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2 types of grades suitable for variety of workpiece materials and applications

CAG535:CVDI—-FsVJ (NIBEMASE. Y ILT VYA MNRAT VL AHIA)

For Ni-base heat resistant alloy and martensitic stainless steel

PR1535:PVDI—F«VJ (F5 V5%, INhiE{ER AT VL X HRA)

For titanium alloy and precipitation hardened stainless steel
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2 types of grades realizes tool life extension
at machining of heat resistant alloy and difficult-to-cut materials

CA6535 (CVDINiERRAS. TIF 44 MEAF VLA

For Ni-base heat resistant alloy and martensitic stainless steel

pR1 535 (PVD) F4 /A%, iR AT VL AR

For titanium alloy and precipitation hardened stainless steel
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Suitable for variety of workpiece materials E—Eﬂﬁﬂ*j

New Development

%%IX{E%*{D ;—'EIJ [Js %?E'j]l] I& ';::IE, High Toughness Substrate
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Stable cutting by preventing sudden insert fracture [

Suitable for high efficiency machining TETBICLD. AT, TErELE
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Smooth & less adhesion
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-%HEZ‘ T'f/7 ?vzm L\- J: 5 Fﬁ ,l‘io) I-l—J J: Prevent peeling of coating layer
F(_)r Ni-base h_eat resistant alloy an_d martens_mc stalnless_steel EFANINE (HEH) . SR
High heat resistance and wear resistance with CVD coating HEAIC KD MHRNERE DA L
CA6535 Improved stability due to thin film coating technology Frictional wear resistant
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For titanium alloy and precipitation hardened stainless steel
Stabilized milling operation and long tool life by special nano coating layer
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High Efficiency Radius Cutter with Multiple-edge

M RWg=

1 WE8I—F Ik CTHEA

Economical 8-edge insert

2.N\UA )LL) TR 1o 395‘6(31;1 IR TR YT

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

3.75yhOyI@EEN I ITHROF v I EER7ZNH LR ENM T Z5RR

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

A?" 7 Applicable Insert

@ @

L <t (mm) CVDI-744
fz IR B E Dimension MEGACOAT NANO CVD coating
Insert Description
PA T ¢d W re | PRI535 | PR1525 | PRI510 CA6535
ROMU 1204MOER-GM | 12 [ 4.75| 46 |11.8| 6 [ J [ ] ( ] [ ]
1605MOER-GM | 16 |5.48 | 6.2 |158| 8 [ ] [ ] ( ] [ ]
General Purpose
ROMU 1204MOER-SM | 12 |4.75| 46 |11.8| 6 [ ] [ ] [ J
LSRR 1605MOER-SM | 16 |5.48| 62 |158| 8 | ® | @ )
ow Cutting Force
ROMU 1204MOER-GH | 12 (4.75| 46 |11.8| 6 [ J [ J
AR @gum) y
NEBILE @anm) 1605MOERGH | 16 |5.48 | 6.2 (158 8 o o
@ | IEHETEE std. ftem
?Eﬁtﬂ élJ %ﬁ: Recommended Cutting Conditions
5 g #IRF v H1E FIEIEEVe: m/min) Recommended Insert Grade
© o
Le IS 30tz (mm/t) feed MEGACOAT NANO CVD
713 = Workpiece Material
6 PR1535 PR1525 PR1510 CA6535
3 Carbon Steel
SexGoen See 01~0.2~03 120~180~250
&% Alloy Steel
S see 01~0.2~03 100~ 180~220
215 Mold Steel
SKD. NAKS et _ 01~0.15~025 80~14b~180
gu_s;é(’)—fé Igféxrzlzlﬂﬂ Austenitic Stainless Steel 0.1~0.15~02 100~ 1%?0~200
TVFoHARRAT LR ~ - i
oM %us?t-%gt% etc T; Martensitc Stainless Steel 01~0.15~02 150~200~250
BEERZ T 2 L A -~ -
SUS630% etc__Precptaion Harkned Staes St ClR0I5502 s0~136~150
?g&ﬁﬁ Gray Cast Iron 0.1~0.2~0.3 120~1§°~250
ggg‘(»ﬁﬁ Nodular Cast Iron 0.1~0.15~0.25 100~1§0~200
NiET#AS 0.1~0.12~0.15 20~39~50
FEOBE Tit Al
Tionay ftanium Alloys 0.4~0.12~0.15 ity
Slﬁ)f(ﬁ Carbon Steel 0.06~0.15~02 120~1<§0~250
543 Alloy Steel
oy S 006~0.15~02 100~180~220
25158 M R
SKD. NAKE eto 0.06~0.12~02 80~140~180
A—2A5FANRAT LA Austentic Stanless Steel
SM sus:s&%etc;/ e e 0.06~0.12~0.2 100~180~200
INT B RATU LR
SUSIO;% etc e Martensitic Stainless Steel 0.06~0.12~02 180~2‘50~300
FHBERAT L 28 - N
SUS630% et(—:r Precipitation Hardened Stainless Steel 0.06~0.12~0.2 90~1§)~150
NiZf#HAS 0.06~0.1~0.15 - 20~30~50
FH & Titanium Alloys L
Ti-BALAV § 006~0.1~0.15 s0~&b~80
k%4 Carbon Steel
e 0.15~0.3~0.35 120~180~250
543 Alloy Steel
SCmFen 0.15~0.3~035 100~180~220
28 Mold Steel
GH | Skp. NAKE etc et 80~140~180
?g‘hﬁﬁi Gray Cast Iron 0.15~0.3~0.35 120~15§0~250
ggg{ JV8% Nodular Cast Iron 0.15~0.2~0.3 100~1§0~200

