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Low Cutting Force and High Efficiency Radius Cutter
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Modular type is new available
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Excellent cutting performance due to low cutting force design
High efficiency radius cutter
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< KIS Cutting Conditions >

Vc=120m/min, apxae=2x25mm, fz=0.2mm/t, SUS304, 71+ % 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 N D

-Receives even cutting forces #‘]ﬁﬁ %’S\o
-Prevents insert rotation Binding face Binding face
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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

" . BEFVIME HWETL—7h
*& éu ;M Waigies Applicgble Insert Grade Ap;;m:;)le Chipbreaker
PR - B 280 - S8 carbon Steel / Alloy Steel / Die Steel PR1525 GM/SM/GHZ'L—77 Chipbreaker
nTﬁﬁ%ﬁ% ° ')‘77 7’”1’%%% Gray Cast Iron / Nodular Cast Iron PR1510 G H/GM7\‘I/ -7 Chilgiaeter
=] NiE# A% Ni-base Heat Resistant Alloy M ST HA MRRTY LA Martensitic Stainless Steel CA6535 SM/GM7'L-—7] Ghipbreaker
M F—27F 14 FRRTY L X8 austenitic Stainless Steel »
E F52 A Ttanium Aloy M T BEE{L R AT L ZE Precipitation Hardened Stainless Steel PR1535 S g

TL—HDEND T EHERTIEIRE For Chipbreaker Selection and Recommended Cutting Conditions =p» P8
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New grade for difficult-to-cut material ﬁgﬂﬁﬂﬂ'

Newly Developed

RERB2MH L. ZEMIT 2RI Tougher Substate
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Stable cutting prevents insert fracturing |
Good for high efficiency machining TEFEBICKLD. AEiH, KEtmt

Smooth & less adhesion
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CVDIZ LB BUTMHAE HENERERE oo L
%Hﬁ - ‘7__.4 \/7 }\\/FH L—_J:% ? E 'I‘ét 0) rli_] J: Prevent peeling of coating layer

For Ni-base heat resistant alloy and martensitic stainless steel BPANOME (BHEH). BREEREIR

High heat resistance and wear resistance with CVD coating {BRIC L AMHENEE DR
CA6535 Improved stability due to thin film coating technology Giictionallwearesistant
Fo AR AHELRRT > LA MEGACOAT X—2

