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Low Cutting Force and High Efficiency Radius Cutter
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For titanium alloy and precipitation hardened stainless steel
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For Ni-base heat resistant alloy and martensitic stainless steel

CVD—F4>% cvb Coated Carbide

[l CA6535
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Excellent cutting performance due to low cutting force design
High efficiency radius cutter
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Flat Lock Structure to hold insert firmly
Prevents insert rotation during machining to provide stable cutting
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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

" ' BEF VT &7L—%h
#HI#E workpiece Applicable Inse:‘rt GEde Applicable Chipbreaker
R - 525 - £ Carbon Steel / Alloy Steel / Die Steel PR1525 GM/SM/GH 7L —7) Chipbreaker
g HEEIR 505 ILEEIX Gray Cast Iron / Nodular Cast Iron PR1510 GH/GM7L—7) Chipbreaker
E NiZETHZEE Ni-base Heat Resistant Alloy M LT YA MRAT Y LA Martensitic Stainless Steel CAB535 SM/GM7'L —7] Chipbreaker
M F—=Z7FA FRRAT L AT pustenitic Stainless Stesl .
VEE Tiani = q
E FIVEE Titanium Alloy M IrEE(L R X T LR Precipitation Hardened Stainless Steel PR1535 SWGM7 73 Chipbreaker

TL—HDEND T EHEEGIEI S For Chipbreaker Selection and Recommended Cutting Conditions =8> P6
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New grade for difficult-to-cut material
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Stable cutting prevents insert fracturing l
Good for high efficiency machining TEEBICKD., BEDH. etk

Smooth & less adhesion

7 ORI CKDBEOML, ERENR
Oxidation and wear resistant
Hﬁ‘FIIII Special Interlayer
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Prevent peeling of coating layer
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Newly Developed
Tougher Substrate
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For Ni-base heat resistant alloy and martensitic stainless steel

