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For Milling of Heat Resistant Alloy
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ADVANCING PRODUCTIVITY
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2 types of grades realizes tool life extension
at machining of heat resistant alloy and difficult-to-cut materials '
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For Ni-base heat resistant alloy and martensitic stainless steel
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PR1 535 (PVD)#XE& €. HThEARASHHA

For titanium alloy and precipitation hardened stainless steel
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Suitable for variety of workpiece materials %%ﬂ]'fﬁtﬂ*ﬂ'

New Development
.| High Toughness Substrate

IR &% BRfR . SKIAREM L,
PUEARMEREE S, ATRIISREMT
Stable cutting by preventing sudden insert fracture

Suitable for high efficiency machining FEEE. MR, AEHES
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Smooth & less adhesion

SWBMBHAEIHR AL, B

éﬁgm,m'é’ﬁ E EE{ZK ? Z:%ﬁ%ﬂ m Oxidation and wear resistant
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ﬁé % %Hﬁ%% *:gu.\l:E.'l'i*iE = Prevent peeling of coating layer
For Ni-base heat resistant alloy and martensitic stainless steel ST SR
High heat resistance and wear resistance with CVD coating Frictional wear resistant
CA6535 Improved stability due to thin film coating technology
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[MEGACOAT NANO|SLHIEHI N THIFERE MK Fay  wecacon
For titanium alloy and precipitation hardened stainless steel
Stabilized milling operation and long tool life by special nano coating layer
MEGACOAT NANO

PR1535
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High Efficiency Radius Cutter with Multiple-edge

MRWz

1. WE8 I AR LM

Economical 8-edge insert

2 MZHEYIVISEIRFE N1, TIRFIERNXE RS

Low cutting force by helical cutting edge. Obtuse edge increases cutting edge toughness

3. FHifE ;ﬂﬁml¢mﬂﬂﬁﬁ%%ﬂﬁmm1

Flat Lock structure realizes stable machining by preventing insert rotation during machining.

JE_FH I’ H‘ Applicable Insert @ @

S . R~ (mm) CVDi& 2
® K B S Dimension MEGACOAT NANO CVD coating
Insert Description

oA T od W re |PR1535|PR1525|PR1510| CA6535

@ ROMU 1204MOER-GM| 12 |4.75| 46 |118| 6 | ® | ® | ® °
i-.:*-n'
1 1605MOER-GM| 16 |5.48 | 6.2 | 158 | 8 e o | o °
General Purpose
ﬁ ROMU 1204MOER-SM| 12 |475| 46 |118| 6 | @ | ® °
5'_‘-‘5—
(R E 1605MOER-SM| 16 |5.48 | 62 |158| 8 | @ | ® °

Low Cutting Force

@ ROMU 1204MOER-GH| 12 |4.75| 46 | 11.8| 6 ° ®

NXBUB @) 1605MOER-GH| 16 |5.48 | 6.2 | 158 | 8 o | o
ough Edge (Heavy Milling)

