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Low Cutting Force and High Efficiency Radius Cutter
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Excellent cutting performance due to low cutting force design
High efficiency radius cutter
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< BAMZRA cutting Conditions >
Vc=120m/min, apxae=2x25mm, fz=0.2mm/t, SUS304, 7{E{ 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
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Ramping / Profiling
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Cost-effective M-class |nserts are available.



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
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J.L| _'XH Wfeiigee AppI;:'aEIIe'I:r:sert grade Apaic:'ble Chipbreaker
EtAZ- B2 -2 HZ carbon stesl / Alloy Steel/ Die Steel PR1525 GM/SM/GHEH|O|7{ chipbreaker
3T -HEIY FE Gray Cast Iron / Nodular Cast Iron PR1510 GH/GMEZ[O]{ chipbreaker
NiZ| LHEES Ni-base Heat Resistant Alloy M OrEHALOIEH| AR AZ Matensitic Stainless Stes! CA6535 SM/GMEZ|O|?{ chipbreaker
M AH|LIO|EH| ARIBAZ austenitic Stainless Steel
S E|EF 2 T N PR1535 SM/GME |07 chipbreak
- 12 =a Titanium Alloy M MZEHSH ABIF|AZ Precipitaion Hardened Stainless Stee! Ll aipzea

EE‘Hola‘I 9—| *I‘%—E—%—QI‘ —’F—x._'l E&LJF_E For Chipbreaker Selection and Recommended Cutting Conditions » P6
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Stable cutting prevents insert fracturing |

Good for high efficiency machining I W] oJél 84 QU] . OFEA BHA

Smooth &less adhesion
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High heat resistance and wear resistance with CVD coating EXo| o ot RS oL
Improved stability due to thin film coating technology Ercticnaliwsar/resistant
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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
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< EMZZ Cutting Conditions > Vc=50m/min, apxae=1x20, fz=0.15mm/t, WET <BHZA cutting Conditions > Vc=120m/min, apxae=2x25, fz=0.35mm/t, DRY
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@D1
2D1 .%
@d
b
| N <} J
NL T "
o T T
Ujr < ot V O
> 211 o N 2 £ @d1 ¢!
El- @d1 gl
Fig.1 @D Fg2 @D
E X2~ Tooholder Dimensions

X2=(mm AAZH° 2 =] X 18| T A
o 4 by ek g ID_i'n:(Snsion) nglzrggl)e %% SAr _'I;}" _LI_T'_'?'I '1_1_'_

Description Stock e, ?f Es Drawing ( g) (mm )
inserts| re [ OD | QD1 (@ d | Qd1 [ Pd2]| H E a b c S AR |RR.| &8 Weight | Max. Revolution

MRX 080R-12-6T ® | 6 Jgl-1 1.2 13,500

80 | 70 | 254 | 20 | 13 27| 6 |95 - :

;| fooRprT (@171 ° 0 34| 6 vl es| 00

& 100R-12-9T ® o 100| 78 [31.75] 46 | - 34| 8 |12.7 e 1'5 12’000

%ﬁ MRX 080R165T | ® | 5 e AR

£ -1o- JEH - )

NE 0BOR-16-6T | @ | 6 il A Il I O A I s Fo1 [ 1.1 | 11,500

¢ R o218 [100 78 |str5| 46 34| 8 [12.7)4.4| 8 |+10°|-55° i 14 10000

- = 2 2

-16- Fig.2

1223_1g_g : g 125 89 |38.1 | 55 63 | 38 | 10 [15.9 N g; 8’888
MRX 040R-10-5T-M | @ | 5 40 |38 |16 | 15| 9 19 15684 1211 0.2 20,000
050R-10-6T-M| @ | 6 5 [ 50| 48 40 29| 5 [+10°]|-55° -2 11 0.3 17,500
063RA07T-M| @ | 7 63 [60] 22| 18| 1 21 |63 104 P91 0.6 [ 15,000
MRX 040R-12-4T-M| @ | 4 40 | 38 | 16 |18.5| 9 19156(8.4[29 0.2 21,000
050R-12-4T-M| @ | 4 50 | 48 o 0.3 18,000
050R-12-5T-M| @ | 5 40 L 0.3 18,000