High heat resistance and wear resistance with CVD coating Rk of s

HERIC K DMHRTUEFED M

CA6535 Improved stability due to thin film coating technology Silctionaliveariss stant
FyraEE MMBBIERATY LA MEGACOAT X—2
by —_e
ﬁﬁﬂi.j_/ %E :l __7_4 /7 rM EGACOAT NANOJ ‘:J: U 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
PR1535 coating technology
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FRILY ST iE Toolholder Dimensions
sHE (mm) TOAEC) | 22 = | =2=mH&
4 H# zs H1 2| e | BB | RREIEH
D%:Cﬂpﬁn E':-:OE No. of Dimension Rake Angle }L2§ [ﬁa}m (kg) (min_1)
inserts| re | D |@D1| dd |pdl|dpd2| H E a b C S | AR |RR. 3 Weight | Max. Revolution
| [FPREETET L8 Te T 10 [m |2 10| |ar] o o e
23 100R-12-7T | @ | 7 | ° %0 341 6 |+10°) 55 2 | 15 | 12,000
s 100R-129T | @ | 9 100) 78 |31.75] 46 | - 8418 127 Foo |15 12000
& [MRX 080R-16-5T | @ | 5 a1 | L ’
%BE 080R-16-6T | @ | 6 80 |70 |®4]20 |18 | |27 6 |99 B 11200
78 e o 8 |100| 78 |5i75| 46 34| 8 [12.7)44| 8 |+10°| 55 - 14 10.99
® S : 0 125| 89 | 381 | 55 63 | 38 | 10 |15.9 ref 1 21 3000
MRX 040R-10-5T-M [ @ | 5 40 |38 |16 (15| 9 19 [ 5.6 | 84 =1 0.2 20,000
050R-10-6T-M | @ | 6 5 | 50 | 48 40 29| 5 |+10°|-55° : 0.3 17,500
063R-10-7T-M | @ | 7 63 |60 | 22| 18] 1 2163|104 F91 0.6 | 15,000
MRX 040R-12-4T-M | @ | 4 40 | 38 | 16 [13.5| 9 19 (5.6 84|29 0.2 21,000
050R-12-4T-M | @ | 4 50 | 48 5 0.3 18,000
oozl 8 SR gy (031 TS
063R-12-6T-M | @ | 6 | 6 | °° | &0 aq| 6 |40|55 F91 0.6 | 15,500
T o e P P R N IR Y A
+2 -12-7T- 50 B ' ’
G| smommnuie T wnelwln] - |* w0 e
e : : 63|60 |22 | 18| 11 | 40 | 21 | 6.3 |10.4 » g5 13.500
oot 8 5| w00 om0 | oa| 7 s = [ e
8 50 44| 8 |+10°|-55° : 2
100R- 100 M : 8 100| 78 | 32 | 46 30 | 8 [14.4 14 | 10,000
T _ X2 | 1.4 10,000
125R-16-6T-M | @ | 6 Fig2 | 2.6 9,000
125R-16-8T-M | @ |_8 125| 89 | 40 | 55 63 | 33| 9 (164 56 9.000
A, . @  EEHEE s item
HEmEBEEF V7 Spare Parts and Applicable Inserts
EB 5 Spare Parts o BREEEZMORICONT
. iﬁﬁj‘g N Caution with Max. Revolution
77l/7" LoF B 1L 3 7—ISIfEA FoTRBEGERMU LICEESEIBA,
it § C?aipjs-zr;/ Wrench Anti-seize Mo:rr:t)ir[:ghBolt ﬁﬁ?“/j ffit{‘:f”;ﬂy7 \Zﬁl}i@ﬂ%ﬁ(%#i[ﬁ%
R Compound Aplete eers v*a\;a-hn HdH ).iT@Tij}EEﬁkﬁﬁh\i% "
7 en running an endmill or a cutter a e
DTPM % .% maximum revolution, the insert or cutter may be
é / g damaged by centrifugal force.
=
= 2 e 2 B UL (MP-1) 1, Fo 7 £ EIE
MRX 040R-10... HH8X25 [RPMT10T3MOER-GM TER VTV TRY ) 2a—DF—\EERLE
—— ™ |SB-3070TRP DTPM-10 MP-1 RPGT10T3MOER-GM (BB LTSRS L,
050R-10... Fv TS5 TEEEN MUY 2.0N-m HH10X30 Ega}—'y%];%m%%ﬁj_s@!ﬂ Cfotat Anti—sdeizhe Cc;mphound (MP-1)fthizIy on portion
—_——— - thread when insert is fixed.
063R-10... Recommended Torque for Insert Clamp 2.0N-m HH10X30 %1 (RETLIRE
MRX 040R-12... HH8X25 X1 REREDRPMT10T3MO & (F B IRMEIS
| HYFEEA
050R-12... SB-4090TRPN DTPM-15 MP-1 HH10X30 Egg:lqgggl{\/lﬂggg:gm Not compatible with the conventional
063R-12... FvT o5 TR ML 3.5N-m HH10X30 | RPGT1204MOER-SM | 5. ERBORPMT1204M0 £
080R-12... Recommended Torque for Insert Clarr;p 3.5N-m HH12X35 RPMT1 204M0EN-§§H2 RPMT1204MQ-HU;E@’|@E(;@U Ao
JEEE— Not compatible with the conventional
100R-12... - PRMT1204M0 and PRMT1204MO0-H.
¥3--- EREDRPMT1606MO-H & (£ B #M%E
MRX 063R-16... HH10X30 RPMT1605MOER-GM I EEA.
— - Not compatible with the conventional
080R-16... |SB-50120TRP TTP-20 MP-1 | HH12X35 | RPGT1605MOER-GM PRMT1606MO-H.
5 N RPGT1605MOER-SM
H FyTU SV TR MNLY 4.5N-m
m Recommended Torque for Insert Clamp 4.5N-m - RPMT1 605M0EN_%<H3
125R-16... ‘ ‘ pe— N
HE 2 H 24 Recommended Cutting Conditions == P6