®: HRHEETF st tem

?Eﬁ'tﬂ ﬁuﬂ'ﬁ: Recommended Cutting Conditions
_“:’ #edE T1 R (VIH3E B Ve: m/min) Recommended Insert Grade
i 3 WA
z O : _ B2 (mm) feed MEGACOAT NANO cvD
g s Workpiece Material Htatz ( )
6 PR1535 PR1525 PR1510 CA6535
#xM Carbon Steel *
SXXC 01-02-02 - 120 ~ 180 ~ 250 -
A& Alloy Steel =
SCM % etc 01-02-08 - 100 ~ 160 ~ 220 -
#E M Mold Steel *
SKD/NAKZ etc 0 -0ib-028 - 80~ 140 ~ 180 §
BLECHE ZAR4E Austenitic Stainless Steel 0.1~0.15~0.2 j ¥ R
SUS304 % etc . . - 100 ~ 160 ~ 200
DRERTHHR B ) 01-045-02 5 _ B
GM SUS403% etc Martensitic Stainless Steel i . i 150 ~ 200 ~ 250
AL FA G 0.1-0.15~0.2 % - -
SUS630% efc recipitation Hardened Stainless Steel i . i 90 ~120 ~ 150
X O%5% Gray Cast Iron *
FC Y 0 ~02=0C - - 120 ~ 180 ~ 250
BkEBH ¥ Nodular Cast Iron *
FCD i ~Gi5=-023 - - 100 ~ 150 ~ 200
REMASE 0.1~0.12~0.15 - - - 20~30~ 50
$KA £ Titanium Alloys o
Ti-6AL4Y Y 0 -@iR-0is - 30~50~70
#$W Carbon Steel ¥
SXXC U5 =0i=-02 - 120 ~ 180 ~ 250 -
&£ Alloy Steel Y
SCM % et6 06 =002 - 100 ~ 160 ~ 220 -
#E#W Mold Steel =
SKD/NAKZ etc D3~ =02 - 80 ~ 140 ~ 180 -
BRE RN Austenitic Stainless Steel 0.06~042~0.2 * . .
SM SUS304 % etc . : - 100 ~ 160 ~ 200
OREZTHN 0.06~0.42~02 _ . *
SUS403% etc Martensitic Stainless Steel i - i 180 ~ 240 ~ 300
B ZTHER 0.06~042~02 Y .
SUS630% etc _Precipitation Hardened Stainless Steel . . i 90 ~120 ~ 150
BREMAL S 0.06~0.1~0.15 - - - 203050
HKEeEsE Tltanlum Alloys *
Ti-6Al-4 Y DU~k =03 40 ~ 60 ~ 80 - -
T Carbon Steel e
SXXC 05 =08=059 - 120 ~ 180 ~ 250 -
& & Alloy Steel E
SCM % ete Uip=0g=0s - 100 ~ 160 ~ 220 -
HBEH Mold Steel T
GH | SKDINAKZ etc 0.15-02-0.3 - 80 ~ 140 - 180 s
X %% Gray Cast Iron ¥
Ee 0.15~0.3~0.35 - - 120 ~ 180 ~ 250
ERE % Nodular Cast Iron x
£CD 0.15~0.2~0.3 - - 100 ~ 150 ~ 200
¥ VIR R RN EFERENREE, RIBESROMIRRE, BECENEETEEE, #5 *: B—HEE v IR
The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within the above conditions accordmg to the actual machining situation. % . 1st recommendation v : 2nd recommendation

X REMASE. KAESHEFEMT,

Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy

¢ YTHI & 4 rh OIS FOR VIR (ap) Are/2 (ROMU12E3mm, ROMU16E,4mm) R iy E e fE
Recommended feed rate is the reference value when ap is r € /2 (3mm for ROMU12, 4mm for ROMU16).
For lower feed rate than the above conditions, the conversion factor in the following table is recommended 2
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New Generation Endmill with Double Sided 4-edge Use

MEW=

1. REMFKEER A LI ETE 7] HaY{RE S

Kyocera's unique mold technology reduces cutting force equivalent to positive inserts

2. WHE4 T EBZFE

Economical 4-edge Insert

B MAMREE TN RERERS

Improved Toolholder Durability and Insert Installation Accuracy

iﬁﬁﬁ 7] }:‘l- Applicable Insert

® % FT=t TI4ER MEGACOAT NANO CVD
fnsert SCEST: 6 PR1535 PR1525 PR1510 CA6535
G LOMU 100404ER-GM 0.4 ) ) ) )
100408ER-GM 0.8 ° ° ° °
Genom brpose @ 100412ER-GM 1.2 ° ° ° °
4
6.6
LOMU 100408ER-SM 0.8 ° ° ° °
EEAR @
Low Cutting Force
@ LOMU 150504ER-GM 0.4 ° ° ° °
@ ~ 150508ER-GM 0.8
Genomt brpose 150512ER-GM 1.2 ° ° ° °
s
.2
LOMU 150508ER-SM 0.8 ° ° ° °
KPR B
Low Cutting Force