BT/ BB —T 1> TMEGACOAT NANO, Tty torrsneueeieorcon ™
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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
% ﬁf tb B‘E Tool Life Comparison
o NiE T E & F Ni-base Heat Resistant Alloy ® SKD61 (38-42HRC)
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< BIHEIZA Cutting Conditions > Vc=50m/min, apxae=1x20, fz=0.15mm/t, WET < YIHIZ A Cutting Conditions > Vc=120m/min, apxae=2x25, fz=0.35mm/t, DRY
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FRILYFE Tooholder Dimensions
~i%& (mm) HUEC) | 22 2 | BEEEEn
ﬂ § EE 3]& Dimension Rake Angle 7“_‘1 é ﬁ?% EE EWE!}{#&
Description Stock o, 6 )Il,*/ 8 | Drawing (kg) (mm )
inserts| ¢\ @D |@D1| ¢d |ddl|dd2| H E a b C S | AR |RR. 3 Weight | Max. Revolution
 PREEEST S o am 6] oo [sa] || | | |8 12 B
E§ 100R-12-7T @7 100! 78 |3175| 46 | - 34| 8 [12.7 ’ * e =2 | 1.5 12,000
| 2 100R-12-9T ® o ) i Fig2 | 1.5 12,000
82 | MRX 080R-16-5T ® 5 &1 1.1 11,500
- 80 | 70 | 254 | 20 | 13 27 | 6 | 9.5 >
22| St el 50 1000
{ig 100R-16-7T ® 7 8 |100| 78 |31.75| 46 34| 8 |12.7/4.4| 8 |+10°|-55 =2 1'4 10’000
% 125R-16-6T ® | 6 ) Fig2 | 2.7 9,000
125R-16-8T ® s 125| 89 | 381 55 63 | 38 | 10 |15.9 57 79,000
MRX 040R-10-5T-M [ @ | 5 40 |38 |16 |15 | 9 19 | 5.6 | 8.4 \\ 0.2 20,000
050R-10-6T-M | @ | 6 5 | 50| 48 25 | 18 | 11 40 21 | 6.3 10.4 29| 5 |+10°|-55° 11 0.3 17,500
063R-10-7T-M | @ | 7 63 | 60 i i ) 0.6 15,000
MRX 040R-12-4T-M [ @ | 4 40 | 38 | 16 [13.5| 9 19 |56 (84 0.2 21,000
050R-12-4T-M | @ | 4 50 | 48 k= 0.3 18,000
050R-12-5T-M | @ | 5 40 Yes 0.3 18,000
063R-12-5T-M | @ | 5 o leol 2| BT 21 631104 Bl T06 [ 15,500
063R-12-6T-M | @ | 6 6 3.4| 6 |+10°|-55 ’ 0.6 15,500
3 080R-12-6T-M | @ | 6 1.2 13,500
Pl b 080R-12-8T-M | @ | 8 il I A T I Il A 11| 13500
£ 100R-12-7T-M | @ | 7 =2 | 1.4 | 12,000
2 100R-12-9T-M | @ | 9 100/ 78132146 | - 30| 8 144 Fioz | 1.4 | 12.000
MRX 063R-16-4T-M | @ | 4 0.5 13,500
063R-16-5T-M | @ | 5 63 | 60 | 22 |18 | 11 |40 | 21 | 6.3 (104 51 | 05 13.500
080R-16-5T-M | @ | 5 Fig.1 | 1.1 11,500
080R-16-6T-M | @ | 6 | o | %0 |70 27|20 18 ) |24 ] 7 124 ol 11| 11,500
100R-16-6T-M | @ | 6 100] 78 | 32 | 46 30| 8 |14.4 ’ ’ 1.4 10,000
100R-16-7T-M | @ | 7 B | =2 | 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
@ : FEERE s item
ERFREBE A F v 7 Spare Parts and Applicable Inserts
RO o REEGBHDRTISOVT
A& Sparelharts Cal'::on with Max. Revolution
9527 e AL Gl BoTRBEELN LEES B A,
\ 27— o FILE P EODIZK) FyTBRORBEENELD
B OE S S Wrench Anti-seize Mounting Bolt aFv7 EBARBYET S EEELNET
Description Compound Applicable Inserts Whe )ET DT d’i.'f‘ o trer at th
, en running an endmill or a cutter at the
DTPM TTP .’/ maximum revolution, the insert or cutter may be
é % '/ % damaged by centrifugal force.
— o B B X B LA (MP-1)3, F v 7 2 B
MRX 040R-10... HH8X25 [ RPMT10T3MOER-GM TR ITVTRI ) a—DT—I\EERLE
W SB-3070TRP DTPM-10 MP-1 1030 RPGT10T3MOER-GM oSBT LTS BRI E L,
=1 Ubeo [Py - . RPGT10T3MOER-SM Coat Anti-seize Compound (MP-1) thinly on portion
W ReZ;n/wZidjed/TZrEﬁo{r—{ntéiglfﬂ;g’;‘ Om m HH10X30 RPMTA1 OT3MOEN-C§|<H of taper and thread when insert is fixed.
-10... : %1
MRX 040R-12... HH8X25 X1 FEREUDRPMT10TIMO & (S B3R (4
HYELA
M SB-4090TRPN DTPM-15 MP-1 HH10X30 Eggg;zzgjmggs-gm Not compatible with the conventional
- PRMT10T3MO.
063R-12... F 975 TR L2 3.5N-m HH10X30 | RPGT1204MOER-SM %2 FEREIDRPMT1204MOE LT
080R-12... Recommended Torque for Insert Clan%p 3.5N'm HH12X35 RPMT1 204M0EN_C;:<H2 RPMT1204MF)-H I C;E}ﬁ’[@&(ii) D] i‘ﬂ.'/w
JEEEE— Not compatible with the conventional
100R-12... - PRMT1204M0 and PRMT1204MO-H.
%3 ERBELDRPMT1606MO-H & (3 B %
MRX 063R-16... HH10X30 RPMT1605MOER-GM IEHY) EtA.
080R-16... | SB-S0120TRP TTP-20 MP-1 | Hi12xs5 | RPGT1605MOER-GM PruTreoao .
RPGT1605MOER-SM
n Fo 705 TRER LY 45N-m _
w Recommended Torquenf]or Insert Clamp 4.5N-m - RPMT1605MOEN QXH3
125R-16... ‘ ‘ HEB Y HI S5 Recommended Cutting Conditions ==» P8