¥ IHIRGRORFIIHEREAORMEZRLET , REFOMTIRTICIEU T UIHIRE . 3% 2 BEN TREBL TS0,

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.

¥ NiEM#AEE. F2A2GEXMITZH#E,

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

X IHI St R DHESERY) (3Y)3AH (ap) Hre/2 (ROMU1244 7 TImm.ROMU1641 7 T4mm) DEXDEAEEERUET
Recommended feed rate is the reference value when ap is re/2 (3mm for ROMU12, 4mm for ROMU16).
For lower feed rate than the above conditions, the conversion factor in the following table is recommended.

KSR —HESE YR TSR

%:1st recommendation vr:2nd recommendation
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New Generation Endmill with Double Sided 4-edge Use

MEWay

1 RESHEDE— LRI TN A DIEIEH -
Kyocera's unique mold technology reduces cutting force equivalent to positive inserts
2.mE4 JI—F R TREN -
Economical 4-edge Insert o
SMIVIMA T v T EF Y TROMIFEER L
Improved Toolholder Durability and Insert Installation Accuracy
BEF Y 7 Applicable Insert @ @
iR fid J—7R MEGACOAT NANO CVD
fnsert Deseription "8) PR1535 PR1525 PR1510 CAB535
o LOMU 100404ER-GM 0.4 [ J [ J ([ J ([ J
100408ER-GM 0.8 [ J [ J [ J ([ J
o
Goneral Forpose @ = 100412ER-GM 12 ® ® ® L]
T
6.6
LOMU 100408ER-SM 0.8 [ J [ J [ J [ J
[Exiinwit)
Low Cutting Force
LOMU 150504ER-GM 0.4 [ J [ J [ J [ J
150508ER-GM 0.8 [ ] [ ] [ ] [ ]
Gonoral Parpose 150512ER-GM 1.2 ® ® ® ®
LOMU 150508ER-SM 0.8 [ ] ([ ] ([ ] ([ ]
[xziawid)
Low Cutting Force

