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High Efficiency Radius Cutter with Multiple Edges
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Wide range of applications from steel to
difficult-to-cut materials

BHEMBFYTHE

For difficult-to-cut materials

PR1535 / CA6535

ADVANCING PRODUCTIVITY
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Economical 8-edge insert
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Combined sharpness & cutting edge strength
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Improved edge strength due to obtuse edge
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The MRW Radius Cutter lowers cutting costs and increases efficiency!
Double-faced inserts improve milling in a wide variety of materials
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Low cutting force chipbreaker
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Helical cutting edge design with maximum axial rake 12° lowers cutting forces equivalent to positive inserts
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Flat Lock Structure to hold insert firmly
Prevents insert rotation during machining to provide
stable cutting
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Positive cutter

700 }- THhYE
Negative cutter

600 }---*

500 f=-=

400 f---  eeeee--

300

a4t mC

Competitor C
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Competitor B

MRWE (SM7L—n)  fthitfRA
MRW (SM chipbreaker) ~ Competitor A

< YK Cutting Conditions >
Ve=120m/min, apxae=1x40mm, fz=0.2mm/t
SUS304, 71 % Cutter $50
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Wide flat binding

face
Receives even

cutting forces
+Prevents insert
rotation
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Wide flat binding face




M RW High Efficiency Radius Cutter with Multiple Edges
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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

HHIPE workpiece Apip%sz ]ﬁz;yg;i;de Ap;;ucﬁz (;h;éker
R3R3H - & 28 - =B Carbon Steel / Alloy Steel / Die Steel PR1525 GM/SM/GH7'L —73 Chipbreaker
NG HEEER 50 71 )L858% Gray Cast Iron / Nodular Cast Iron PR1510 GH/GM7'L —77 Chipbreaker
E NiE TS £ Ni-base Heat Resistant Alloy M TILTHA RRRT Y LR Martensitic Stainless Stesl CA6535 SM/GM7 L —77 Chipbreaker
[E] NiEM# A % Ni-base Heat Resistant Alloy M #—2ZFF4 bR RT> LR Austenitic Stainless Steel N
El 75> &% titanium Aloy M HHIEL R AT LR preciptation Hardened Stainless Steel PRTS35 SM/GMZL =) Ctipbrealer

TL—HDEND T EHEEGIEI M For Chipbreaker Selection and Recommended Cutting Conditions =8> P6
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New grade for difficult-to-cut material et P B : ﬁﬂﬁﬂﬂl
; o - Newly Developed
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Stable cutting prevents insert fracturing
Good for high efficiency machining FEEBICELD, BB, REmL

Smooth & less adhesion

72 ORI CKDBEOML, ERENR
7) I/T /"j-’r I\ %ZT / l/z él__l N |% mj-_l. A A%ﬁﬁ Oxidationﬁand wear resistant

CVD‘ J:%) = L\mjj'““ ‘ﬂi mj?mngﬁ%%ﬁ IFTFHRIRE special Interlayer
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%HE:—T{ \/7 %%L:;%ﬁi’]‘i@rﬁ]i revent peeling of coating layer

For martensitic stainless steel and Ni-base heat resistant alloy EPANRONE (). PR
High heat resistance and wear resistance with CVD coating ﬁﬁ_ﬁl:&éﬂﬁﬁﬂ@%wrﬁﬂ: '
CA6535 Improved stability due to thin film coating technology Eictonaliwearfiesistant

NiEMHA S F5o AL MEBLRRTYLRBA  PRGHe0AT~2
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For Ni-base heat resistant alloy , titanium alloy and precipitation hardened stainless steel
Stabilized milling operation and long tool life with Kyocera's MEGACOAT NANO coating technology

PR1535

‘QIZI’HSE Tool Life Comparison

o NiE T EE £ Ni-base Heat Resistant Alloy o ZILTH A R R ATV LA Martensitic Stainless Steel
il | ?)&}’i’%{éi%@b} """""""" 0.40
0.35 f---cmmememmeei RO D e 0.35
™
E S T R Fractue E 0.30
S 0.25 oo e e E 025
3 I
2 0.20 [roeemmme s i EACD) 7 KYOCERA ™~ 2 020 [rornnnnnnn el A
I 015 k-ooooonmeo - Competitor A ./ ___ CA6535GM ________ M 0.15
’ e Y AV KYOCERA ™~~~
010 beooooomiee s S CAB535SM___
it
0.05 | A
0.00 L L L L ]
0 5) 10 15 20 25 0 5) 10 15 20 25
INIEER[4] cutting Timelmin] IR [9] cutting Timelmin]
< BIHIZA Cuting Conditions > Ve=50m/min, ap=1.0mm, fz=0.15mm/t, WET < HIZ& 44 Cutting Condiions > Ve=300m/min, ap=2.0mm, fz=0.2mm/t, WET