22 |18 | 11 21 |6.3 (104 2|1 :
063R-12-5T-M| @ | 5 63 | 60 . . Fi3.1 0.6 15,500
063R-12-6T-M| @ | 6 6 3.4 6 [+10°|-55 0.6 15,500
T N P e P P PR =

0 - :

A2 100R-12.7T-M| @ | 7 2 S5y 1.4 | 12,000

&= 100R-12-9T-M| @ | 9 10078 |2 | 46| = 0|8 A Fo2 | 1.4 12,000
R . 63|60 |22 |18 | 11|40 | 21|63 [104 - 95 15509

l- . )
080R-16-5T-M | @ | 5 Fig1 | 1.1 11,500
80| 70|27 |20 | 13 24 | 7 (124 .
100R-16.6T-M| @ [ 6| ° 50 44| 8 410|585 T2 10000
100| 78 | 32 | 46 30| 8 |14.4 = :
100R-16-7T-M| @ | 7 B ag-p| 1.4 10,000
125R-16-6T-M| @ | 6 Fig.2 | 2.6 9,000
125R-16.8T-M| ® | 8 125| 89 | 40 | 55 63| 33| 9 (164 56 9.000
® . EETHT s iem
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% WhenHrunning an endmill or a cutter at the
&= maximum revolution, the insert or cutter may be
RPMT10T3MOER-GM . damaged by centrifugal force.

MRX 040RA0-- | sp-anrorhp DTPM-10 Mp-1 | HHOES | LR IOTOMOER.GM | B A%mAMP-1)= B8 Dbl
050R-10... HH10X30 | RPGT10T3MOER-SM A YT A3F0| B|0|m{ e} LI
] El ZMmg &M E23 2 0N- RPMT10T3MOEN-GH 7'|| ':J-Lo|-0=| FMAIR
063R-10... Reo?mn?ended ?or;'ae for Insert Clamp 23]\/.m HH10X30 *1 Coat Anti-seize Compound (MP-1) thinly on portion

of taper and thread when insert is fixed.

MRX 040R-12 HH8X25
- %1...7|Z%42] RPMT10T3MOZ = SHE|X|
050R-12... HH10X30 | RPMT1204MOER-GM oA I
—— gt DTPHI-1S MP=1 RPGT1204MOER-GM ltlco‘t:lclml-. atible with the conventional
063R-12 HH10X30 | RPGT1204MOER-SM :

7 Lc<on z PRMT10T3MO.
—_—] — RPMT1204MOEN-GH %2...7|=%2 RPMT1204M0 5!
B El Zeimg AKX E23 35N-m 1 %2.. /&8
080R-12... Reo?mn?ended ?or;'ae for Insert Clamp 3.5N-m HH12X35 ®2 RPMT1204M0-HRt= _¢_Q‘E|I| o) |C},
N _ Not compatible with the conventlonal
100R-12... PRMT1204M0 and PRMT1204MO0-H.

