B
EETIRBE | (oms s men)
Emphasis on edge strength Without notch

(Possible to use notched insert)

I Z B3 REGT R AERR AR AR T 1R)

Various expansive possibilities (custom order and standard)
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Side cutter

A&
iiﬁéﬁﬂﬁ Plunge cutter

High feed cutter

HEESETIE

Tapered cutter

B
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Back milling cutter

o fEEEKRERNIMT

Shaft length determination

FEHET]

FEHEH%T
EFTE BHFTE
Face mill Face mill
Left hand cutter

Right hand cutter



. MSRSQOEE MSRS90

B
= Rake Angle
o
AR. |RR.
-10°
.ﬂ*ﬁﬁ# Holder dimension
we By wg g]u é Eﬁ% R~F(mm) pimension(mm) 2 %&i;
peserpton Fo Wl s ¥ 3| oD | od edi|od2| H | E | a | b | S |od3|ods|ods|eds| G |7 vein
MSRS 90080R-1-4T ® | 4| 4 1 6 16.5 fig.1| 1.4
9@& 90080R-2-4T ) 4 | 2 | 80 |31.75] 27 | 18 32 | 8 |127] 31 fig2| 1.2
E 90080R-4-4T ® | 16| 4 | 4 90 60 fig.3| 1.5
% 90100R-1-6T ® | 6 | 6 1 o 16.5 fig.1| 2.3
7 g 90100R-2-6T ® | 12| 6 | 2 |100|381| 39 | 21 38 | 10 |15.9| 31 fig.2 | 2.1
’g? 90100R-4-6T  |iTHl| 24 | 6 | 4 90 60 fig.3| 3.2
%2 90125R-1-8T ® | 8 | 8 1 16.5 fig.4| 2.6
a3 - 125 (381| 55 | - | 60 | 38 | 10 |15.9 S N R
%&J 90125R-2-8T  |iT#l| 16 | 8 | 2 31 fig.5| 2.4
I
#1| |MSRS 90160R-1-8T ® | 8 | 8 1 16.5 fig.4| 4.3
" - 160 [50.8| 70 | - | 60 | 38 | 11 |[19.1
;g 90160R-2-8T  |iT#l 16 | 8 | 2 31 fig.5| 4.1
=) 90200R-1-10T ® | 10| 10 | 1 16.5 fig.6 | 6.7
S 200 (47625 - | - | 60 | 38 | 14 | 254
FIES 90200R-2-10T  |iT#J| 20 | 10 | 2 31 fig.7 | 6.6
-’§ 90250R-1-12T ® | 12| 12 | 1 16.5 fig.6 | 12.6
8 - 250 |47625| - | - | 60 | 38 | 14 | 254
£ 90250R-2-12T  |iT#l| 24 | 12 | 2 31 fig.7 |12.5
s
90315R-1-14T ® 14| 14 | 1 16.5 fig.8 [ 16.1
- 315 |47625| - | - | 60 | 38 | 14 | 254 17 | 27 | 22 | 32 | 25
90315R-2-14T  |iT#l| 28 | 14 | 2 31 - [16.0
MSRS 90080R-1-4T-M | ® | 4 | 4 1 6 16.5 fig.1| 1.3
9@& 90080R-2-4T-M | ® | 8 | 4 | 2 |8 |27 |20 | 13 24 | 7 |12.4/| 31 fig.2| 1.1
i 90080R-4-4T-M | @ | 16 | 4 4 90 60 fig.3| 1.4
* 90100R-1-6TM | @ | 6 | 6 | 1 5 16.5 fig.1| 2.2
é’ 90100R-2-6-M | ® | 12 | 6 | 2 |100| 32 | 45 | - 30 | 8 |14.4| 31 fig.2| 2.0
=4
38 90100R-4-6T-M |iT#l| 24 | 6 | 4 90 60 fig.3| 3.1
/\| 3
%‘Ug 90125R-1-8T-M | ® | 8 | 8 1 16.5 fig.4| 2.6
o - 125 40 | 55 | - | 60 | 33 | 9.4 | 164 N N R
e 90125R-2-8T-M |iT#l| 16 | 8 | 2 31 fig.5| 2.4
E| |MSRS 90160R-1-8TM | ® | 8 | 8 1 16.5 fig.4| 4.2
g - 160 | 60 | 70 | - | 60 | 33 | 9.4 | 164
EE 90160R-2-8T-M |iT#J| 16 | 8 | 2 31 fig.5| 4.0
“lz 90200R-1-10T-M | ® | 10 | 10 | 1 16.5 fig.6 | 6.7
* - 200 60 | - | - | 60 | 38| 15 |259
* 90200R-2-10T-M |iT#l| 20 | 10 | 2 31 fig.7 | 6.6
-’g 90250R-1-12T-M | @ | 12 | 12 | 1 16.5 fig.6 | 12.6
8 - 250 60 | - | - | 60 | 38 | 15 |259
= 90250R-2-12T-M |iT#l| 24 | 12 | 2 31 fig.7 |12.5
2
90315R-1-14T-M | @ | 14 | 14 | 1 16.5 fig.8 | 16.1
- 31560 | - | - | 60 | 38 | 15 |259 17 | 27 | 22 | 32 | 25
90315R-2-14T-M |iT#l| 28 | 14 | 2 31 - [16.0