M RX Low Cutting Force and High Efficiency Radius Cutter
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RILY'STFiE Toolholder Dimensions
Fi&(mm) FTLWAE() 22 — =
B OE wE | A% D Rake Angle | L z FodR Hi'(%-@?;&
e No. of 25 ; min’
D Stock inserct’s re ¢D ¢d L 2 C S (/’-\\AA?() R.R. "’ﬁ § Drawin Max. Revolution
MRX 16-516-08-2T ® | 2 16 16 | 110 +3° = 1 Fig1 38,000
20-520-08-2T ® | 2 4 20 | 20 40 | 2.4 | 40 .| -55° . 32,000
=2 25-525-08-4T ® | 4 25 | 25 | 120 +10 il 2F92 " 58'000
ll:g MRX 20-S20-10-2T @ | 2 20 20 | 1o +5 | -8 = X 1 Fig.1 30,000
2 25-525-10-3T ® | 3 5 25 | 25 40 | 2.9 | 5.0 . . o 28,000
II~£ 32-532-10-4T ® 4 32 | 32 | 140 +10° | 55| & 292 [ 55'500
£ 8 | MRX 32-532-12-3T @ | 3 32 32 | 140 2 Fig 24,500
: 40-532-12-4T @ | 4 6 40 40 | 3.4 | 6.0 | +10° | -55° | B 3 s 21,000
T 50-S42-12-5T [ ] 5 50 42 | 170 9 18,000
7 | MRX 40-S32-16-2T [ 40 32 | 140 3 Fus 18,000
50-S42-16-4T [ 4 8 50 40 | 170 | 40 | 44 | 80 | +10° | 55" | 9 15,500
63-542-16-5T @ | 5 63 4 Fig.4 13,500
MRX 16-W16-08-2T @ 2 16 16 | 89 +3° " 5 Fig.5 38,000
20-W20-08-2T ® | 2 4 20 20 91 4 | 24 | 40 | 0| 55| 5 X 6 Fio.6 32,000
™ 25-W25-08-4T @ | 4 25 | 25 97 X 7 Fig.7 28,000
TE [ MRX 20-W20-10-2T ® | 2 20 | 20 91 +5 | -8 =" X 5 Fig.5 30,000
Lz 25-W25-10-3T @ | 3 5 25 | 25 97 | 40 | 29 | 50 | 0| 55| x5 X 7 Fig.7 28,000
; z 32-W32-10-4T @ | 4 32 32 [ 101 : X 7 Fig.7 22,500
$E | MRX 32-W32-12-3T @ | 3 32 32 | 101 X 7 Fig.7 24,500
¥e 40-W32-12-4T @ | 4 6 40 40 | 34 | 6.0 | +10° | -55° | & 8 Fus 21,000
v5 50-W40-12-5T [ ] 5 50 40 | 111 9 18,000
7 | MRX 40-W32-16-2T ® | 2 40 32 [ 101 8 Fos 18,000
50-W40-16-4T @ | 4 8 50 | ,o [ 111] 40 | 44 | 80 | +10°| 55| &H 9 15,500
63-W40-16-5T @ | 5 63 112 9 Fig.o 13,500
MRX 16-S16-08-2T-160 | @ | 2 16 16 | 160 | 70 +3° & 1 Fig.1 38,000
20-520-08-2T-180 | @ | 2 4 20 | 20 | 180 24 | 4.0 .| -55 . 32,000
_ 25-525-08-4T-180 | @ | 4 25 | 25 | 180 | 90 +10 i 2F92 581000
A5 | MRX 20-520-10-27-180 : 2 20 | 20 | 180 +5 | -8 & 1 Fig1 30,000
ve 25-525-10-2T-180 2 5 25 | 25 | 180 | 80 | 29 | 5.0 . . . 28,000
7¢ 32-532-104T-200 | @ | 4 32 | 32 | 200 ¥ |55 B 2F92 55500
75 | MRX 32-832-12-21-200 | @ | 2 32 3o | 200 [ 80 2 Fig.2 24,500
v 40-S32-12-47-200 | @ | 4 6 40 200 [, | 34 | 60 | +10°| 55| H 3 s 21,000
75 50-542-12-47-300 | @ | 4 50 | 42 | 300 9 18,000
MRX 40-S32-16-27-200 | @ | 2 40 32 [ 200 3 Fos 18,000
50-S42-16-4T-300 | @ | 4 8 50 4o | 300 ] 40 | 44 | 80 |+10°| 65| FH < 15,500
63-542-16-4T-300 | @ | 4 63 300 4 Fig. 13,500