*Eﬁtﬂ %'IJ gl%ﬁ: Recommended Cutting Conditions

@ : FHETEE st item

] ®fz (mm/t) feed HERF Y THEE GIEIEEVe: m/min) Recommended Insert Grade
7 s <
o Al RIVFEY
l[’ g Workpiece Material Toolholder Descriptions MEGACOAT NANO CVD
Bz MEW20~MEW50
5 MEW16~MEW18| | cyonn wewon|  PR1535 PR1525 PR1510 CA6535
s CEDSER] 006~~02 | 0.08~0.15~025 120~150~250
Ly 0.06~0.1~0.14 | 0.08~0.15~02 100~180~220
£ 718 Mold Steel 0.08~ ~0.12~ *
S 0.06~0.08~0.12 | 0.08~0.12~0.2 A AT
A—ZFFANRAT UL X8R Austenitic Stainless Steel - i~ - b % %)
SUS304 F ete e 0.06~0.08~0.12 | 0.08~0.12~0.15 | 109~160~200 | 100~160~200
YATHA FRAT L XA Y . o *
oM |SUSH03% eto Martensitc Stainless Steel | 0:-06~0-08~0.12] 0.08~0.12~0.2 | 50..290~250 180~240~300
WHBERZAT L X8 " I~ .~ b
e 27~ i koo Stiss Sl | 0.06~0-08~0.12 | 0.08~0.12~02 | 99139150
Bty Gl 0.06~0.1~017 | 0.08~0.18~0.25 ey
LA Cei e 0.06~0.08~0.12 | 0.08~0.15~0.2 . 100~180~200 .
NiZfE#A S 0.06~0.08~0.12 | 0.08~0.12~0.15 | o0 3f-s50 20~39~50
o Tl Al 0.06~0.08~0.12 | 0.08~0.15~02 |  40..&h~g0 Lo -
[ Carbon Steel 0.06~0.1~017 | 0.08~0.15~02 . 120~1B0~250
ik e 0.06~0.08~0.12 | 0.08~0.12~0.18 B o
£ %88 Mold Steel . -~ ~0.1~
R 0.06~0.08~0.12 | 0.08~0.1~0.15 S 1~
A—ZT7FANRAT UL Austenitic Stainless Steel ~ - 0 1~ * )
s SUS304 Fetc 0.06~0.08~0.12 | 0.08~0.1~015 | 409~160~200 | 100~160~200
TNF YA FRAT LA ~0.08~ ~0.1~ b i
SUSH08% etc  Warensiic Stanless Sieel | 006~0-08~012 | 0.08~0.1~0.15 | 450250~250 180~240~300
MHBEERZT L 28 e~ - ~0.1~
SUS630% etc  Precipitation Hardened Stainless Steel 0.06~0.08~0.12 | 0.08~0.1~0.15 90~1%~150 .
NER#HA S 0.06~0.08~0.1 | 0.08~0.1~0.12 | 50._3hs50 - 20~30~50
o L Al 0.06~0.08~0.12 | 0.08~0.12~0.18 | 40250 30~88~70 -

¥ ENRIRAPORFIIHRZAEOREERLET  REEOMITRRICIEU T, YIHIEE | 30 & SR A THREL TS,

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.

¥ NiEM#AE L. F2S2GEXMITEH#E,

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

KRR Y TSR

%:1st recommendation v¢:2nd recommendation
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Low Cutting Force 90°Cutter with Double Sided 6-edge Use