®: 17 ETF @:Standard Stock  JEFR: #EELE = Made to Order



. iﬁﬁﬁ 7] }:lL Applicable Insert

R~F(mm BE(C
ﬂ:ﬁk EilE=3 Dime(nsion ) Aﬁéle ) MEGACOAT
Shape Description
A T od re a PR1230 | PR1210
- SPMT 180616EN-NB3 [ J [ J
o
18 6.35 | 6.8 1.6 11°
SPMT 180616EN-NB4 [ J [ J
SPMT 180616EN-NB3P [ J [ J
3 nﬁgtﬁe\sﬁi(%\gv%eg%{?n?e¥ e
o 18 | 635 | 68 | 16 | 11°
SPMT 180616EN-NB4P [ J [ J
AN S EIE IREAE
4 notches Low resistance type
SPMT 180616EN-V 18 6.35 6.8 1.6 11° [ J [ J
i otch
@ :fRfEETF @:Standard Stock
O ENEETIFERZRIEFEEIN  Caution when installing notched Insert } } LEEH No. of Inserts
N . . . . . B TE | 715 | BRE =S EHE Norched
BIEHEDEEN TR REIERLE, BHELER, REBUSSELEMIEERG I, Description No. of Insert| No. of Line | No.of Stage i3] L WIS
MSROOESTETI R F DX L5 BT R REM B TIRIC. NB3(P) NB4(P)
It is important to install the approprigte n_otched_ insert into the correct position. Failure to do so may result in MSRS 90100R-1-6T 6 1 3 3
damage to the cutter body. The appropriate insert is marked on the pocket of the cutter body.
. 90100R-2-6T | 12 6 2 6 6
TNRRERE @ &5 IP5 How to install the insert Refer Page 5
90100R-4-6T | 24 4 12 12
. ﬁ—\;'ﬁ: Spare parts
@14: Spare Parts
X EH2ET RF IEIE-(FEE X E42ET RF Yo 45 B LE 5
Clamp Screw Wrench Cartridge Clamp Screw Wrench Anti-seize Compound
e N
Description {!“é,y 4.,/
= wERTEn) | |2 / \
(Only bottom edge
should be used)
19316 g’ MSRS 90080R- O -4T HH16x45
E 2 MSRS 90100R- O -6T - - - HH20x55
% £/MSRS 90125R- O -8T
= 2/ MSRS 90160R- O -8T MAP-1806M*" | SB-40140TR DT-15
B MAP-1806S *2 -
E 8 ?
£ EER A R EAES.5Nm
* = 90315R- O -14T for Cartridge Clamp Tightening Torque
% £[MSRS 90080R- O -4T-M SB-60120TR | TF25L MP-1 HH12x35
% Eé’ MSRS 90100R- O -6T-M TR EE - - -
% Z|MSRS 90125R- O -8T-M R ElH4E7.5Nm
for Insert Clamp Tightening Torque

MSRS

With Cartridge

oot B I 3

90160R- O -8T-M

1

90315R- O -14T-M

MAP-1806M*
MAP-1806S *2

SB-40140TR

DT-15

REZR A REHE3.5Nm

for Cartridge Clamp Tightening Torque

#iE)*1: MAP-1806M=ZMSRS90..R-1.l9% AEEF%
*2: MAP-1806S2MSRS90..R-2. . HIET(FE1R)FAEE X, BAEFRNERTRN(EIR)

Note) *1: MAP-1806M is only for MSR90..R-1..cartridge
*2: MAP-1806S is only for MSR90..R-2..bottom edge (1st stage) cartridge. This cartridge is used for bottom edge (1st stadge) only.
BEEFRZEFZE: BEFRB2NRERITEE, EREMN, BEIr LAATREEANEEIRS, ARBIT LRS- REET,

How to attachcartridge: To fix the cartridge, tighten the slant screw at first, then tighten the other screw.