*Eﬁt)] ‘ﬁu;%'ﬁ: Recommended Cutting Conditions

@ FRAEEETF St ltem

5 #4451z (mm/t) feed W TI R # R (YIH)E E Ve: m/min) Recommended Insert Grade
B S s e ) =
BS WEIEIE TS MEGACOAT NANO cvD
s Workpiece Material Toolholder Descriptions
= MEW20 ~ MEW50
o MEW16 ~ MEW18 MEWO32R ~ MEWOSOR PR1535 PR1525 PR1510 CA6535
iy RN S 0.06~ ~02 |[0.08-~0.15~0.25 . BT A - -
AL 0.06~0.1~0.14 | 0.08~0.15~0.2 - P - -
# B4 Mold Steel ~
B ARE ot 0.06~0.08~0.12 | 0.08~0.12~0.2 5 A - -
Bk R AN Austenitic Stainless Steel * .
SUS304 2 etc 0.06-0.08~0.12 | 0.08~0.12-0.15 | 450160 ~200 | 100~ 160 ~ 200 - -
DRERTER Y *
GM | 8US403% etc_Martensitic Stainless Steel 0.06~0.08~0.12] 0.08~0.12~02 | 450200 ~ 250 - - 180 ~ 240 ~ 300
HTHTEL RN *
SUS630% etc  Precipitation Hardened Stainless Steel 0.06~0.08~0.12 | 0.08~0.12~0.2 90 ~ 120 ~ 150 B B B
B ¥k Gray Castlron 0.06~0.1~0.17 | 0.08~0.18~0.25 - : e o :
2yt o N Cd T 0.06~0.08~0.12 | 0.08~0.15~0.2 - : B :
REMASE 0.06 ~0.08 ~0.12 | 0.08 ~0.12~0.15 20~3‘*“3~50 - - 20~5(0~5o
$KkA £ Titanium Alloys S ¥r
Sl v 0.06~0.08~0.12 [ 0.08~0.15~02 | 40 & g0 2 e -
g e S 0.06~0.1~0.17 | 0.08~0.15~0.2 - e P - -
S TS 0.06~0.08~0.12 | 0.08 ~0.12~0.18 - B - -
#EL$M Mold Steel *
SHONAKE o 0.06~0.08~0.12 | 0.08~0.1~0.15 - e T . -
B (KRR Austenitic Stainless Steel o Y
o |SUS804 % etc 0.06~0.08~0.12 | 0.08~0.1~0.15 | 4509_160-~200 | 100~ 160 ~200 - -
DRGRLHER e *
SUS403% efc Martensitic Stainless Steel| 9-06 ~0-08~0.12 1 0.08~0.1~0.15 | 150 .. 200 ~ 250 - - 180 ~ 240 ~ 300
Hr A 2RI e
SUSB30% etc Precipitation Hardened Stanless Steel| 0-06 ~0-08~0.12 1 0.08~0.1~0.15 | 95120~ 150 - - -
SERAE S 0.06~0.08~01 | 0.08~0.1~0.12 | 50 35 50 - - P o
$k& £ Titanium Alloys * P
L GALaY 4 0.06~0.08~0.12 | 0.08~0.12~0.18 | 44 _¢o g0 - 30-80-70 -

X IR A AT RRIEFE S HR R EE, RIBXRAMTR., BECENEAEEIEE, #R,

The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.