MFWNze

1 WEGJI—J IR CEH sRET DRI

Economical 6-edge insert and strong thick edge

2 (K- l:“l:“U1EE/JEE7E§éIE

Low cutting force and less chattering

SBFLELFvITEBFRILY FrEm) [CHRE

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

o
iﬁ’%g' Y 7 Applicable Insert

@ @

K B % MEGACOAT NANO cVD
shape Description PR1535 PR1525 PR1510 CA6535
WNMU 080608EN-GM [ J [ J [ J [ J
General Purpose
WNMU 080608EN-SM ([ J [ ] [ J [}
BRI R
Low Cutting Force
WNEU 080608EN-GL ([ J [ J [ J [ J
EAE B B4R ()
Surface-Finish Oriented (+igh precision)
@ | IEHETEE std. ftem
*E%t)] élJ %ﬁ: Recommended Cutting Conditions
5 i 2Ty HEE IEIEEVe: m/min) Recommended Insert Grade
«
Lo AT % MEGACOAT NANO cVD
71] 9 Workpiece Material %4tz (mm/t) feed
5 PR1535 PR1525 PR1510 CAB535
%88 Carbon Steel 0.9 k
&xxc Li~02~0s 120~1B0~250
44488 Alloy Steel —0) D *
SCM 2 efc Oi0:2509 100~160~220
£218 Mold Steel N o~ *
SKD.NAKZ efc 01~0.15~025 80~140~180
A—2TFANRAT UL AER Austenttic Stainless Steel - -
SUS304 % etc 01~0.15~0.25 100~150~200
7 WA NRAT S URE 015~ 5
GM | sUs403% etc Martensitc Stainless Steel 0.1~0.15~025 180~240~300
BB RZT L 288
SUS630%F etg— Precipitation Hardened Stainless Steel 01~0.15~025 90~1 gb~ 150
19 »#8% Gray Cast Iron 0 O *
¢ y 0.1~0.2~0.3 120~180~250
4954 )V#i% Nodular Cast Iron N i~
% 0.1~0.15~0.25 100~1§0~200
NiEF#HAS 0.1~0.12~02 20~30~50
%M Carbon Steel _ ~
SxXC DEE~0H~0z 120~180~250
s AIon Steel 012~ %
SCM 2 et DOF~DiI2~02 100~160~220
SR Mold Steel — _
SKD.NAKZ o 0.06~0.08~0.15 80~140~180
=27 FAMRZAT LA Austenitic Stainless Steel - -
SUS304 % efc 0.06~0.12~02 100~150~200
T HA NRAT LA wow *
SM %U;gi%; etc 5 Martensitic Stainless Steel 0.06~0.12~02 180~240~300
RATLR ~ ~
SUS630% etc Precipitation Hardened Stainless Steel 0.06~0.12~02 90~1 %MSO
BF B33 Gray Cast on 0.06~0.12~02 120~180~250
gg[;;‘l‘f V8% Nodular Cast Iron 0.06~0.08~0.15 100~150~200
NZF#AR 0.06~0.1~015 20~30~50
F4 &% Titanium Alloys
S y 0.06~0.08~0.15 o
%% Carbon Steel
B 0.06~0.12~02 120~180~250
A48 Alloy Steel i~ - o ~
ECM = oic 0.06~0.12~0.2 100~160~220
£l Mold Steel - - o ~
SKD_/NAKZ etc 0.06~0.08~0.15 80~140~180
A—ZFFANRAT UL ZE Austenitic Stainless Steel ~ ~ o ~
e e 0.06~0.12~0.2 100~150~200
INT P MNRAT LR - - ~240~
GL fﬁUES%O{SEE etc 5 Martensitic Stainless Steel 0.06~0.12~0.2 180~240~300
2AT LA
SUS630% etc Precipitation Hardened Stainless Steel 0.06~0.12~02 90~120~150
SRR 0.06~0.12~0.2 120~180~250
EPEAI SN CETTE 0.06~0.08~0.15 100~150~200
NiZEME#E & 0.06~0.1~0.15 20~30~50
_?-9/ &4 Titanium Alloys 0.06~0.08~0.15 40~60~80
oA I I ]

* GIHIRARORFIIHEREAOROMEERLET  REOMTRITICE

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.

¥ NiEM#AEE. F222GEXMITEH#E,

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

sUT IR X0 2 BN TRREL T8,

KRR Y HER

%:1st recommendation r:2nd recommendation
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High Efficiency Face Mill

MFPNz

R.Iou. ghi5ng§l Jgt%eénljlpgogf;na-w?sl‘(;{ez Paeatﬁ;?}lzlgﬁ jj ‘y 9 -
2N\UN)LEIUEIS TR

Low cutting force due to helical cutting-edge design

3.5 TV Ty IEE T RIS

Fractures suppressed by double-edge structure

BEEF Y 7 Applicable Insert @ @

YERTS st & (mm) MEGACOAT
’Eh ® Dﬂ § Dime/nsion(mm) NANO MEGACOAT| CVD
ape escription A | T [ ed | X | Z [Pprisas|Prises | PRIsI0 | PRI225 | PRI210 | CAGS35
PNMU 1205ANER-GM e o o o o | o

ARG 17.88 | 556 20 | 20
PNMU 1205ANER-SM 6.2 [ ] o [ ] o o [}
EEHE Low cutting force
PNEU 1205ANER-GL | 1751 | 556 27127 @ | @ | @ | @ | ®@ | @
AR (H EIFF) High precision (For finishing)