MRX 063R-16... HH10X30 %3...7|Z82| RPMT1606M0-HRH= S8t
— RPMT1605MOER-GM EIX| & LICE
080R-16... SB-50120TRP TTP-20 MP-1 HH12X35 | RPGT1605MOER-GM Not compatible with the conventional
— ] RPGT1605MOER-SM PRMT1606MO-H.
100R-16... S Zeime A4 E2345N-m RPMT1605MOEN—QH
125R-16... Reo?mn?er%g?oraaé_for \n;r@a;np 4.5N-m B *3
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ZH A H Recormended Cutting Conditions =P P6
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o 4 Mz | 2= IID_igtgnsion) Al ) 2 x| S| HA
Déseripti No. of Rake Angle %'I SIAF I _._| o=
escription Stock ino'rg AR EE oo ( o
serts | r€ @D ®d L L (& S " | RR. | =38 Drawin " min )
MREX 16-S16-08-0T ® 5 15 i 5 (MAZ() _ ax. Revolution
20-520-08-2T ® 2 | 4 [ 20 [ 20 w | 24 | ag +3 [ E [FF-Troi| 38,000
A 25-525-08-4T ® 4 25 | 25 | 120 A A0 10 |V g | 3R -2 e 2008
EE [MRX20-520-10-2T ® | » 50 1 20 - L “[28,000
He 25-525-10-3T ® 5| 5 95 551120 4 | 29 | s0 +5° | -8 T |38 -Trg1| 30,000
i 32-§32-10-4T ® 4 30 3> 1 140 +10° | 550 | © |ami—or. | 28000
E} |MRX 32:832-12.3T ® | 3 2 | ., —= 22,500
€ 40-§32-12-4T [ 1 6 140 15 2 Fge 24,500
AF 40 o °
g: B0.S19.12.6T s — O R R 40 | 34 | 60 | +10°| 557 | § [z 5 [ 21,000
MRX 40-532-16-2T ® 2 40 32 | 140 ‘ 18,000
50-$42-16-4T ® 4 8 50 o o a8l — 18,000
ol s 3 0 14 | 170 40 | 44 | 80 |+10°| 55| g |[== 8395500
MRX 16-W16-08-2T ® | » 16 | 16 | 89 = |25 —4raa] 13,500
20-W20-08-2T ® [ 2 4 [20 20 T o1 ] 40 | 24 | 40 [ 550 [ T2 5rgs] 38,000
25-W25-08-4T ® | 7 25 | 25 | o7 . O | 1100 | 85| g [2E6ras] 32,000
..5 [MRX 20-W20-10-2T ® | ° 20 | 20 | o1 = _| T [JdR-7rer| 28,000
s WS | @1 5| 5 (o5 T 25T or 40 | 29 | 50 [t o 2 [TE =71 28000
Gz 32-W32-10-4T ® | 4 32 | 32 | 101 ' 0 | j100 | 550 | o [2E-lrar| 28000
A% | MRX 32-W32-12-3T ® | 3 2 |, 3 2l —7rig7| 22,500
=l 40-W32-12-4T ® | 4 6 40 2 | 101 R R 38 -7rg7| 24,500
= L WAL12.5T s — 0 40 | 34 | 60 | +10°| 557 | § [z g [ 21,000
MRX 40-W32-16-2T [ 40 | 32 [ 101 ~| 18,000
50-W40-16-4T o 4 8 50 o R 2| — 18,000
WAL 16.5T e - 20| 40 H ; 40 | 44 | 80 | +10°| 65| | |75 8 Fos 20
MRX 16-516-08-21-160 | @ | 2 16 | 16 | 160 | 70 3 =R 19.500
20-S20-082T-160 | @ | 2 4 50 1T 20 1180 21 | am = 28 =TFa1[ 38000
= 2-52508-4T-180 | @ | 4 25 [ 25 T180] &0 | 014100 | 22| 8 |28 2 ree —20%
5 |[MRX 2-S0-10-2T180 | @ [ 2 20 | 20 | 180 5 5 = = 28,000
25 ST T @ 2] 5 o525 TH80] 80 | 20 | 50 oo oo 55000
N 328321047200 | @ | 4 32 | 32 [ 200 ' 0 100 | 550 | & |23 -2py, | 28000
S5 [MRX 325321221200 | @ | 2 32 500 | 80 ke 22,500
=4 2050124120 | ® | 4 6 51 32 500 94 | 86 | 4100 g o B 2 —2Fig2| 24,500
3 50-842-12-47:30 | @ [ 4 50 | 42 [s00 | ‘O | O | F107] 88 ® | gy g ey 21000
MRX 40-S32-16-2T-200 | @ | 2 40 | 32 | 200 18,000
50-S42-16-4T-300 | @ 4 8 50 o " 8| -3 18,000
st eaTa0 e 2 o 288 40 | 44 | 80 |+10°|-55°| & |—=°MU[™H5500
121 —4 g4 13,500

@ . EZX su.iem




—?—%EI' I—'.'El' EI Spare Parts and Applicable Inserts

=
=8

2 AF AX|H|
ﬁﬂ-ﬁ- I_II A_r|1ti-cs>eize
a3 A Clamp Screw iirench Compound XS El
= ==
Description DTPM } ”}/%' Applicable Inserts