@  EEFEE std item




1|:'f|3|:$|':| & :‘@'39"‘770 Spare Parts and Applicable Inserts

9557 . Lo
25— L7 PR
Clamp Screw Wrench Anti-seize
B OE P Compound aEFvT
Description DTPM E f.,/ ’ Applicable Inserts
SB-2555TRP DTPM-8 MP-1 Egglggggmggs:gm
MRX ¢<+-08... Fv TS TRER LY 1.2N-m RDGT0803MOER-SM
Recommended Torque for Insert Clamp 1.2N-m RDMTO803MOEN-(§|<H
XA
RPMT10T3MOER-GM
SB-3070TRP DTPM-10 MP-1 RPGT1 8T3M8ER-SM
MRX ¢<+-10... Fv I oS TR LY 2.0N-m RPGT10T3MOER-SM
Recommended Torque for Insert Clamp 2.0N-m RPMT10T3MOEN-GH
X2
RPMT1204MOER-GM
SB-4090TRPN DTPM-15 MP-1 RPGT1204MOER-GM
MRX e<+-12... Fv TS TREER LY 3.5N-m RPGT1204MOER-SM
Recommended Torque for Insert Clamp 3.5N-m RPMT1204MOEN-GH
X3
RPMT1 MOER-GM
$B-50120TRP TTP-20 MP-1" | RPGTH gggMgER-gM
MRX +¢+-16... Fv TS TREEN LY 45N-m RPGT1605MOER-SM
Recommended Torque for Insert Clamp 4.5N-m RPMT1605MOEN-GH
: : %4

E—')‘/7=)'-“/7°(/"'Qﬁ§) Milling Inserts (with hole)

o BEEIBRHORIIOVT
Caution with Max. Revolution
FoTURSAEHU LICRGSEIIBEEDOAIZKY
FUTRBROMBENELZBALHNETOTIER
FELES,
When running an endmill or a cutter at the maximum revolution,
the insert or cutter may be damaged by centrifugal force.

o B BT BILA (MP-1)I&, v 7 2 EET 20, 7527
Z2) a—DT—NERERUEBISECBH LTITRAIEE L,
Coat Anti-seize Compound (MP-1) thinly on portion of taper and
thread when insert is fixed.

X1 FERBUDRPMTO8T2MO-HE IF A IS H Y €A
Not compatible with the conventional RPMT08T2MO-H.
FERBDRPMTIOTIMOL (S EHRMEIEH Y £ A
Not compatible with the conventional PRMT10T3MO.
EREDRPMT1204M0% & U'RPMT1204M0O-H
CIFEBMEEHY EEA

Not compatible with the conventional PRMT1204M0 and
PRMT1204M0-H.

HERELDRPMT1606MO-HE (FEHMEIZH Y A
Not compatible with the conventional PRMT1606MO0-H.