MRWEI 7z —ZXI)L(/— —JL{FE) MRW Face Mill with coolant hole)
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Fig.1 Fig.2
RILYFE Toolholder Dimensions
% (mm) FWAE(C) ,\7% 5B EEEENR
gg § EE 7‘3& Dimension Rake Angle Té é ff?:ﬁ (k ) HEEH’ q _1)
Description Stock ote <, 8 | Drawing g i .
inserts r |6D|oD1dd|ddlldd2 H E a b s |AR.IRR "’ié Weight | Max. Revolution
MRW 080R-12:6T | @ A 6 80 | 70 |254| 20 | 13 27| 6 |95 11121 45 000
080R-12-8T ® 3 i . Figt | 1.1
4 6 50 6.0 |+12°|-155
Z9 100R-12-7T ® 100 | 78 (31.75| 46 34 | 8 [12.7 B2 115 1 40600
e 100R-12-9T ® | 9 ' . ’ Fige | 1.4 ’
[ -
¢ [ MRW 080R-16-6T 6 S 1.1
B e : g 80 | 70 | 254 20 | 13 27| 6 |95 i 1000
z5 —— 50 .
F & 100R-16-6T @ 6 o o 1.4
@ 8 | 100 | 78 |31.75| 46 34 | 8 |12.7]| 8.0 |+11°|-16.5 9,600
g 100R-16-8T | @ | 8 ) =0 | 1.4
125R-16-8T 8 Fig2 | 2.6
125R-16-10T : 10 125| 89 |38.1| 55 63 | 38 | 10 |15.9 26 8,560
MRW R-12-5T-M .
050 S o 5 50 | 48 18 0.3 16,000
050R-12-6T-M | @ | 6 22 11 | 40 | 21 | 6.3 [10.4 0.3
063R-12-6T-M 6 ’ ' S 0.6
° 63 | 60 19 | 14,000
063R-12-7T-M | @ 7 . .| Yes | Fig.1| 0.6
080R-12-6T-M | ® | 6 | ° 60 | ¥12)155 11
080R-12.8T-M | ® 8 80 | 70 | 27 | 20 | 13 24 | 7 |124 1.1 12,000
50 -
-0 100R-12-7T-M | @ 7 =2 | 1.5
D ;).J_ 100R-12.9T-M | @ 9 100| 78 | 32 | 46 - 30 | 8 |14.4 Foz | 14 10,600
£ £ |MRW 063R-16-5T-M 5 0.5
%= 063R-16-6T-M : 6 63 | 60 | 22 | 19 | 11 | 40 | 21 | 6.3 |104 21| 05 12,800
-16-6T- & .
-16-6T- Fig.1 .
8282 :g 31 m : 3 80 | 70 | 27 | 20 | 13 24 | 7 (124 1 (1) 11,000
100R-166T-M | ® | 6 | ° %0 8.0 |+117-165 14
100| 78 | 32 | 46 30 | 8 |144 : 9,600
100R-16-8T-M | @ 8 ) &2 | 1.3
125R-16-8T-M | @ 8 Fig2 | 2.6
12 4 16.4
125R-16-10T-M| @ | 10 5| 8 09 631339 6 2.5 8,560
@ : REEE s ftem
EBI:T-II:I tﬁﬁ'q‘“/7° Spare Parts and Applicable Inserts
[ o %E@ﬁﬁ@ﬁ?ﬂ(:?}n’(
75~/7° . v 7—1\'H!1=JFH Caution with Max. Revolution
25 2 v‘;/"; B L) FILk BoTRBEERLN LGS HA,
. Clamp Screw renc ALaSElZE Mounting Bolt P BEODK)F YT RBRORBENELS
B & compond AEF V7 BANBY ETOTTEBEVET
Description DTPM-15 TTP-20 QRRicabSlh=slls When running an endmill or a cutter at the
- P /’[/ maximum revolution, the insert or cutter may be
é % % %’/ % damaged by centrifugal force.
= B Befd B ILEI (MP-1)1d. F v 7 R EE
MRW 050R-12... TR ITV TR ) a—DT—) R UER
063R-12 SB-4085TRP DTPM-15 HH10x30 IR LTSRS,
= T e — _ e Coat Anti-seize Compound (MP-1) thinly on portion
080R-12... ReZ%Z;dZ;TZrEﬁJﬁnZéﬁgls@gg‘ SW m MP-1 HH12x35 ROMU12 of taper and thread when insert is fixed.
100R-12... - e SHEAYIRAZERLET FHMIEP6 TSR
MRW 063R-16... B-50140TRP P2 HH10x30 (ffél,fo .
080R-16... SB-50140 -20 HH12x35 S is Maximum ap. For more details, see page 6.
100R-16 FvTO S TR LY 45N-m MP-1 ROMU16:--
_— Recommended Torque for Insert Clamp 4.5N-m -
125R-16... ‘