SB-2555TRP DTPM-8 MP-1 SBXISSSgMSEE:&M
MRX ----08... RDGT0803MOER-SM
Bl ZMog A E23 {2N-m RDMT0803MOEN-GH
Recommended Torgue for Insert Clamp 1.2N-m * 1
RPMT10T3MOER-GM
SB-3070TRP DTPM-10 MP-1 RPGT10T3MOER-GM
MRX ----10... RPGT10T3MOER-SM
B EYHOoE FHEZ320N'm RPMT10T3MOEN-GH
Recommended Torque for Insert Clamp 2.0N-m * 2
SB-4090TRPN DTPM-15 MP-1 EBXHSSQ‘MSES@M
MRX ----12... RPGT1204MOER-SM

B EYWOo8 FHEZ335N'm RPMT1204MOEN-G
Recommended Torgue for Insert Clamp 3.5N-m %3
$B-50120TRP TTP-20 MP-1 EBXHSSSMSE&SM
MRX ----16... RPGT1605MOER-SM
Bl 22 &M ES3 45N m RPMT1605MOEN-GH
Recommended Torque for Insert Clamp 4.5N-m % 4

3= F v 7 (AT &) Milling Inserts (with hole)

2F_7:I_ ZAFR 7

o X1 3|F~0] F7|of L8l
Caution with Max. Revolution
HZ510] A 3T O|NCZ FHATIS 22, AN
Hofl of3li HOILE £E=2| H|AS0| WHMlsh= A7t
7| wj20f Fols HefgLch
When running an endmill or a cutter at the maximum revolution,
the insert or cutter may be damaged by centrifugal force.

B ARYTTMP-E H2 DFOLE FR U A
272 HlO|mFt LA SFA| =326H0] FHAL.
Coat Anti-seize Compound (MP-1) thinly on portion of taper and
thread when insert is fixed.

% 1...7| Z82| RPMT08T2MO-HeH= SBHE|X| oF&LICE
Not compatible with the conventional RPMT08T2MO-H.

%2...7|EEe| RPMT10T3MOb= ZE|X] ELIC,

Not compatible with the conventional PRMT10T3MO.

J|=82| RPMT1204M0 %! RPMT1204M0-HSQ}

= DHEIX| FEL

Not compatible with the conventional PRMT1204M0 and

PRMT1204MO0-H.

% 4...7| 80| RPMT1606MO-HOl= SBHE|X| QLICt,
Not compatible with the conventional PRMT1606MO0-H.