HER Y I 24 Recommended Cutting Conditions = P6

FERAMEOER p R - 523 carbon Steel / Alloy Steel *
Classification of Usage £ Die Steel *
M F—RFFARRATV LR (SUS304F) Austenttic Stainless Steel * DA °
*:ﬁbul/%‘]?ﬁ‘% Roughing / 1st Choice LT RRZT VLA (SUS403%) Martensitic Stainless Steel pie * ﬁc‘?
*:.}‘.—:7311 I/%Z?’Ei Roughing / 2nd Choice « AT B35 3K Gray Cast Iron * ? g
.: 1iJ:U:/%1 }Ex Finishing / 1st Choice 5251 L35Sk Nodular Cast Iron * ;[:;:—’;
O 4t EIF/2852332  Finishing / 2nd Choice N = v
(ﬁﬁﬁﬁli45HRCL}(—F@%A) s mﬁn%(ngmﬁnﬁ) Heat Resistant Alloy (Ni-base Heat Resistant Alloy) 7% * ;g
[Tn cas:hardness is under 45 HRCD F 4> & (Ti-6AI-4V) Titanium Alloy * W ’:‘%
H SHEEM Hard Materials | ’I\t_%
. BE op |vs
& (mm) 5 -7y | £
B W B OE S ) MEGACOAT NANO @ <
Insert Description Angle Coated Carbide
A | T | ¢d | W | re a | PR1535 | PR1525 | PR1510 | CA6535
RDMT 0803MOER-GM | 8 |3.18| 3.0 | - 4 |15 o () (] o
RPMT 10T3MOER-GM | 10 |3.97 | 3.5 - 5 o o o o
1204MOER-GM | 12 |4.76 | 4.6 - 6 11 o o o o
R (MR
General puréose(M.Z\ass) 1605MOER-GM | 16 |5.56| 5.8 | - 8 ( () (] o
RDGT 0803MOER-GM | 8 |3.18| 3.0 - 4 15 o o o o
RPGT 10T3MOER-GM | 10 |3.97 | 3.5 - 5 ® o o o
1204MOER-GM | 12 |4.76 | 4.6 - 6 11 o ([ ([ ([
A (GHR
General Purp(ose(G-?:Iass) 1605MOER-GM | 16 |5.56| 5.8 - 8 ‘ . . . P3
RDGT 0803MOER-SM | 8 |3.18| 3.0 - 4 15 o o (] P4
RPGT 10T3MOER-SM | 10 [3.97 | 3.5 | - 5 ( { o
1204MOER-SM | 12 |4.76 | 4.6 | - 6 | 11 o o o
ATVVZHBIERE
For stailess steel(Low cutting force) 1605MOER-SM | 16 |5.56 | 5.8 - 8 [ ) o o
RDMT 0803MOEN-GH | 8 |3.18| 3.0 | - 4 |15 o () (] o
RPMT 10T3MOEN-GH | 10 |3.97| 3.5 | - 5 ( o o o
1204MOEN-GH | 12 |4.76 | 4.6 - 6 11 o o o o
HSERIEE @ omm)
Tough Edge (Heavy Milling) 1605MOEN-GH | 16 |5.56 | 5.8 - 8 [ ] [ ] [ ] [ ]
@ : FEKERE st lem