* HEMASE, KESHEFEMT,

Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy

LERE

*: BE—HEE o FTEE

dation v : 2nd
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Low Cutting Force 90°Cutter with Double Sided 6-edge Use

MFWNz

1. WHEETNARFELE, EMIEMTERYITI]

Economical 6-edge insert and strong thick edge

2. KPR A, (KRR

Low cutting force and less chattering

8. XA 871 /AT R 3t 22 F TI#F (FEARam)

Available for left-hand toolholder (custom order) by neutral type insert

J‘ﬁﬂq 7] H‘ Applicable Insert

® K B S MEGACOAT NANO cvD
SIEE D PR1535 PR1525 PR1510 CA6535
1) WNMU 080608EN-GM o o . .
General Purpose
= [ J [ J o [ J
{Eﬁﬁcj)&_l WNMU 080608EN-SM
Low Cutting Force
[o) : . . . .
;E;?W}*%‘#gﬁf%(%%@z&) WNEU 080608EN-GL
urface-Finish Oriented (High precision)

)

?E%'UJ ﬁu%ﬁ: Recommended Cutting

Conditions

@ : HRAEFETF st ltem

SUS403% etc Martensitic Stainless Steel

g e T1 B B (TH05% B Ve: m/min) Recommended Insert Grade
%‘ g WHIHEIE 8tz (mmbt) feed MEGACOAT NANO CVD
=2 Workpiece Material -

6 PR1535 PR1525 PR1510 CA6535
Esﬁgg arbon Steel 0:1-0:2-03 - 120 ~ 180 ~ 250 - -
gdél\/lm%‘\gtocy Steel Uil =02-08 - 100 ~ 160 ~ 220 - -
é%m?'%d e 0] =05 =023 : 80 ~ 140 ~ 180 - -
?U%g%fgiz? Austenitic Stainless Steel 0.1~0.15~0.25 100~ 1750 200 . R |

GM | SREETHH 0.1-0.15~0.25 - - - .

B 2

* HEMAEE, KASHEFEXMT,

Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy

SUSB30% etc ﬁzJPrecigitation Herdened Stainless Steel 0.1~0.15-0.25 90~ 120~ 150 - - -
IZ:I&:D%# Gray Cast Iron 041-02-03 _ _ 120 130 250 _
}éﬁc%ﬁ# Nodular Cast Iron 04 ~045~0.25 . _ 100 1;(0 200 _
REMAL S 0.1~0.12~0.2 - - - O o=n
ﬁs&@g arbon Steel 006 = Wiz -02 - 120 ~ 180 - 250 - -
sécﬁl\nm%AgS:y Steel 0B =0iE2-02 - 100 ~ 160 - 220 - -
éﬁ%%”(‘)l%d e _ 0:06/70.0850:15 - 80~ 140 - 180 - -
Sﬁugg%fgﬁéﬁgl Austenitic Stainless Steel 0.06~0.42~0.2 100 1:_:0 200 R _

SM g&%@?ﬁﬂ Martensitic Stainless Steel 0.06~0.12~02 - § 180 ~ 240 ~ 300
g?uﬁséﬁé%g gt:cBE fﬁPrecigitalion Hardened Stainless Steel 0.06~012~0.2 90 ~ 1'26 ~ 150 3 - -
BeCI#s%K Gray Castlron 0.06~0.12~0.2 - - 120 ~ 180 ~ 250 -
sl SR o T 0.06 ~ 0.08 ~ 0.15 - - 100 ~ 150 ~ 200 -
REMASE 0.06 ~0.1~0.15 - - = 20~§E~50
£ T AT 0.06 ~0.08 ~0.15 T - ; .
] R S 0.06~0.12~0.2 - 120 ~ 180 ~ 250 - ]

S?C‘%m%“gf’cy Steel 0.06-0.12~0.2 - 100 ~ 160 ~ 220 - ]
g%m}"&g Steel 0.06 ~ 0.08 ~ 0.15 - 80~ 140 ~ 180 . -
gu%%%f@%? Austenitic Stainless Steel 0.06 ~0.12 ~ 0.2 100 ~ 150 ~ 200 i R i