a

BAA {1 Recommended Cutting Conditions wap P8

AEERY 7IE p EFAZE- SHEZE Garbon Steel / Alloy Steel *
Classification of Usage 22 Die steel *
M QLAHLIO|EA| ABIY AZHSUS304 5) Austenitic Stainless Steel * # °
& i E%"&p FE/HM13EHE  Roughing/ 1st Choice OFEEIAO| EH| ABIH| AZHSUSA03 S) Martensitic Stainless Steel * * |H g
¥ Z.%:&'? I"';_ll/I'HQiﬁ Roughing / 2nd Choice K B|Z=A Gray Cast Iron I ‘:;__ %
| | : ’g&,?l:s/ﬁh-.-*._'l Finishing / 1st Choice SE A e * EE-I%')
O : "HAIFE/A|22=H  Finishing / 2nd Choice e T o
(A= 45HRC O[512] Z2) s LSS (Ni7] L EBHR) Heat Resistant Alloy (Ni-base Heat Resistant Alloy) * * 7;;: z
LE8=T P == " 2
Ir?case hardness is under 45 HFC{(>:T E|Et S (Ti-6Al-4V) Titanium Alloy * b d :—%
H | 2ZA=XH Hard Materials O gillé
e 38 | xS
X|2(mm) = cvDIg g
& } ) ® MEGACOAT NANO o0 <
8 4 o 3 Rizsnson ;Sng?e Goded Catids
Insert Description
QA | 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| 3.5 - 5 ® ® ® ®
1204MOER-GM| 12 |4.76| 4.6 - 6 1 [ ] ® ® ®
He(MIT)
GenerlglI Pcu>rpose(ll=\lll-class) 1605MOER-GM| 16 |5.56| 5.8 - 8 [ ] [ ] [ ] [ ]
RDGT 0803MOER-GM| 8 |3.18]| 3.0 - 4 15 ® ® ® ®
RPGT 10T3MOER-GM| 10 (3.97| 3.5 - 5 ® ® ® ®
1204MOER-GM| 12 |4.76| 4.6 - 6 1 ® ® ® ®
He(Ga)
General Purpose(G-class) 1605MOER-GM| 16 |5.56| 58 | - | 8 ® ® ® ° |,
RDGT 0803MOER-SM| 8 |3.18| 3.0 - 4 15 ® ® ® P4
RPGT 10T3MOER-SM| 10 (3.97| 3.5 - 5 ® ® ®
LU 1204MOER-SM | 12 |4.76| 4.6 - 6 11 ® ® ®
AHYAZ TR
For stailess stesl{Low cutting foree) 1605MOER-SM | 16 |5.56| 5.8 - 8 [ ] ® [ ]
RDMT 0803MOEN-GH| 8 |3.18]| 3.0 - 4 15 ® ® ® ®
RPMT 10T3MOEN-GH | 10 [3.97| 3.5 - 5 ® ® ® ®
L g 1204MOEN-GH | 12 |4.76| 4.6 . 6 11 ® ® ® ®
oMgol Yz
Tough Edge(Heavy Milling) 1605MOEN-GH | 16 [5.56| 5.8 - 8 [ ] [ ] [ ] [ ]

® : EFEIL s iem



*‘l -IéII'_J.C_?_-l Recommended Cutting Conditions

T -
$7§_‘| EE‘"0|9‘|(0|A fz mm/t) Recommended Chipbreaker ﬁ =l I|'|Zg'( "ér!—'?_'.:_ m/min) Recommended Insert Grade
XRD**OSIF-r ..ap=2mm, RP"1rOEr°' ap_z*Io| T 0I5 CIEH) CcVDIE
- RP**12E}2! ap_3mm RP**{6E}%...ap=4mm = 7| o
IESpN | RD **Ostype ap=2mm, RP*10 type: ap=2.5mm MEGACOAT NANO CVD Coated
Workpiece Material RP**12 type: ap= =3mm, RP**16 type: ap=4mm Carbide
RDMT-GM | RDGT-GM | RDGT-SM | RDMT-GH
RPMT-GM | RPGT-GM | RPGT-SM | RPMT-GH | PR1535 | PR1525 | PR1510 | CA6535
EFAZF carbon stesl (SxxC) * 01~02~03 | # 01~02~03 [+ 006~015~02 | ¥ 0.15~03~035 = * 120~180~250 = =
2I=Z Aloy steel (SCM 5) * 0.1~02~03 [ #01~02~03 | # 006~045~02 | # 0.15~03~0.3 - * 100~160~220 - -
=8 pis steel (SKD/NAK 5) J 0.1~045~0.25 | # 01~045~0.25 | # 0.06~042~02 | +# 0.15~02~03 = ¥ 80~140~180 = =
| QAE||LIO[EA] ARIIAZ austeniic Stailess stee (SUS304 F) | # 01~045~02 | ¢ 0.1~045~02 | * 0.06~042~02 = * 100~160~200 | #c 100~160~200 = =
[EEIN AEﬂE AZ Martensitic Stainless Steel (SUS403 5) | ¢ 0.1~045~02 | #r 0.1~0.45~02 | % 0.06~0.42~02 = e 150~200~250 = = * 180~240~300
| MZAA AHRAZ procitaton Hardered Staness Sted (SUSB30 ) | # 01~045~02 |  0.1~045~02 | 4 0.06~0.12~02 = * 90~120~150 = = =
B|FA aray cast Iron(FC) * 01~02~03 | #01~02~03 -  015~03~035 = = * 120~180~250 -
SHEF FA Nodular Cast ron (FCD) * 0.1~015~025 [ # 01~045~025 = e 0.15~02~03 = = * 100~150~200 =
NiZ LH%°F:‘ Ni-base Heat Resistant Alloy Fe 01~042~0.15 | H 0.1~042~0.15 | # 006~04~0.15 < Fe 20~30~50 = = * 20~30~50
E|E,_5F:l Titanium Alloy (Ti-6AI-4V) # 01~012~0.15 | # 01~012~0.15 | % 0.06~01~0.15 = * 40~60~80 = ¥c 30~50~70 =
% NI7| LH°1°|=||'E', E-lEn_I'an'S A&ljl._g% _7'<_7:I_-| * D HMEM & D H2EH Kk st recommendation ¥ @ 2nd recommendation