M RX Low Cutting Force and High Efficiency Radius Cutter
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FRILY =T % Toolholder Dimensions
. FiE(mm) ILWAC) 22 e
B & HE A Dimension Rake Angle 7-{"% Es AR Hi'(ﬂﬁli;z;&
. No. of 2 s ; min’
Description Stock | inserts r éD ¢d L 2 C S (?\AAF){() R.R. "’i 8 Drawin Max. Revolution
MRX 16-S16-08-2T ® | 2 16 16 | 110 +3° £ no 1 Fig 1 38,000
o | mmmr L@ e 4 [ 120 g | @ | 26| 49 [ | 9 (| more |20
ll:f MRX 20-S20-10-2T @ | 2 20 [ 20 | 45 +5° | -8 | EEno 1 Fig1 30,000
g 25-525-10-3T ® | 3 5 25 | 25 40 | 2.9 | 50 . . . 28,000
I[@ 32-532-10-4T o 32 | 32 | 140 +10° | -5.57 | A ves 2Fe2 [ 55'500
5 2 | MRX 32-832-12-3T ® | 3 32 32 | 140 2 Fig2 24,500
- 40-S32-12-4T ® | 4 6 40 40 | 3.4 | 6.0 | +10° | -5.5° | B ves 3 s 21,000
v 50-S42-12-5T [ ) 5 50 42 | 170 9 18,000
7 | MRX 40-S32-16-2T @ | 2 40 | 32 | 140 3 Fos 18,000
50-542-16-4T @ | 4 8 50 | 4o | 470 | 40 | 44 | 80 | +10° | -55™ |  ves 9 15,500
63-542-16-5T ® | 5 63 4 Fig4 13,500
MRX 16-W16-08-2T ® | ° 16 16 | 89 +3° Fno | X5 Fas 38,000
20-W20-08-2T @ | 2 4 20 | 20 | of 40 | 24 | 40 | 0o |55 | 5, X 6 Fig.6 32,000
) 25-W25-08-4T ® | 4 25 | 25 | 97 ® | K7Frg7 28,000
TE | MRX 20-W20-10-2T ® | 2 20 | 20 | ot +5° | -8 | TENo | E5Fgs 30,000
Lz 25-W25-10-3T ® | 3 5 25 [ 25 [ o7 | 40 | 29 | 50 | | 55 | &y X 7 Fig.7 28,000
; z 32-W32-10-4T @ | 4 32 32 | 101 : es 7 Fig.7 22,500
$ % | MRX 32-W32-12-3T ® | 3 32 [ 4 | 101 7 Fio.7 24,500
9 40-W32-12-4T @ | 4 6 40 40 | 3.4 | 6.0 | +10° | -5.5° | B ves 8 Fos 21,000
v 50-W40-12-5T ® | 5 50 | 40 | 111 9 18,000
7 [ MRX 40-W32-16-2T @ | 2 40 | 32 | 101 8 Fus 18,000
50-W40-16-4T ® | 4 8 50 | ,o [[111] 40 | 44 | 80 | +10° | -65° | H ves 9. 15,500
63-W40-16-5T ® | 5 63 112 9 Fig.0 13,500
MRX 16-516-08-2T-160 | @ | 2 16 16 | 160 | 70 +3°  no 1 Fig.1 38,000
20-S20-08-2T-180 | @ | 2 4 20 | 20 | 180 24 | 4.0 .| -5.5° . 32,000
_ 25-525-08-4T-180 | @ | 4 25 | 25 | 180 | 20 +10 Byes| B2F02 58000
05 [ MRX 20-S20-10-2T-180 | @ | 2 20 | 20 | 180 +5° | -8 | EEno 1 Fig.t 30,000
Ve -525-10-2T- . ) . . i ,

yo| pmuami @izl s Bl ® |29 90 [0 5| fwe| o |20
75 | MRX 32:532-12-2T200 | @ | 2 82 [ ., [200] 80 2 Fig2 24,500
v 40-S32-12-47-200 | @ | 4 6 40 200 [, | 34 | 680 | +10° | -5.57 |  ves 3 s 21,000
75 50-S42-12-4T-300 | @ 4 50 42 | 300 9 18,000
MRX 40-S32-16-27-200 | @ | 2 40 | 32 | 200 3 s 18,000
50-542-16-41-300 | @ | 4 8 50 | ,, [ 800 | 40 | 44 | 80 | +10° | -55" |  ves 9 15,500
63-542-16-47-300 | @ | 4 63 300 4 Fig. 13,500

@  EEFEE std item




MRXE! A K MRX type Head
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531 B
- A-ABRTE
S‘ B A-A Section
L
FiE Dimensions
& (mm) FLLAE(C) 72 me |BEEEX
B OE T=E HE Dimension Rake Angle T‘lf Fu T (min™)
D . e No. of ?§ . .
escription stock || cornt r | &D|dD1|dd1| L L1 M H B s (I\/-/\IEX) R.R. )[,;é Aylarﬁ)sllgggle Mrae)\(/;l?tligcrille
MRX 16-M08-08-2T | @ | 2 16 |14.7/ 8.5 | 43 | 25 | M8xP1.25 12| 8 +3° ﬁ 38,000
20-M10-08-2T | @ | 2 4 | 20 (18.7/10.5| 49 | 30 | M10xP1.5 151 9 4 -5.5° . ;{Bg'l-l:g: 32,000
+10°
Ye
25-M12-08-4T | @ | 4 25| 23 |12.5| 57 | 35 | M12xP1.75 | 19 | 10 = 28,000
MRX 20-M10-10-2T | @ | 2 20 |18.7|/10.5| 49 | 30 | M10xP1.5 151 9 +5° -8° ﬁ 30,000
25-M12-10-3T | @ | 3 5 | 25|28 (125 57 | 35 | M12xP1.75 | 19 | 10 | 5 5 Eig;‘:g 28,000
+10° | -5.5°
Ye
32-M16-10-4T | @ | 4 32 | 30 | 17 | 63 | 40 | M16xP2 24 | 12 = 22,500
MRX 32-M16-12-3T | @ | 3 32 | 30 | 17 | 63 | 40 | M16xP2 24 | 12 5 RPMT12 24,500
6 6 | +10 -5.5 ves | RPGT12
40-M16-12-4T | @ | 4 40 | 30 | 17 | 63 | 40 | M16xP2 24 | 12 21,000
MRX 40-M16-16-2T | @ | 2 8 | 40|30 |17 | 63 | 40 | M16xP2 24 112 | 8 | +10° | -5.5° ﬁ EE%I}S 18,000
BREMEHORECICDOULT  Caution about the Max. Revolution @  ZHEE std. Stock