M RX Low Cutting Force and High Efficiency Radius Cutter

*Ei&tﬂ %’U%ﬁ: Recommended Cutting Conditions

#&7“/ -=h (ﬁ'}fz mm/t) Recommended Chipbreaker ?Ei&?-“/ﬂ‘?!E (tJJHUﬁE m/min) Recommended Insert Grade
AR L P CVDI-747
WEI RD™08 type: ap_amm, RP™10 type: apc2 5mm MEGACOAT NANO CVD Coated
Workpiece Material RP**12 type: ap=3mm, RP**16 type: ap=4mm Carbide
RDMI-GM | RDGTGM | RDGT-SM | RDMIGH| PR1535 | PR1525 | PR1510 | CA6535
KR8 carbon steel (SxxC) K 0.1~02~08 | ¥ 01~02~03 | 006~0.15~02 | ¥¢ 0.15~03~0.35 - S 120~180~250 - -
& &8l Aloy steel (SCMZH) K 01~02~03 | ¢ 01~02~03 | ¥r 0.06~015~02 | ¥¢ 0.15~03~035 -  100~160~220 - -
£ 88 Die Steel (SKD/NAKEE) S 0.1~015~0.25 | F¢ 01~015~025 |  006~012~02 | ¥ 015~02~03 - > 80~140~180 - -
F=ATFH1 PRRTV VA Austenitic Stainless Steel (SUS3045) | v 01~0.15~02 | ¢ 0.1~015~02 | %k 0.06~012~02 - Y 100~160~200 | ¥ 100~160~200 - -
INT YA PFRRT VA Martensitc Stainless Steel (SUS403%) | ¢ 0.1~0.15~02 | ¢ 0.1~0.15~02 | %k 0.06~0.12~02 - e 150~200~250 - -  180~240~300
HritELR AT VAT Precipiaton Hardened Stiness Steel (SUSB30%) | Y 0.1~0.15~02 | e 0.1~0.15~02 | 3¢ 0.06~012~02 = * 90~120~150 = = -
129 B Gray Cast Iron (FC) * 01~02~08 | ¢ 0.1~02~03 - ¥ 015~03~035 - - > 120~180~250 -
Y971V EEEK Nodular Cast Iron (FCD) % 0.1~015~025 | ¥¢ 01~015~0.25 - ¢ 015~02~03 - - % 100~150~200 -
NiE M Z S £ Ni-base Heat Resistant Alloy ¢ 01~012~0.15 | J 0.1~012~0.15 | ¢ 006~01~015 - e 20~30~50 - - * 20~30~50
LFZ > EZE titanium Alloy (Ti-6AI-4V) Y 01~012~0.15 | Y 0.1~012~05 | H 0.06~01~0.15 - H 40~60~80 - Y 30~50~70 -
X NEMBREES. FIVAESILERM T & HER, JooE—HEE Y TR % 1st recommendation ¥y :2nd recommendation

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

X X7V LA NIEMME#EGE. F7> 52 ZRDGT/RPGT4 HEEE, ROGT/TPGT are recommended for stainless steel, Ni-base heat resistant alloy and titanium alloy.

X UHIRGFORFILHERFZEORMEL RLE T, EROMITIRRICIE C T UTHIRE, %Y 2 EEATHRE L TZE 0,
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 YIBI RGO HRERY 135):AH (ap) Hre/2 (RD™0851 7 T2mm. RP*107 41 7 T2.5mm, RP*1251 7 T3mm.RP*16 74 7 T4mm) D ENE#EZ RLET,
THABDZNLL T F1EZ MU EDBEICIE T ROBEREEZ D IF T BELGHEREL LY £,

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.

3 MRX16-S16-08-2T (-160) . MRX16-W16-08-2T, MRX20-S20-10-2T (-180) . MRX20-W20-10-2T% DG & (. %Y A HER S D50% MU TIZERE L TZE L,
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.

ThiAHIZLB1 7‘]%7’: N iE ‘)o)iﬁ%{fﬂﬁi Conversion factor for feed per tooth by depth of cut (ap)