HESZYBI 254 Recommended Cutting Conditions == P6



M RW High Efficiency Radius Cutter with Multiple Edges

MRWEBIT Y RII(I—F 2 FR—IL{FE) MRW End Mill with coolant hole)

B2 £4
Fig.2 Fig.4
RILY 5 iE Toolholder Dimensions
“FiE(mm) FLWAC) Ve - _
B OB TEE A Dimension Rake Angle T‘l % FiZ2TN HEEEIE!};&
-~ No. of 75 - min’
BEZELE Stock inserts r @D @d L Y/ S (GAI?() R.R. }l’i § Drawing Max. Revolution
2 MRW 32-S32-12-3T o 3 32 - 140 -20° 1 22,000
- o k) -
ll; g 40-S32-12-4T () 4 6 40 160 | 40 | 6.0 | +12° | 465" | oo | mo 18,800
E‘_S .
|l~ ) 50-S42-12-5T ) 5 50 | 42 | 170 -15.5° Fig.2 16,000
o
"; 1:‘:3’ MRW 40-S32-16-3T o 3 40 32 160 20 -18° 17,200
© v
; @ 50-S42-16-4T o 4 8 50 " 170 8.0 | +11° 16.5° fs i 14,800
63-S42-16-5T o 5 63 50 ' 12,800
MRW 32-S32-12-2T-200 o 2 32 a2 200 -20° 11 22,000
= . =l :
5 g 40-S32-12-3T-200 | @ 3 6 40 40 | 6.0 | #1271 165 | oo | mo 18,800
Z? 50-S42-12-4T-300 | @ 4 50 | 42 | 300 -15.5° Fia2 16,000
©
;’ i MRW 40-S32-16-2T-200 o 2 40 32 200 0 -18° 17,200
753 50-S42-16-3T-300 o 3 8 50 " 300 8.0 | +11° 165 fs 2 14,800
63-S42-16-4T-300 o 4 63 50 ' 12,800
MRW 32-W32-12-3T o 3 32 - 102 -20° 2 22,000
M . =) :
}fg 40-W32-12-4T [ ) 4 6 40 100 | 40 | 6.0 | +12° | 465" | | 4 18,800
t T 50-W40-12-5T () 5 50 40 | 110 -15.5° Fig.4 16,000
Z § MRW 40-W32-16-3T o 3 40 32 100 20 -18° 17,200
; 50-W40-16-4T o 4 8 50 20 110 8.0 | +11° 165 fg j 14,800
63-W40-16-5T o 5 63 120 50 ' 12,800
@  ZEEE Std. ltem
ERFREE A F v 7 Spare Parts and Applicable Inserts
o BREEIRMORIICONT
75?7" l/‘/;- i}%{vj g (_',‘autlon W|EflMax;Iflevolut|on B
22— RS LI FoTRBEEHMU LICEGESEIIEE.
1 Clamp Screw peench Anti-seize Compound EEFyT BEOAIZK) FvTRBROREENELS
B E Perialid v BENBHYETOTTEBEVET,
Description Wh i dmill tter at th
DTPM-15 TTP-20 /.’/ ma):rr:1J;nrllco?u:lo]n,e?herq:\seortr oar (C:Lljﬁeerrn?ay b:
\é’ / % %'/ damaged by centrifugal force.
o B> B & 1A (MP-1) 14 F v T £ EE
TBE TV TRY) 2a—DT—IEERLE
SB-4085TRP DTPM-15 ISECEMLTIERIEE L,
et R T T
o SIEmAVIAAZRL £ ¢, F# Ml IZP6 T 2SR
{72E0,
SB-50140TRP TTP-20 . ) '
s b b b
MRW *++-16... 9—_\‘/7"75\/7%*%{?} T MP-1 ROMU16-- is Maximum ap. For more details, see page 6.
Recommended Torque for Insert Clamp 4.5N-m
I