*&ﬁtﬂ é"] %ﬁ: Recommended Cutting Conditions

@ : RHETEE std. ttem

5 g #IZF Y7 HE EIEIEEVe: m/min) Recommended Insert Grade
©
Lo eI el MEGACOAT NANO CcVvD
713 g Workpiece Material 2z (mm/1) feed
5 PR1535 PR1525 PR1510 CAB535
%8 Carbon Steel 0 9 *
SxXC 0.1~0.2~04 120~180~250
44488 Alloy Steel 0 D *
SCM 2 efc 01~0.2~04 100~160~220
27950 Mold Steel 0 2 *
SKD.NAKZ efc 01~0.2~0.35 80~140~180
=27 FANRAT LA Austenttic Stainless Steel 0.1~0.2~0.4
SUS304 % etc - - i 100~150~200
<7 HA NRAT U RAE 0.2~ 5
GM SUS403% etc Martensitic Stainless Steel 0.1~0.2~04 180~240~300
THBERZT L 288 0.2~
SUS630%F etc _Precipitation Hardened Stainless Steel 01~0.2~03 90~1 $0~ 150
1§ A8k Gray Cast Iron ) O *
6 0.1~0.2~0.4 120~180~250
4951 )VE% Nodular Cast Iron o
% 0.1~0.2~0.35 100~1§0~200 )
NIEF#AS 0.1~0.12~022 20~30~50
8 Carbon Steel » b~ PAe
SxXC OEE~Ehi~0zs 120~180~250 :
A% Alloy Steel - - X
SCM % etc 0.06~0.12~0.25 100~160~220
£2158 Mold Steel LI
SKD.” NAKZ efc 0.06~0.1~02 80~140~180
F—RTFANRAT LA Austenttic Stainless Steel - N
SUS304 % et 006~0.12~025 100~180~200
YT B PRAT L ~ =
SM SUS403% etc Martensitic Stainless Steel 0.06~0.12~0.25 180~2z0~300
THEBERZAT L 280 i~ i~
SUSB30% etc Precipitation Hardened Stainless Steel 0.06~0.12~0.25 90~1 5%~ 150
?g&ﬁﬁﬁ Gray Cast Iron 0.06~0.12~0.25 - - 120~180~250
ggg'f)bﬁ& Nodular Cast Iron 0.06~0.1~0.2 . } 100~150~200 }
NEF#HAS 0.06~0.1~0.15 - 20~3~50
F4 &% Titanium Alloys
R v 0.06~0.08~0.15 . .
S Carbon Steel 0.06~0.12~025 : 120~180~250
A48 Alloy Steel i " o e
§CM %= oic 0.06~0.12~0.25 - 100~160~220
£ 88l Mold Steel ~0.1~ o b
SKD. NAKZ eto 0.06~0.1~0.2 - 80~140~180
A—2TFANRAT L AE Austenttic Stainless Steel ~ — . -
SUS304 % efc 0.06~0.12~0.25 100~150~200
TIWTF oA NRATULAE - - 240~
GL SUS403% etc Martensitic Stainless Steel 0.06~0.12~0.25 180~240~300
HBERR T L 28] " . 120~
SUS630% etc _Precipitation Hardened Stainless Steel 0.06~0.12~0.25 90~120~150
I S eI 0.06~0.12~0.25 . . 120~180~250
49454 )V858% Nodular Cast Iron 0 1 B0
% 0.06~0.1~0.2 . - 100~150~200
NiZEf#E & 0.06~0.1~0.15 20~30~50
FA A4 Titanium Alloys -~ e ~60~
Fanay b 0.06~0.08~0.15 40~60~80
¥ YIEIZEMhORPIIHREAOTIMEERUET, REOMIIRRICIEU T OIEBRE., XU EBERTHERBL T, KRR Yo 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.

¥ NiEMHAE S, F2ALHENMITEHE,

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

%:1st recommendation yr:2nd recommendation
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Helical Endmill

MEC=z

1 {1, BIFIEL)NIK

Low cutting force and sharp cutting performance

2. RIFTEARARE. IFHSHIEIN T EEE
Perfect 90°shoulders, and smooth surface of shoulder wall

3.8 AT VUR -8k 7 IV=F RLWI—IMBICHIN T 2E2EEFMEL ) \—~U—

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

i@%? Y 7 Applicable Insert @ @

& & (mm) BE () |MEGACOAT MEGACOAT cvD
B R B OE Dimension(mm) Angle NANO
Shape Description

A| T |ed| W/ |re| a| B PR1535 PR1225 PR1210 CAB535

BDMT 11T302ER-JT 0.2 () [ [ ) [ ]

11T304ER-JT 0.4 ® ® ® [

11T308ER-JT 0.8 [ [ ) [ ]

11T312ER-JT 1.2 () [ [ [

11T316ER-JT 67|38 |28 1110~ 6 18 1 13 [ [ () [ ]

11T320ER-JT 2.0 ) [ [ ) [

11T324ER-JT 2.4 () [ [ ) [ ]

11T331ER-JT 3.1 () [ [ ) [ ]