: ; . , St Ep)
gl'.\yz Exampﬂ& 1 ”ét ") (Dli U @iﬁgﬁ# Conversion factor for feed per tooth (RPMT1 244 71 }E %ﬁlﬂ\ GM7“|/ — 5.
nse ap (max) |ap=0.5mm | ap=Tmm |ap=1.5mm| ap=2mm |ap=2.5mm| ap=3mm | ap=Amm | ap=Drm | ap=bmm | ap=Bnm | YPAHap=1mm®DIBE)
RD*08%17 (GM/SM/GH7 L =% % - — - .2 t(R%HM.GM7L— R’V EHE(E
RD*08 type G(M/SM/GH chipl}reaker)) Amm 1.7 1.3 1.1 gtg%argl 0.9 0.8 0.8 ?(1 ?(T{/Psfiﬁﬁ a;.] mn?ﬂ?f}égﬁﬂﬁ;
R rcHometTL =) som | 19 | 14 |12 | 1 [1E8) 09 | 08 | 08 | — | — | =0.3mmA—03mm/t AHEEEL Y ET,
= - ; Calculati I
S | O | 21| 15 | 13 | 11 | 1 |18} 09 | 08 | 08 | = | BUERIERS e ooy
RP*16917 (GM/SM/GH7 L —5 # 5 : #
RD"16 tyoe (e(wsweﬂ cmgbreaken) 8om | 24 | 17 | 1.4 | 13 | 11 | 11 |JED 09 | 08 | 08 Shipbreaken ¢ 1. Conversion actor for BPY12 typo,
KUV IMI. $SHEAMI(SEXZINI). AUV oriling / Ramping / Helical milling
TE+H RAAH D24 BHEAMI (SrEXZINI) AYAILIT
Tool spec. Max. ap Drilling Ramping Helical milling
— 5 MEB LA = ixﬁﬂﬁﬁl:&% = . PAANSERY 1= = oo
F97 tag | | BAWIEsPd | FRNGEYS |mameme| BAUHIE mimrrme | FRLGTIEIS0R" | BAmT s
Insert Tool dia. Depth M'”ﬁgugt&%r';]egggg for | ™ e () i Mﬂ;}(%‘;ﬁ‘g#g&%&g‘ Min. Cutting Dia. | M- gggg}g fl:;'caihg’r flat | Max. Cutting Dia.
- .| 16 0.7 9 8 0.141 28 20 24 30
RDT08 917 [ 20 4 4 13 9 |0.158 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**10447 | 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 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*12 447 | 50 6 2.4 39 4 0.070 85 79 88 98
RD*12 type 63 : 52 5 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 #4147 | 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
X LRI HRINTET—ID T )T Z72REAmMmIE LT3 B DIE T, The above value is based on the clearance of 1mm between the tool body and the workpiece. B[ Unit:mm

kYUY /7 7Jl]Ia),EE,'=l,.“ Tips for drilling

( l‘ U U ”/70);%5] Drilling depth Q
ROPAEX TSR T I, (Pd: RAM IR S %R Y) See Max. Cutting Depth (Pd) in the above cutting conditions X

[ l‘ U U ’/7 1&@&% ’) ”HI’ Traversing after drilling

KUY 2T, 0% =Y MIETRSBEOEES cj

Caution for traversing right after drilling

ORDE0IT (HIWELED) B IEISNSD £ T 7—7LE) Z R BFOXDETTIFTNILTIEL, =
(RRIDEIFTNEZSTILL —FHEDHEIZKE VD)

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.