HER Y I 24 Recommended Cutting Conditions = P6




=YY TFv7(TUTFE) Miling inserts (with hole)

FERY>E0ER p k31 - &5 carbon Steel / Alloy Steel *
Classification of Usage ﬁggﬂﬂ—ﬂ Die Steel *
F—=RTF4A MNRRTY LR (SUS304%) Austenitic Stainless Steel | Y Y °
S AT/ Roughing / 1st Ghoce M YLTFIHARRAT Y LA (SUSA035) Martensitic Stainless Steel | 7.5 * B 5
Yo ENNT/E2HESE  Roughing / 2nd Choice B R 2T > L ZH Precipitation Hardened Stainless Steel | & _jﬁ_‘ %
u: fiilf/%1 it Finishing / 1st Choice K 1’&3‘&%&% Gray Cast Iron * ;b §
O AL _EIf/552H#E38  Finishing / 2nd Choice 70 74 )LEEEE Nodular Cast Iron * ; 5
(BEE(345H RCJ—X—F DIHE) s A S (NEMZAE) Heat Resistant Aloy (Ni-base Heat Resistant Alloy) | pie fﬁ B
In case hardness is under 45 HRC F 4> &% (Ti-6Al-4V) Titanium Alloy * bAq If %
H SREEM Hard Materials ¢ 5 %
. , % (mm) MEGACOAT | GVDI—71>7 |
iR TN B OE Dimension NANO CVD Coated Carbide
Insert Description
A T ¢d W r  |PR1535|PR1525| PR1510 | CA6535
@ ROMU 1204MOER-GM | 12 |4.75| 4.6 | 11.8 6 o o @ (]
A
A 1605MOER-GM | 16 | 5.48 | 6.2 | 15.8 8 o o @ o
General Purpose
n | ROMU 1204MOER-SM | 12 |4.75| 4.6 | 11.8 6 o o o
(. )f ] P3
- > P4
BRI © 1605MOER-SM | 16 |5.48 | 62 |158| 8 | @ | @ [ ]
Low Cutting force T
ROMU 1204MOER-GH | 12 |475| 46 (118| 6 | @ | ® @ | @
M EECE @mum) 1605MOER-GH | 16 |548 | 62 |158| 8 | @ | @ | @ | @
Tough Edge (Heavy Milling)

1. Fy7TEMRFED IV TEDTIIEERIZBRE LTS,
2. UV TRI) a—F
@O F—/NBBERLEBICBEA ERFIERIZ B R LTLIZE L,
@ Ly FHRmEBICEH T Fy 7 EHREA EICE R LY TRA S,
FAATESW(RAER) .
3 ARMBDITVTRI) a—ROLYFIEMNLIRT IR TS,
® "MRW-1281, [ZIZ RSAN—B LY F (R-28 )
@ "MRW-16E, (ZIZTRL Y7 (H-38 &)
MEELTLWET,
IIVTRY) a—DFER/FIZIE BT RBOLYFEIERIEEL,
KEROT "ML R, Lo F(B-48R) #ERALETE R UBEIHCL Y FEimDIRIBICEAY,
ISV TR 2= LTERIGLBBEBNHAEY £75
4 LYFIEOZVTRO) a—EFTRAB TR AT TLIZE WL,
R MLY - -P3-P4ASER
5 IR FYyTERERILY OXFER, ROFy7 A HREMRICREANA BNt %
BRLUIZEIN, BENH 25 EE. BEFIEE Y ICEAT T TIZE 0,

1.Be sure to remove dust and chips from the insert mounting pocket.
2.(DApply anti-seize compound on portion of taper and thread of clamp screw.
(@Attach the screw to the front end of the wrench. While lightly pressing the insert against the constraint surfaces,
put the screw into the hole of the insert and tighten. (See Fig. 1)
3.Wrenches and clamp screws are "Torx Plus".
(DFig. 2 wrench is for MRW-12. (Straight grip)
@Fig. 3 wrench is for MRW-16. (T-shaped grip)
Use a "Torx Plus" Wrench for tightening cramp screw.
*If a "Torx" Wrench (Fig. 4) is used to tighten, the screw head might become damaged and then the screw cannot be
removed.
4.When tightening the screw, make sure that the wrench is parallel to the screw.
For recommended torque, see page 3 and 4.
5.After tightening the screw, make sure that there is no clearance between the insert seat surface and the bearing
surface of the holder or between the insert side surfaces and the constraint surface of the holder.
If there is any clearance, remove the insert and mount it again according to the above steps.