BDMT 170404ER-JT 0.4 [ [ [ ) [ ]

170408ER-JT 0.8 [ [ () [ ]

170412ER-JT 1.2 () [ [ [

170416ER-JT 1.6 [ [ [ ) [ ]

170a20ERT | 96 | 49 | 44 [ 1705 18 | 13 ° ° ° °

170424ER-JT 2.4 o [ [ ) [ ]

170431ER-JT 3.1 () [ [ ) [

170440ER-JT 40 o [ [ ) [ ]

BDMT 11T302ER-JS 02 ® (] ()

11T304ER-JS | 6.7 | 38 | 28 |11.0| 04 | 18 | 13 () (] ()

11T308ER-JS 0.8 ® [ [ ]

BDMT 170404ER-JS 0.4 ® ® o

—— 1 96 | 49 | 44 | 170 18 | 13
170408ER-JS 0.8 () (] ()

@ : FHETEE st ltem

?Eﬁtﬂ éll %ﬁ: Recommended Cutting Conditions

7‘% ¥%0)fz (mm/t) feed #IRF v T EE WIEIEEVe: m/min) Recommended Insert Grade
e 7 ]
I :é Worp LB rial Toon 0@2‘;%%%?;&%?; s MEGACOAT NANO MEGACOAT CcVD
o MEC19 MECO40R~MEC160R PR1535 PR1225 PR1210 CA6535
by (S 0.06~0.1~0.15 | 0.08~0.15~0.25 . S
sl o 006~0.1~0.12 | 0.08~0.15~0.2 . 100~150~220
T 0.06~0.08~0.1 | 0.08~0.12~02 - 80~125~180
ng;égfé ljﬁx—,‘r‘/vxﬁ Austenitic Steinless Steel | ) 15~.0.08~0.1 | 0.08~0.12~0.15 100~ 1i§o~200 100~ 1%0~200

T iﬁ%{% gté:- Tij; e o Stanlss iee | 0.06~0.08~01 | 008~0.12~02 | 450_2G0~250 : : 180~250~300
SUSB30% atc  Preciitation Hardened Stailess Steel 0.06~0.08~0.1 | 0.08~0.12~02 | gg-1 ﬁ)ﬂ 50
LA EE G 006~0.1~0.15 | 0.08~0.18~0.25 - : e s
ggg'f)bﬁﬁﬁ Nodular Cast Iron 0.06~0.08~0.1 | 0.08~0.15~0.2 i 100~1§0~200 i
NiEFHAS 0.06~0.08~0.1 | 0.08~0.12~015 | 0_3h~50 - 20~30~50
2 T Al 0.06~0.08~0.1 | 008~0.15~02 | 40.-&b~s0 . 30~80~70 -

s DS 0.06~0.1~0.12 | 0.08~0.15~0.18 : B .
2 Ll e 0.06~0.08~0.1 | 0.08~0.12~0.15 . T
e 0.06~0.08~01 | 0.08~0.1~0.12 . B LR,

s %{j—ég—jff}%i:{:jf;\;:enme Steinless Steel | 5 05~0.08~0.1 | 0.08~0.1~0.12 ! 00N150~200 . 1ié?o~200 .
SUS403% etc __ Wartensiic Stanless Steel | ©-06~0-08~0.1 | 0.08~0.1~012 | 450~200~250 ) ) 180~240~300
gu%ﬁggé ég— g [/Pv?cﬁlaﬂon Hardened Stainless Steel | 0:06~0.08~0.1 | 0.08~0.1~012 | gg.. 4 EE)~1 50 i
NiEF#A S 0.06~0.08~0.1 | 0.08~0.1~0.12 | 0-3b-s50 - . Ty
e T Al 0.06~0.08~0.1 | 0.08~0.1~0.12 | 40 g0 -

A R R O TRy C DRI e R (e ot e R IR

¥ NiEM#AE S, F222GEXMITEH#E,

Machining with coolant is recommended for Ni-base Heat Resistant Alloy and Titanium Alloy 6