GL i%g%g;gmMartensitic Stainless Steel 0.06~012~02 3 - 180 ~240 ~ 300
SUSGSO%"‘etc Precipitation Hardened Stainless Steel 0.06~0.12-~02 90 ~120 ~ 150 - - B
T e B T 0.06~0.12~0.2 - - 120 ~ 180 ~ 250 -

S LR e 0.06 ~0.08 ~0.15 - - 100 ~ 150 ~ 200 -

SETAESE 0.06~0.1~0.15 . : . 20~30~50

S WE AT 0.06 ~0.08 ~ 0.15 40~ 60 ~ 80 : . -
T T  mecingsision. v 1o o o Bt
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High Efficiency Face Mill

MFPNz:

1.HAFA0ITIMEMI, @RAMIT]

Roughing and general-purpose facemill with 10-edge pentagonal inserts

2. R34 7] #3315 SE LR PR /7

Low cutting force due to helical cutting-edge design

3. EER N 7 ¥ai& SR B BE 1

Fractures suppressed by double-edge structure

J‘ﬁﬁﬁ 7] H' Applicable Insert

- R~ (mm MEGACOAT
"k N AN NS MEGACOAT | CVD
ane e A | T [ od | X | Z [Prrisas|Prisas | PRIst0 | PR1225 | PRito | caGs3s
-
@ PNMU 1205ANER-GM e o | o o | o | e
R 17.88| 5.56 20 | 2.0
'Q PNMU 1205ANER-SM 6.2 S S S S S P
(A Low cuting force
@ PNEU 1205ANER-GL |17.51| 5.56 27127 o | e | @ | @ | @ | @
5410 T ) High precision (For finishing)

?Eﬁt)_] ﬁu%ﬁ: Recommended Cutting Conditions

® : FREETF St ltem

g A2 71 KR (VDH13% BEVe: m/min) Recommended Insert Grade
B © PR
) WATHI N MEGACOAT NANO CcVD
E 2 Workpiece Material i##afz (mm/t) feed
"\ .=
6 PR1535 PR1525 PR1510 CA6535
&M Carbon Steel *
SXXC 0.1~02-~04 - 120 ~ 180 ~ 250 - -
&4 Alloy Steel *
SCM % et 0.1-02-04 - 100 ~ 160 ~ 220 - -
HEEH Mold Steel e
SKD/NAKZ etc 0] =2 =038 - 80 ~ 140 ~ 180 - -
B AW Austenitic Stainless Steel 01-02-04 Y _ R |
SUS304 £ etc 5 =(0A=0 100 ~ 150 ~ 200
SREZTHN 't
GM | SUUS403% etc_Martensitic Stainless Steel Ol 0.20 0 - - - 180 ~ 240 ~ 300
THARLEAGH 01-02-03 * ] - i
SUS630% etc _Precipitation Hardened Stainless Steel . - : 90 ~ 120 ~ 150
R85 Gray Cast Iron *
FC Y 0:1-0:2-04 § - 120 ~ 180 ~ 250 -
kE %% Nodular Cast Iron =
FCD 0l =02 =025 - - 100 ~ 150 ~ 200 -
REMAE S 0.1~0.12-~0.2 - - - 500050
%M Carbon Steel o
SXXC Q0BR0I25025 - 120 ~ 180 ~ 250 - -
&£ Alloy Steel En
SOM % eto, OES=02=023 - 100 ~ 160 ~ 220 - -
#E#W Mold Steel o
SKD/NAKZ etc 0.06-0.1-0.2 - 80 ~ 140 ~ 180 - -
BREREREN Austenitic Stainless Steel *
SUS304 2 etc 0.06~0.12~0.25 100 ~ 150 ~ 200 - -
SRERTHN *
oM | SUS403% etc_Martensitic Stainless Steel QIS =(ki3=-0 - - 180 ~ 240 ~ 300
HHELFAHR 006042025 % - - -
SUSB30% etc Precipitation Hardened Stainless Steel . . - 90 ~ 120 ~ 150
é%”*ﬁi* Gray Cast Iron 0.06 ~0.12 - 0.25 - - 120 ~ 180 ~ 250 -
o TN e T 0.06~0.1~0.2 - ] 100 ~ 150 ~ 200 ]
BEMAEE 0.06~0.1~0.15 - - - 0 - 50
$ &% Titanium Alloys *
Ti-6Al4V 0.06-0.08-0.15 40 ~ 60 ~ 80 - - -
) R BT 0.06-~0.12~0.25 ] 120 - 180 ~ 250 ] ]
Sécé,\,lm%“;'gy Steel 0.06 ~0.12 ~ 0.25 - 100 ~ 160 ~ 220 - -
é%%fﬁ A'\"K‘g;d Sl 0.06~0.1~0.2 - 80 ~ 140 ~ 180 - -
?U%g%fgigt? Austenitic Stainless Steel 0.06 ~0.12 ~ 0.25 100 ~ 150 ~ 200 j R .
DEREZTHR
GL SUS403% etc Martensitic Stainless Steel 0.06~0.12~0.25 - - 180 ~ 240 ~ 300
MHBUZREN
SUS630% etc Precipitation Hardened Stainless Steel 0.06~012~0.25 90~120~150 - - -
T e G T 0.06-0.12~0.25 - ] 120 ~ 180 - 250 ]
SRR e 0.06-0.1-0.2 ] ] 100 ~ 150 ~ 200 ]
BREMAEE 0.06 ~0.1~0.15 - - - 20 ~ 30 ~ 50
SR ET AT 0.06~0.08~0.15 40~ 60 ~ 80 - - -