@ EEHFEELZRNIEIEXTEIL EROKS I24Y £ FOEI7 -« 9D

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




ﬁﬂbﬁﬂ&ﬂﬂl (57t°7771ﬂ1) a)ijf%f}f—i Tips for ramping q

RO LHIM TDEENE Ama AT ICRTE LTS L - -
Ramping angle should bexunder amax (Maximum ramping angle) i*ﬁﬂﬁ E I2&% EKWHIJE g LD Efgit Qmax ¢
in the above cutting conditions. Formula for Max. cutting length (L) | — ap *
ENET0% U TZERELTRE LTLIEE LY, S EEIRg g tan a max ap
Feed rate should be under 70% of the above cutting conditions. f *
~Y 73}117."] Ia)iiﬁnﬁ\\. Tips for helical milling
AVALIIT—EH7Y) DIEAREhIZRRTAHap A TIZRELTTE L,
EIAN IET/E\@%&&NZ&?%&%IEab“ﬁbf)%&ﬂﬂI@%ﬁﬁﬁ“ﬂﬁgamax% [I0T7RER dDh1=@dDh< dDh20ES]
BABRWESIZERELTLIZE W, 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 o=y N
the center line of tool) should be under amax (Maximum ramping angle) in the above cutting conditions. glggt ijj{ﬁ LA
SENIET0% AU TZERELTRE LTUIEE L, = X
Feed rate should be under 70% of the above cutting conditions. (()E;r%o%’(fffmfig)
TV Hy N ARTOYIEI A HEREL ij—o Down-cut milling is recommended. after mach\m?]g. )
Not removable with the
same cutter
ANYALIMIDEFEFE Helical miling factors
D(TEMIE . [’ IREREPDh2=¢pDh=¢dDh3DIEH]
gutte(r diamejtJeur &) ¢ Ds(TEFDOHIERDK D F) When cutting dia. $Dh2<@#Dh=¢Dh3 | _ .
Diameter of trajectory of cutter's center line ®Dh EF"L:\L- EﬂJ ) 5% LA
¢ Ds=Dh-$D | | mLET
£ 7 | (A—TEDE®EYT
g . | BRI A
g @Ds (T EFLOMMIFETRE) MAHRShDKRDH T | Center core part remains
U% ‘ | Diameter of trajectory of cutter's center line Formula for sinking depth (h) %f‘é?rq mggmng;gfraversing
i ¢Dh(IMINERE) h=7 x ¢ Dsxtana % with the same cutter
P d‘am’“rl'j (higapllFIEBE LT & L) -« oD |
nxpDs max BT 12 & 2T, .
2 (ol I EL TS ) % dDh1~Dh3lEP6M TR A S HEL LT,
\-‘:;T a a should be under amax Please refer to P6 the list below for ¢Dh1~Dh3.
I AR Sinking angle
7."] I %ﬁ“ Case Studies
{ERE Slant face
IEs® 80 1Eme
4.5(% W 2fE £
4.5 times More than
longer tool life double tool life
65
+/ ZILEBEE Nozzle parts *Ve = 113m/min  +fz = 0.14mm/t - RIS Mold parts  *Ve = 125m/min  +fz = 0.25mm/t
-apxae = 1.0x65mm -8 by -apxae = 1.0~2.0x10mm -§Z= ory
*MRX100R-12-9T-M (94 H) 9edges -RPGT1204MOER-SM(PR1535) *MRX20-S20-08-2T (2#2H) 2edges - RDGTO803MOER-GM (PR1525)
450f8/13—7 2ELE FRRE
PR1535 PR1525
R - 3%
Convent::oaal - 100@/1 - 100pes/edge Convent;?\al _
-FFASEER, T HH15ETIARMM Yy b HY XM FHARRET | EFRFRTH 1A MRXIEREMIA
EREEN  NULBIRIESN N TES RIF AIRECHm2E U LICm £
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 tool life with
MRX prevented burr formation and improved surface finish stable machining.
(A=Y~ DFHHIZ L) User Evaluation (=Y —#DFFMHIL ) User Evaluation

220iPhoneA7 FU T, BERDEERERALLFT FFURBRTT g ESOULIYAIT

ISR e e W App StoreT4wh! AVRAT L REEER !
S UVIRUL RMICETEHE [ | HE T DREDSRES  App StoreTlELS I LEFL = g
| | OBFEL. - f | EEEERcErEd. HEDT TUEAFLTLEE L, 7 IR | BRR
| NTHEOE<ENTEZOT. SN i RGBTHSHICOEEULRR o Sl e
G4 LOBHICHBRITLEE W, EREFOEN CEET, #iPadCHHEVIAITFT . 8 http://www.kyocera.co.jp/prdct/tool/index.html
e N PIEI TEICBI 9 DiXMMThE SHEER I

{59 9:00~12:00-13:00~17:00
0120-39-6369 RBRRE-SHREREHLTEDE A
(##-PHSPOOIAA 23 7)FAX:075-602-0335
MAIL:tool.support@kyocera.jp RES hAFV-9-bder5- |

REANBROFA - BRGEOEEPT—ER@E, BHRE/ICERVELET.
HXOBMEBORIF, BESEZESEEATVLIICBENRL LTFRT,

RESHRIEH
(IKYOCERG seiznzse ...

TEL:075-604-3651 FAX:075-604-3472
CP319 CAT/4T1310GPY