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

X AE‘" E‘"*’r NI7| LH%%"E‘, E-| '.E_PE.*E.LS RDGT/RPGTE *X-I RDGT/TRPGT are recommended for stainless steel, Ni-base heat resistant alloy and titanium alloy.
* BAEH £O| FO JUE EHTZIO| SHKE LIEHLICH A XY Aglo| Mz BASE, 0158 YO0l ZFsto] FAN
The figure in bold font is center value of the recommended cutting conditions. Adjust the oumng speed and the feed rate vvnhm Ihe above oondmons according to the actual maoh\mng situation.
¢ BAE 50| XM 0|42 HYUHap)0| re/2(RD0BEQOA 2mm, RP10EFIOIA 2.5mm, RP*12EFI01A 3mm, RP*16EFIOIA 4mm)Q o] 7| ZXIS LIEALICE,
T9l2t0[ 1 O[5} = 1 O[AH| AS0|= OfRHES] S A8 FSE 247 R A9} LI
Recommended feed rate in Ihe table is the reference value when ap is re/2. (2 .5mm for RD**08 / 3mm for RP**12 / 4mm for RF**16)
For other ap, calculate the recommended feed rate based on the conversion factor below.
% MRX16-516-08-2T(-160), MRX16-W16-08-2T, MRX20-S20-10-2T(-180), MRX20-W20-10-2TE A28H= Z0|=, 0|&S ZMZEO| 50%0[312 MXsl0] TAAL.

For MREX16-316-08-2T(-160), MRX16-W-08-2T, MRX20-820-10-2T(-180)and MRX20-W20-10-2T, set the feed rate not higher than 50% of the recommended cutting conditions.

Jt"OIEFO" [[I‘E 1"'"”’ | | .*_l' 7-1|—|— Conversion factor for feed per tooth by depth of cut (ap)