# PIHIS PR F RRIEF SR R EE, RBELRAMITRR ., BECENEAETEIERE, #4a,

The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.

X HEMAEE, KESHEFENMT,

Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy

*: BHRE v ETHEE

*: st

dation v : 2nd
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Helical Endmill

MEC=

1R, RIFHEFIE

Low cutting force and sharp cutting performance

SROMARE, FROMTER
SIERRMM., BT, Hik. RECEIHHR, FEONEHBE,

An extensive grade lineup applicable to a wide range of workpiece materials,
such as steel, stainless steel, cast iron and aluminum.

iﬁﬁﬁ 7] H- Applicable Insert @ @

R (mm) FE () | MEGACOAT MEGACOAT CcvD
RN o o= Dimension(mm) Angle NANO
Shape Description
A | T |od|W]|re| o B PR1535 PR1225 PR1210 CA6535
BDMT 11T302ER-JT 0.2 D ° D D
11T304ER-JT 0.4 D ° ° D
11T308ER-JT 0.8 ° ° ° °
11T312ER-JT 1.2 D ° ° D
iTateeRaT | 67 | 38| 28 |10 18 | 13 ° ° ° °
11T320ER-JT 2.0 D ° ° D
11T324ER-JT 2.4 ° ° ° °
L=t 11T331ER-JT 3.1 D ° D D
=1 |BDMT 170404ER-JT 0.4 ° ° ° °
o 170408ER-JT 0.8 D ® ® ®
170412ER-JT 1.2 D ° ° D
170416ER-JT 1.6 D ° ° °
70a20ERT | 96 | 49 | 44 | 17.0 7 18 | 13 ° ° ° °
170424ER-JT 2.4 ° ° ° °
170431ER-JT 3.1 D ° D D
170440ER-JT 4.0 D ° ° D
BDMT 11T302ER-JS 0.2 ) ° )
11T304ER-JS | 6.7 | 3.8 | 28 | 11.0| 0.4 | 18 | 13 ) ) )
11T308ER-JS 0.8 ) ° )
BDMT 170404ER-JS 0.4 ) ° )
——— 96 | 49 | 44 | 170 18 | 13
170408ER-JS 0.8 ) ) )