D
- EIEEJJJ-*.E"JW&, i%i%%&‘%&%iﬁ%iﬁﬂ(MPq )'T"i% E42$T £ - Coat Anti-seize Compound (MP-1) thinly on clamp screw when insert is fixed.




i o,
. 7] H- *% ﬁ;£ How to install the insert

[ %ﬁ%‘l 1%&"377 H?C%%if%%ﬁ Installation of Notched Inserts
BWAIF ENEFMII R ENEFHEEEBHITRE

When installing the inserts, match the insert’s top surface number to the number on the holder

§5[$TE [E_l Same number ;ﬁ""‘#
5 -+ Eﬁl Same number

. 7] J;jl- E?&??TE{/E'}J;E% Insert Replacement Procedure

1. ﬁﬁ{%ﬂ Fl- ﬁ%‘g%ﬂ{iﬁl‘]iﬁiﬁ ’ %UJE %5& lga’ % o Remove chips or any dust from the insert pocket.
2. Fﬁ %*EE&EH H_ (—F‘-&B))]%j] H_ §%‘§$ IE o Install inserts by pushing down the insert with a finger.

3. ?C%‘é J] H_ Hﬂ"ﬁ%1§ﬁ ]Zﬁ% E(]T;_—;lg ?)i%z(TT—25L) o Please use only the attached T-wrench (TT-25L) for insert installation.
X AE IR IRFRETI R AT iR E 7] R R EI(BEETHABN)0

Inserts might not be clamped properly when using a different wrench.

- T EE A
— i | EEH4E7.5Nm

for Insert Clamp Tightening Torque

B4R T (TT-25L) - EA = m M R T

Attached T-wrench (TT-25L) Other wrench

4. NhRETER, BRI FLECHEE) B TTER,

After installing the insert, ensure there is no gap between the insert and the cartridge.

Hj4E B Gap

Tt 4% P& No gap

5. RfERE, #EFRMERFERZESEE,

After each use, additional clamping is recommended using the attached T-wrench.



e 2,
. *E#t]] ﬁll %14: Recommended Cutting Conditions

458 (mm/t) Feed Rate (mmit) 18133 BE (m/min) cutting Speed (m/min)
ke R (TR B MEGACOAT
Standard type Low resistance type
NB3 + NB4 NB3P + NB4P PR1230 PR1210
A AR M (S5 % * =
G (55%) 0.1-0.2-0.25 0.1-0.2-0.25 120~150-~220 120~150-~220
THREM (SxxC& * e
lpeL) 0.1-0.2~0.25 0.1-0.2~0.25 100-150-200 100-150-200
A * Y
/ﬂf O 0.1-0.15-0.2 0.1-0.15-0.2 100~150-~200 100~150~200
HEH(SKD/NAKZ * %
P ) 0.1-0.15-02 0.1~0.12~0.15 100-150-180 100-150-180
RO (FC I *
T 0.1-0.2-03 0.1~0.2-0.25 100~180-250 100~-180-250
IKEBHEL(FCD ¥ *
M A8 e (FCD) 0.1-0.2~0.25 0.1~-0.18-02 100-180-220 100-180-220

M (SUS304%)

Stainless Steel

AHEFF Not Recommended

$a. A

Non-ferrous Metals

THEFF Not Recommended

*E—HEFE Yo:#TH#HFE K 1st Recommendation Y :2nd Recommendation

B ZMBHERIIEFRTIT various custom orcer cutters

Kigtes TI4

High feed cutter

118

AT

Plunge cutter

4 -

"

B

45° FEEHET]

45 degrees face mill

EEGE TR

Tapered cutter

RiEEAITHENR, AHEERESRINIE.

VINF. TR ERERIIEIRTIR,

Various types of cutter design available to meet with your conditions, such as cutting diameter,
cutting angle and cutting edge length (stages), etc.

k=S

Side cutter




. )]l] I iﬁu Case studies

FCD450

T =44 industrial parts

J1#&FNTI F Cutter and inserts

MSRS90100R-1-6T(2100 - 67])
6 edges

SPMT180616EN-NB3/NB4
(PR1210)
» Vc=150 m/min

MIME

+ ap x ae=6 x 65 mm Machining part
- fz=0.15mm/t

(Vf=430mm/min)

SCM420

1 Z 44 Construction machine parts
J1#2FNT] K Cutter and inserts

MSRS90125R-1-8T(g125 - 87])
8 edges

SPMT180616EN-NB3/NB4
(PR1230)

+ Vc=200 m/min

- apxae=10x50 mm

- fz=0.1mm/t

(Vf=400mm/min)

Chip removal 258cc/min.

Y1 HEH #258cc/4) O

Chip removal 200cc/min.