@  BEEFEE std item

9’-“/7°§?ﬁ¥lllﬁ How to mount an insert

LoF
Wrench

| 507209 2—
k| Clamp Screw

& ()v7)

Blue grip
FWEILR  ThLI R T IR ZRR

Detail of shape  The symbol means "Torx Plus".

"MRW-128, RSAN—BILYF
Straight grip wrench for MRW-12

& (7v7)
Blue grip

i

FIEILR TRV R T IR R ZR R

Detail of shape  The symbol means "Torx Plus".

"MRW-168! FATRIL> F
T-shaped grip wrench for MRW-16

RE(VYT)
Black grip

FIMIER  ThLY LR ERR

Detail of shape  The symbol means "Torx".

"FMLO R, Lo F (MRWEY (S SEFRFR )
"Torx" Wrench (Do NOT use for MRW)




M RW High Efficiency Radius Cutter with Multiple Edges

*Eﬁtﬂ ‘E"J%ﬁ: Recommended Cutting Conditions

#2Z7L—H (%Y fz mm/t) Recommended Chipbreaker AR F 7 H1E (YIHIEEVC : m/min) Recommended Insert Grade
W e 7 oY) ()
Hll ROMU16 * s cap=4mmpFD % [E CVDaA—-F4v4
Workpiece Material e L i —. AIESEO A1 GVD Coated Carbide
GM sM GH PR1535 PR1525 PR1510 CA6535
w * pie pie *
BRSRE Carbon steel (SxxC) 0.1~0.2~03 | 0.06~0.15~0.2 | 0.15~0.3~0.35 ; 120~180~250 ; ;
* Y ¥ *
o - - -
B Aoy steel (SCMF) 0.1~02~03 | 0.06~0.15~0.2 | 0.15~0.3~0.35 100~160~220
* PAe Yo *
yom . _ . .
S vie steel (SKD/NAKS) 0.1~0.15~0.25 | 0.06~0.12~02 | 0.15~0.2~03 80~140~180
F—RTFA M RRTVLRE ¥ * ] * A i )
Austenitic Stainless Steel (SUS30425) 0.1~0.15~02 | 0.06~0.12~022 100~160~200 | 100~160~200
CLTIYA M RRT VLR pie * ) ¥ ] i *
Martensitic Stainless Steel (SUS403%§) 0.1~0.15~0.2 | 0.06~0.12~0.2 150~200~250 180~240~300
HHELRZT LR * # _ * _ ] _
Precipitation Hardened Stainless Steel (SUS630%) | 0.1~0.15~0.2 | 0.06~0.12~0.2 90~120~150
. * bid *
RTFHBHK cray Castiron (FC) 0.1~0.2~03 ; 0.15~0.3~0.35 ; ; 120~180~250 ;
. * DAe *
FIF AN Nodular Castiron (FCD) | 410 : 0.15~0.2~0.3 : ) 100~150~200 ;
. * PAe * pie
o . . - - -
NIZETRHE S Ni-base Heat Resistant Aloy | 40450 15 | 0,06~0.1~0.15 20~30~50 20~40~50
) pie * * pie
~ O - _AAI- R - -
F 72 BE Traniom Aloy (Ti-6AI-4V) 0.1~0.12~0.15 | 0.06~0.1~0.15 40~60~80 30~50~70

X NEMAEGE. FIVASILERM TR,

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

X PHIREROKRF IFHERFEORMELZ R LT, RO TIRRIZIG U T UTHIRE, %) 2 BEANTHB LTS,
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 YIBIR G ROHELEIXY) (£T]3A % (ap) /2 (ROMU1274 7 T3mm,ROMU16% 1 7 T4mm) DEZDEHEELXRLET,
TABDZNUT DB EILIETROBEREEN T BENIHERELERY £,

Recommended feed rate is the reference value when ap is re/2 (3mm for ROMU12, 4mm for ROMU16).
For lower ap than the above conditions, the conversion factor in the following table is recommended.