@ : HREETF Std. ftem

S
i

t)] ﬁu;%'ﬁ: Recommended Cutting Conditions

g #45fz (mm/t) feed He# 71 B MR (5103 B Ve: m/min) Recommended Insert Grade
Hr © N w =
% g Workﬁ:g i Toolholn Daegriptions | MEGACOAT NANO MEGACOAT cVD

5 MECLOs |-G o1 PRi53s PR1225 PR1210 CAB535
i et e 0.06~0.1~0.15 | 0.08~0.15~0.25 : DD g : -
Al 0.06~0.1~0.12 | 0.08~0.15~0.2 - B N - -
e 0.06~0.08~0.1 | 0.08~0.12~0.2 : Do e - -
?u@%’?ﬁi” Austeniti Stainless Steel | 0.06.-0.08-0.1 | 0.08~042~015 | 100- 150200 | 100 160200 - -

JT i%z%%?EmManensmc Stainless Steel| -06~0.08~0.1 | 0.08~0.12~02 | 450 2§0 ~250 3 3 180 ~ 2:0 ~ 300
SUS630% etc Precipitation Hardened Stainless Steel 0.06~0.08~0.1 | 0.08~0.12~02 90 ~ 120 ~ 150 B B B
B Ciay Cestiron 0.06~0.1~0.15 | 0.08~0.18~0.25 . : e P :
e T Ct T 0.06~0.08~0.1 | 0.08~0.15~0.2 - : (Do :
REMASE 0.06~0.08~0.1 | 0.08~0.12~0.15 20~:§%~5o - - 20~§6~50
S I ATl 0.06~0.08~0.1 | 0.08~015-0.2 | 40 &b g0 : D)7 :

i Carbon Scel 0.06~0.1~0.12 | 0.08~0.15~0.18 - BT S . :
?C%W%Ae"%’ Elce 0.06~0.08~0.1 | 0.08~0.12~0.15 - T . -
g&fﬁAMK"'%dgtcee' 0.06~0.08~0.1 | 0.08~0.1~0.12 - e P D . -

1 %ngx%;%? Austenitic Stainless Steel | (05 _0.08-0.1 | 0.08~0.1~012 100 150 200 | 100~ 1§0 500 i *
SUS403% efc Martensitic Stainless Steel| -06~0:08~0.1 | 0.08~0.1~0.12 | 4150 .. 200 ~ 250 - - 180 ~ 240 ~ 300
gﬁuﬁséﬂsgé% A pton Hardened Stnless Seel| 0-06~0.08~0.1 | 0.08~0.1-0.12 | g _130_ 150 - - -
REMMAE 0.06~0.08~0.1 | 0.08~0.1~0.12 | 50_30_sp - - P o
s IR Al 0.06~0.08~0.1 | 0.08~0.1~012 | .0 & o - - ]

¥ PIHIE G P RARFRRIEFESGOREE, RIBIROMIRR. BEEENFEZEEIEE., #4E, *: B v BIERE
The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation. *: 1st Jdation #: 2nd i

* HEMAEE, KASHEFEXMT,

Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy



MRWZ2! i1 T2 case Studies

o -

12criﬂ 12Cr Steel \ 12Cfiﬂ 12Cr Steel
< !

. L]
* IREEM A Turbine Blade \ // « iREEM F Turbine Blade
|

- Vc=270m/min + Ve=250m/min
+ fz=0.278mm/t - fz=0.16mm/t
- ap=0.5 ~ 1.0mm ae=max35mm X " + ap=2.0mm ae=5~30mm
CFst T RZEA 26 3 HFmEEUL
=\ Dry Machining efficiency 1.2 times K wet Same or longer tool life
+ MRWO50R-12-6T-M(6#47])6 inserts TR BfERER * MRWO050R-12-5T-M(5#{ 7])5 inserts TR fahofE e
- ROMU1204MOER-SM(CA6535) Economical by double face insert - ROMU1204MOER-SM(CA8535) Economical by double face insert

s E K&
CAB535 e CA6535 A

Competitor A (Positive cutter) Competitor B (Positive cutter)
SEMAR = RAELINTHE 265, HFaESaEINREMT, SHMAR@RBEL, TRBGNMIEIEE N
MRWELE Kt /A R = @ARLL TR BB KAfE, 2F<E. ZREEN EHES. TRABHEEFIE,
MRW improved machining efficiency by 1.2 times with same tool life compared with Competitor A. MRW showed less damage on the cutting edge and reduced cutting noise.
MRW has equal or longer tool life and cost advantage due to double sided inserts.