Y1 HEH #200cc/4y o

H AT ~mB 107cc/4y
Comp.B 107cc/min.

ER|

Htt /AR = mC 153cc/4y
Comp.C 153cc/min.

EN|

#R

- Xt Ef A RS MmB, MSRSQ0HIMN T RIZSR2M& 1 E
- WL EAM AR @B, ap x ae=3 x 65mm
EMmRETIMI, MSRSOAE—RETIMT

- 45458 T N TR iE

Results

» MSRS90 doubled the cutting efficiency compared with comp. B.

- Comp. B machined with 2 passes (apxae=3x65mm). MSRS90 machined with only 1 pass.
- Cutting time reduced

(& B & FiE4Y) Evaluation by the user

R
- XL E AN F = RC, MSRSOMIIN T ZERSE 71.31%
- Hitt /AR 7= SChap x ae=5 x 50mm

- Hh AR F=RCR2TIRTIF, RAB=>MSROERSMIMEMNE
B4 N TR APEZE1/3

Results
+ MSRS90 improved cutting efficiency to 1.3 times compared with comp. C.
+ Comp. C: apxae=5x50mm

+ Tool cost reduced to 1/3 since comp. C is 2-cornered insert.
MSRS90 reduced machining cost as well as improving cutting efficiency.

(& B % Fi%4Y) Evaluation by the user

SKD

AR FAZE 45 Ship parts /
JI#ATI R Cutter and inserts
MSRS90160R-1-8T(2160 - 87])

-292000,","

i)
Worked Surface

8 edges %
SPMT180616EN-NB3/NB4
(PR1230)

+ Ve=150 m/min

- apxae=10x10~50 mm
+ fz=0.1mm/t
(Vf=240mm/min)

SNCM —

% FBHLZE 4 Power generator parts
J1#&ATIF Cutter and inserts

MSRS90125R-1-8T(g125 - 87])
8 edges

SPMT180616EN-NB3/NB4
(PR1230) —
- Ve=160 m/min [PR—E—

- apxae=10x0~20 mm g L 3

+ fz=0.15mm/t

(Vi=500mm/min) | os0 |

200 |

Y178 HE tH &1 20c0/%y 0

Chip removal 120cc/min.

128/C o

12 faces /edge

e e
Comp.D 60cc/min.

ER|

Hith 2R~ mE 8E/C
Comp.E 8 faces / edge

3

HR

- XPtE EM /AR F@mD, MSRSOMIMMIMZEIET T2E%

- XFEE H A/ B = mDAJap x ae=5 x 10 ~ 50mm
—=MSRSOE TR Si&IT, Al apy kF26E

- BEEIEIEE 0 L F(Ve=100=150), ARSI Tap, NTEF 0
TR (458 hn TR 1E)

Results
+ MSRS90 doubled the cutting efficiency compared with comp. D.
+ Comp. D: apxae=5x10~50mm, MSRS90 can increase ap twice due to low cutting force.

+ MSRS90 can increase ap as well as cutting speed (Vc=150). It resulted in total cutting
efficiency improvement. (time reduction)

(& B & FiE4Y) Evaluation by the user

#R
- MSRSOOK & A& fr R H At /A R~ fERJ1.51&
- Hth /A B RERap x ae=12 x 0 ~ 10mm(BihER KX ET])
F B H Ath A 8 7= RERY L4 B/ (Vi=400mm/min)
ST TR E (58 0 TR E
- SEMARAFREMYIRIEAX, MTMEFSRHEXESEL
MSRS90M TAFE R E. (VIHIFEI/M)
Results
+ MSRS90 improved tool life to 1.5 times of comp. E.

- Comp. E machined with 2 pass (apxae=12x0~10mm) with low cutting feed (Vf=400mm/min).
MSRS90 improved cutting efficiency. (time reduction)

- Comp. E creates large noise due to large cutting force. MSRS90 reduced the cutting force and
noise as well.

(5k B % FITM) Evaluation by the user

HEMAPPEL AR, AEPEFHERTHEHIR

R REVIHITR " SR "4 T35 APP KA

X KYOCERG

iPhone o iPad Android
(3 KYOLERE i % KYOCERD T KYOCERS ] I:FE ﬁﬂ’!ﬁ JN=
i i S FAEFEESEARATE]
< MU TR AR
b X 57005 KT b 35A30E 1402 (200072)
TEL:021-3660-7711 FAX:021-5638-6200
AR R M BRI S #% | http://www.kyocera.com.cn/prdct/cuttingtool/index.html http://www.kyocera.com.cn/prdct/cuttingtool/index.html
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