3¢ HIAF
?_lk‘IE $|[axe:)ﬂ%r 1'é”:c',|' 0| | .*_l' 7:||—|— Conversion factor for feed per tooth (>|<:§7F1)||\>|_T€1)1£E|‘°| E._I'i%’ GMEE‘Hola‘I
Insert ap (max) |a0=0.5mm | ap=1mm (ap=1.5mm| ap=2mm |2p=2.5mm | &=3mm | ap=4mm | ap=Smm | ap=bmm | ap=Bmm =l Zfap=1mm?2| 4L
D**OBEP'(GM/SM/GHHEi|0|91) 1% - - — | 0.2mmAa(EtAZ, GMEEﬂOIﬂQI 0|5 7|ZX|
D”f“é"?: s 4mm | 1.7 [ 1.3 | 11 |J0E)] 0.9 | 0.8 | 08 o *(*12Er°%’l, M )
Ig:'11001y||;e (gaGMMs/nsnlygE cthpEirleallilr)) Smm | 1.9 ] 1.4 | 1.2 1 suﬁn’f'jar& 09 | 08| 08 - — | =0.3mm/t>0.3mm/t 7} =MX| 7t EL|CE,
#{9E 0] H Galculati I
gkn1122,y,te (&GMMs/hSAIXI;/EHL rgﬂolaﬂ 6mm 21 1.5 1.3 1.1 1 Stgfljarg 0.9 0.8 0.8 (RTZ’EAEIF?;?;p:%g:g;w steel, GM chipbreaker, ap=1mm)
RP“*16E | GM/SM/GHEZ[0[7 = 0.2mmv/t (Reference value for carbon steel agd GM
RPTAGEICOMSMIGHEHO | 8mm | 2.4 [ 1.7 [ 1.4 [ 13 | 14 | 1.1 [108)] 09 | 08 | 08 cilreake 10 Canerson agor o FP=12 e
gots, dA |-—'—( % =), "E|Z 713 Driling / Ramping / Helical milling
SENE AU Ege SEr e BAFS (EE71E) EEEN =
Tool spec. Max ap Drilling Ramping Helical milling
= £|cf| 7k2210] Pd HERO| WMHO| &£|= A ZARZE Z|ci ZAZE o] 2f3t A =S DA HIEIE E “‘1‘:1_03}7‘” ot Z29 ALY 7}2E X
%:lf TgoT:jzii ap Max, Cutting Mﬂ%u:t%rﬁ L:Er:g(J)tL for [ Maimum ramp\g%ang\e tan 0 . Maxﬁ.léltﬁl:g%ﬂglfh at |, 9oht l\jltllnjk (gltttlng;lg;1 (fzg)?lf-llgt gDh3
' Depth flat bottom face max ( Max. Ramping Angle L. Il I bottom facing Wizvt, il DI
16 0.7 9 8 0.141 28 20 24 30
HR 0 4 14 13 9 [0.158 25 26 32 38
25 i 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**10 E}2] 32 5 23 6 0.105 47 47 54 62
RD**10 type 40 1.9 31 4 0.070 71 63 70 78
50 4 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**12 E}2l 50 6 2.4 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 A 51 64 78
50 35 7 0.123 65 71 84 98
RP**16 E}Q| 63 8 3.4 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 L 110 1 0.017 458 221 234 248
* §7|E, %E‘IS’_I' %Iﬂgl %El 0‘| E._"ﬁ% 1mm 'E.".7_| @—?—91 ?,I%I L| E—I‘. The above value is based on the clearance of 1mm between the tool body and the workpiece. B'?"l Unit = mm

o| X
(=]

Tips for drilling

{EEE'IQ-I ZT._OI] Drilling depth
”% 'JF'OI-O:I KMMO ( d: *“:H 7|._._7|0|§ LI'EI'LH Lll:l'.)See Max. Cutting Depth (Pd) in the above cutting conditions

{EE‘IJI‘O —?—9.' %0|-+—7|‘° ] Traversmg after drilling

EIE ¥, J0j2 2ol 728 st ARl Rl

Caution for traversing right after drilling

O S| Rof(FM= H=RE)7F ZAE WX, B0|S 0|52 20|S || BHtX|
A2 (L& A2 20|C|Y 20| 27F Ot0|HA Hate 2 37I =2ofl)

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

@HIEO| BHO| Eli= =4 FAZO| XK=, 22| =t 2Tt
Min cutting length for flat bottom face is as the list above,

X
SHE 20

Center core

S8l 7H3ot0] =Y

@D




ral i ral - g
BAIHS(AE7HS) 2] F2IF Tips for ramping :>
AR ZHEE (. 0|82 MESI0] ZAA|L
S o=l 5= max — =20 THEANM. 3 a4 I
Ramping angle shou\dI&e under amax (Maximum ramping angle) ZSI EH %’1“‘7_"-"':'0" 9"?—'- ZEIEH ’éé{‘éOlL 9" Zﬂﬁél Emax
in the above cutting conditions, Formula for Max. outting length (L) | = ap
0|52 70% O|518 7|ZO 2 HsI0] FNAIL. o Tan 0 e T

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

| 7132 F=O|H Tips for helical milling

A2 I3 13| BAZO| hie Z|H 2 ap O[5H2 270101 —’.‘—’elkl_;?_.
I, 23 Mo AH o AAZLE alt AAPSS| Zt] AL E duw S [7I2E =4 ODh1=(0Dh <@Dh2°| Z <L
HA| = MF610] FHAIR. When cutting dia. )Dh1=@Dh <@Dh2

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.

0|82 70% OIB1E 7|ZE2 2 8HdI0] FHAL,
Feed rate should be under 70% of the above cutting conditions.
g EI‘—E—?‘IE tg%tg_% E&r% —’Fﬁz"u E-I'. Down-cut milling is recommended.