KR Y TR
% :1st recommendation ¥<:2nd recommendation

PTHARKIZE D1 A YT DY) DB REL Conversion factor for feed per tooth by depth of cut (ap)

Fv 7 HEIEYA A %Ktﬂi?_&&ap 1T &7 D% DIREREL conversion factor for feed per tooth
et ED (RIS (Y ap=0.5mm ap=1mm ap=2mm ap=3mm ap=4mm
ROMU12%1 7 3mmF 1.0 _
ROMU12 type 3mm or less Gmm 2.1 1.5 11 () standard
ROMU16%1 7 4mmBLF 1.0
ROMU16 type 4mm or less 8mm 24 1.7 1.3 11 (gﬁfﬁ—) Standard

o =T E B (ROMU12%1 X k%M. GM7 L —AH. YliA&ap=1mm®DIHE) Example ROMU12 type, Carbon Steel, GM chipbreaker, ap=1mm)

fz=0.3mm/t ¢e=m@)

Recommended feed per tooth

1.5 (ROMU1291 7. ap=1mmEs DR E (7 25)

Conversion factor for ROMU12 / ap=1mm

fz=0.2mm/t (xzm.em7L—noxymem | w

Standard value for Carbon Steel / GM chipbreaker

KHERYIAZIZROMU125 1 7HBmmEU T ROMU165 1 7H4mmL T T,
—RICHEYALZBASSAZROTHEALUT TOIEAZETTOLLES

Recommended ap: 3mm or less for ROMU12, 4mm or less for ROMU16
Except the case that ap temporally surpass the recommended ap, machining under the recommended ap is recommended.

FEEBR@”UIE?’I* Corner R shape during processing
AERIZEBBIROMIFIRDOER (EREISHR(F2W)) Cormer R shape during processing with MRW (see Fig.)

Gap between insert corner R

_,| |._ Y(Fy7aA—FEDXLE)

Fv7 BAYAHap . v NN
Insert ap (max.) __
71 | ik E ;
ROMU1 2 7° nsert corner \
ROMU12 type 6mm 3mm 0.1mm
ROMU16%1 7
ROMmetM gmm 4mm 0.1mm \\ X(ERHA%)  BAYIRAap (max.)
ype Recommended ap Maximum depth of cut

KIERYPAAX) ZBAZ NI TlE FBHBROMIFRICF vTIA—FRONEDIALEYHEELET,
When machining with larger ap than recommended ap (X), there is a gap (Y) between the workpiece corner and insert corner R (re).
KERIFELZDEIE T, VIHIREZFTE0.2mmEEDEELH Y £7,

The above figure is estimation. There is a +0.2mm variation depending on the cutting conditions.




7][] I %ﬁu Case Studies

1 QCl’ﬂﬂ 12Cr Steel

120@@ 12Cr Steel

) -
IIEESRT.26%

‘ 1.2 times the machining efficiency
O—FH2fE TRER

Economical double-faced insert

&/ﬁﬁm%ui
Same or longer tool life
O—FBRETEEN

Economical double-faced insert

+Z—E> 7L —R TubineBlade *Vc=270m/min -fz=0.278mm/t
-ap=0.5~1.0mm ae=max.35mm ‘%= by
*MRWO050R-12-6T-M (64 H) 6 inserts - ROMU1204MOER-SM (CA6535)

+Z—E Y7L —R Tubine Blade *Vc=250m,/min  -fz=0.16mm/t
-ap=2.0mm ae=5~30mm JZZ wet
*MRWO50R-12-5T-M (5% ) 5inserts *ROMU1204MOER-SM (CA6535)

ZEMT
CA6535 Siati Mactinng

CA6535 RENMT - FERIERAEE

Stable, available for further machining

it @mA (RIHv )
Competitor A (Positive cutter)

it @B (R v )
Competitor B (Positive cutter)

it MAL LRI THERA 28 FRAE TREMIA A EETH 7,
MRWE (30— F A 2MF TR B T HEFNTIAR XYY FHKREL,
MRW improved machining efficiency by 1.2 times with same tool life compared with Competitor A.
MRW has cost advantage due to double sided inserts.
(A—Y—#DFHIZ&B) User Evaluation

bt ABE AR HFEDEEH D HIBIF LT,

EEUELOFMEERLTEY, I—FHBFICKYAXIX )y FHKREL,

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—¥—#kDAIZLS) User Evaluation
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Contouring Ramping / Profiling
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MRW is not available for 3D machining such as Ramping and Profiling.
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