MRW has cost advantage due to double sided inserts.
(3R B % F#¥4) Evaluation by the user (3R A% FiTA) Evaluation by the user

|\/|FWN5W;|;IJ 7JHI${§IJ Case Studies

SUS316L

* ﬁﬁﬁlﬁﬁ'gﬁ: Energy Plant Part
-+ Ve=150m/min

+ fz=0.15mm/t

+ ap=3 ~5mm |
* ﬁﬁﬁ Wet

- MFWN90160R-8T(8#177)

- WNMUO80B08EN-GM(PR1535)

PR1535
Hip AR RC(ERTIR)

Competitor C (negative cutter)
5EMARFRDAL. AISREHMI, TRRERFEKER,
MFWN improved cutting edge condition and finished surface compared with Competitor C.
(3k B & PiT4Y) Evaluation by the user

MFPNZY /I T 228 case Studies

Ti-6Al-4V BEFREE o
« {LZiE T FE M chemical Plant Part AT W —~—— - kXHEH
+ Ve=26m/min - + Ve=160m/min
- f2=0.46mm/t Jy - f2=0.125mm/t
+ ap=3.0mm ‘ 300 ‘ + ap=2mm
323 wer | | 3B wet
+ MFPN45160R-8T(84#171) - MFPN45100R-8T(8#77)
- PNMU1205ANER-SM(PR1535) - PNMU1205ANER-GM(CA6535)
PR1535 CA6535 3.5E/ 1%
AT RD(ERTIR) renaracnne [INEsEoE
Competitor D (positive cutter) Competitor L (Positive cutter)

5EAMAR=RDALL. AISREHMT, TRRERFEKESR, S5HMARFMEML, RE1.4E0FSG, SMBEMT,
MFPNEID FEM AR =RO@ATIRABETIF), NRBEY K2 5ERFLE,
MFPN processed same number of output as Competitor D. Edge condition was still possible to extend tool life.

MFPN has cost advantage due to 10-edge use compared with Competitor D (4-edge).
(3B % PiF4Y) Evaluation by the user (3B % PiF4Y) Evaluation by the user

MFPN achieved 1.4 times longer tool life compared with Competitor E. Stable machining.

2#iPhone L AR, AEPEFHER S ME RE. Py TSR
RBHER.
PIEI &M 2R HihARBRSHER App Storedi3REL!
WEYBENI. 57U, EMHEKIE, WEAATHFR, BBEESE £ Storehigh "RE % B u N
TSHNTHTE, FrblfEit Bt SS BB, ol i, DR IR RE YHITR| K=
b i 580 A REESAE R g B3 ore apple.inc. &3 FRo
] KYDCERA N8 77 E A H B I KYOCERA ;IS;O?EL AR A0 T 5 8 Q@ZZ%}%%@ pple.inc. #03EAH
http://www.kyocera.co.jp/prdct/tool/index.html
4 N Y15 T EiX %

400 650 6400 5 Z3BRIE 8:45-11:45 + 12:45-17:30
- = - B, BUREEHRAREFTEY S,

KAANERHER: BEAPERENE, RERSER, REFRES.
AR, BERIARIESHIYERE.

Vv UM T R % AL 7
k‘ LRI R A ERT00S A Tl A 402(200072)

TEL:021-3660-7711 FAX:021-5638-6200
RE(PEESERBRATE

http:/iwww.kyocera.com.cn/prdct/cuttingtool/index.html
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