=] .

ru | =
(E2SL= A 87
Center core part remains
after machining.
Not removable with the
same cutter

g2 T30 AHMEMH Lejcal milling factors

[7I2E =Z ODh2=@Dh=(PDh3°| Z2]

: el el i = 5= & ¢ =
PD(E7 78 %) PDs(3+ 349 A 214 Fok= #) When cutting dia. Dh2=<(Dh=(Dh3
[ ierdiameter Diameter of trajectory of cutter's center line =Xl =
1 | Dh SH0| 207t
AH @Ds=(Dh-@D Rl ) 5 N[}
E= 3 . % A
5 N | G e
o ZAALZL o] 151= e =
2 ‘ PDs(EF Ao I =1A) o*l'uol he| F5l= ‘ ‘ Center core part remains
= Diameter of trajectory of cutter's center line Formula for sinking depth (h) after machining.
2 ! Removable by traversing
= | PDh(7}=Z %|3) h=nx@Dsxtana % with the same cutter
Ty | Cutting diameter (hi= ap O|B12 5101 FHA|2) D
=z xPDs (o= an= OS2 HFEH0| FHAR)) ’ o o= "
Ry e %(QDh1~Dh32 P62| OF2 ES A E8H0] ZAMA|Q.
= a a should be under amax Please refer to P6 the list below for @Dh1~Dh3.
& HAZE sinking angle

e
ol

AEIO;" Case Studies

SUS304 SKD61(47-49HRC)

i MM sjant face
35 04

noaAm noaAm
STTo ny
119 4.5HY 26 O
4.5 times More than
longer tool life double tool life
65

2 BE o parts Ve =113m/min -fz = 0.14mm/t B9 HE ogpars Ve = 125m/min -fz = 0.25mm/t

-apxae = 1.0x65mm - 744! oy -apxae = 1.0~2.0x10mm - A& py

-MRX100R-12-9T-M(9) 0edges - RPGT1204MOER-SM(PR1535) -MRX20-520-08-2T(2}) 2 edges - RDGTO0803MOER-GM(PR1525)

45071/12 27[j 0 AF 208 ok
PR1535 PR1525

lNEE HH/4 =L NEE 174 =8 =08
Conventional 100 H/1"_ 1 100pes/edge Conventional 1 pc (unstable tool life)
A Ct A =3 IE=EZe AN E s g o
20 4500 &M FLSE 1.5012 DAE H2|E U3 JIEEE, £ EOPEoE 17171 AKX T, MRX = eHEIHE0|
= el 2 ol ra oA =5 A s
7|ZE0! HigH B2 E X5t VIS UE L 7+53t0{ =FO| 2HH0| 22 Bty
High cost efficiency due to 4.5 times longer tool life and 1.5 times more insert edges Conventional tool machined only 1 pc of workpiece due to unstable tool life, but MRX doubled the todl life with
MRX prevented burr formation and improved surface finish. stable machining.
(274H7F) User Evaluation (2247} User Evaluation

27X iPhone& OS2, 1 Z42| MY SHat0f| 7] O{BILICE

CIE S HOol M AMBL0 FHA2.

B A H A ElAl HE CHEE App Storellld Download!!

YR, BRI, Mity 28t AHAE EML ME, B240/51 74 2H A EIe S22 b ] ZHAH
Eaiich DHE UBEOE WO\ IEL.  Ogg gaC S0 BtAle BRRHES L'jf' _J
FIBANZIS] HIEE 7Hs510{ Cigst At ZH0IE Mt ¥

o I X App Store O|= appleinc 55 MHEL|CE
74 ] L=2h
A4 Zie| c&0| s X iPadO| ME CFREC gl AFRO| 7HsEhLICh http://vwww kptk.co.kr

% KYOCERE ¢ KYOCERE

AR MEOlE SafELC

- N

032-821-8365 =

FAX:032-821-8369

SINTON| LS T LSO 2215H2 11 (15H5)
KH u E E Ra ) QHYAN BT DEE 638-1, IFST 69BL 2T
TEL:032-821-8365 FAX:032-821-8369

- 2:405-817 http://www.kptk.co.kr
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