MRWEE ﬂﬂI;@J Case Studies

1 2Cr§ﬁ 12Cr Steel

+2—E> T L —K Tuine Blade
*Ve=270m, min

«fz=0.278mm/t

-ap=0.5~1.0mm ae=max35mm
‘?Z_.it Dry

*MRWO50R-12-6T-M (647 )6 inserts
*ROMU1204MOER-SM (CA6535)

e

INTREE1.265
Machining efficiency 1.2 times
O—F H2fETRIER

Economical by double face insert

120’@% 12Cr Steel

‘/)"'—l:“/j‘l/—F Turbine Blade
*Ve=250m,”min

+fz=0.16mm/t

«ap=2.0mm ae=5~30mm

/iit Wet

*MRWO50R-12-5T-M (541 H) 5 inserts
*ROMU1204MOER-SM(CA6535)

i /‘g
FamFEFLE

Same or longer tool life

J—F BRfETIRAR

Economical by double face insert

CA6535

REMLT

Stable machining

RENMT - FHELERPIE

Stable, available for further machining

CA6535

fott @A (RSB 5)

Competitor A (Positive cutter)

fott B (KT h &)

Competitor B (Positive cutter)

MRW has cost advantage due to double sided inserts.

MR RALE AN TRER T 218, HHFZ TREN T TIEE T
MRWEL 5l oA LV 0~ F A A& B 7ed EREI CAZRAU R AE,

MRW improved machining efficiency by 1.2 times with same tool life compared with Competitor A.

(2—¥—1¥DFFiICLS) Evaluation by the user

fbat BN, HEDIBIEN DHLDEIEH/NE W,
RZEL EDHFHEERL THEY, I—FH2ME LIy AZL,
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.
(2—H¥—15DFFMiICLS) Evaluation by the user

MFWNEE bﬂliﬁﬂ Case Studies

SUS316L

cITXIX—TFMERSh Energy Plant Part
*Vc=150m, min

+«fz=0.15mm/t

+ap=3~5mm

'/Eit Wet

‘MFWN90160R-8T (841 %)
*WNMUO80608EN-GM (PR1535)

PR1535

fthtt g C (A H %)

Competitor C (negative cutter)

MFWN improved cutting edge condition and finished sur

bt BERC LN TR I TEK D REF CREM LA RIRETH o7,

face compared with Competitor C.

(2—¥—1¥DFFMiiCLS) Evaluation by the user

MFPNEE bﬂI;ﬁJ Case Studies

Ti-6Al-4V

At T 7N Chemical Plant Part

I

NiEfR#E S

INTER (4 @)

A2 AEER

*Ve=26m,/min - *Ve=160m,min
2=0.46mm/t W f2=0.125mm/t 565
+ap=3.0mm ‘ 300 -ap=2mm
525 wet ! ! ST et
‘MFPN45160R-8T (841 %) ‘MFPN45100R-8T (84 1)
-PNMU1205ANER-SM(PR1535) ‘PNMU1205ANER-GM (CA6535)
PR1535 CA6535
b4t @D (KT Dy %) ftrit RE (XA Hv %)
Competitor D (positive cutter) ComDetitor L (Positive cutter)

fb#t DICLEN T RN TA AIRE, HEDKED RIF CHBIERD FIRETH o7
MFPNE S th#t GD (43—F 4% F 7)) (XL, I—F B 2,565 45720 TR b bF B,
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).

(2~ — 1 NDFFHICLS) Evaluation by the user

frAt REICHEAN AMEDOF R EER REL/MNIHAIEETH o,
MFPN achieved 1.4 times longer tool life compared with Competitor E. Stable machining.

(2~ — 1 NDFFHICLS) Evaluation by the user
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fitt BYBIRRER
HAREMRCEIET.
EREBSENTEET,

& JL—HBEBEDSRES
EIEDPHIRAICOEGUICRR

RESDITITHA LT
EBHOBEHREZCBEVCREITRYT

X=)LRAIVRERER |
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FTUREHTY

App Store vk
App Store C[RES | &HERL
ZEO7 TVEAFLTLEE L,

*App StoreldKEapple.inc. BXEHECT
XiPadCHBMELVEITET .

http://www.kyocera.co.jp/prdct/tool/index.html

\

FIEI TEICE S S8iTiE SHEEkS:

{15 9:00~12:00-13:00~17:00
Lh-BR-RE-SHREERMLTEDEEA

RES5 hRFT-YH-Mevs-

0120-39-6369

(#%-PHSPOLIFIA C& %) FAX:075-602-0335
MAIL:tool.support@kyocera.jp
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XOBMAEDEIE. BSZEBBEAEVLIICHBRVELLETET,
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