FOTRBEGHU LICEGRS /ISR EOAIE) Fy 7T PBRORBEENELEBENHIETOTITEERVET,

When running an end mill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.
P o~ - ’ et
EPV2T—IVRINAYRBIBEDRA Modular End Mill Head Identification System

MRX 16 - M08 - 08 - 2T

-4 MIE EHHLDRLUE FyTHAX X

Series Cutting Dia. Thread Size for Clamping Insert Size No. of inserts

FREDI5T ROV 21— RULVFIEMIZTSR R TT, 1e) (a yy7)
DOTMLIRT SR LYF « « « » - M1 8B (PYyTE. - - BE) B'“""‘”"
@TRLOR Lo F e oo oo v 0 cF28E (SYyTER. - - BfE) rh::?zzvzft§J§m$

e symbol means orx Plus.

BLYFIRERPBRGRE!) X, ®1 TMLYR 75, Lo F(MRXEH)

KXERoTCTMLOR Lo F%ERLETE. RUEESCL FEIHRDIISIZEDY, Fig. 1 “Torx Plus” Wrench (For MRX)
250722V 21— BB LR B BN E Y £, 2&(5Yv7)

Wrenches and clamp screws are “Torx Plus”. Black grip

1) See Fig. 1 for “Torx Plus” Wrench. (Blue grip)

2) See Fig. 2 for “Torx” Wrench. (Black grip) TRLO R Tk 2 BN
“Torx Plus” Wrench and a “Torx” Wrench have different top shapes. Please use a “Torx Plus” Wrench. The symbol means “Torx.”
* If a “Torx” Wrench is used to tighten, the screw head might become damaged and then the screw cannot r

be removed. K2 TRVO R, L F(MRXBYIZIGERARTT)

Fig. 2 “Torx” Wrench (Do NOT use it for MRX)



M RX Low Cutting Force and High Efficiency Radius Cutter

BT77—/ \ ('\“/ I~ ﬁ?ﬁﬁﬁ * ZE#'JEEIQE i\]‘ﬁﬁ) BT Arbor ( for exchangeable head/two face contact )

L F—USAy
(r—m) HE T — )
v~ Gage line BATYV RS BES
(Gage Face) BETYFEIL Applicable Arbor \
Applicable End Mill "\
L — (o=
% El— - i ’Pﬂjﬂ;ﬂ
(gvy—2L—A=)
Coolant Hol 41+
} (ggnatgr Tr?rgugh System)
s Attachment image
& Dimensions
TS
SF3% Dimension (mm) (:Eﬁﬁ)
= Arbr
B OE TEE 7;2; k (Two-facre c?armping) SIVRINL
Description Stock Co,orant Hole Applicable End Mill
L |¢D1|pdl| S 21 22 M1 G
BT30K- MO08-45 o 147 | 85 | 20 11 | M8xP1.25 MRX16-M08:-
M10-45 o 45 |1 18.7 | 105 | 21 9 12 | M10xP1.5 fg BT30 MRX20-M10--
M12-45 o 23 | 125 | 24 15 | M12xP1.75 MRX25-M12--
BT40K- MO08-55 o 55 |14.7| 85 | 20 11 | M8xP1.25 MRX16-M08--
M10-60 o 60 |18.7|10.5| 21 9 12 | M10xP1.5 5 BT40 MRX20-M10--
M12-55 o 55 23 | 125 | 24 15 | M12xP1.75 Yes MRX25-M12--
M16-65 o 65 30 17 25 16 | M16xP2 MRX32-M16-- / MRX40-M16--
. @ : EEFEEE sud. Stock
IYRIILEMEL Actual end mil depth
WA I FZIL Applicable End Mill I’/h:)bﬁ&‘}]f%é (mm)
Actual end mill depth
T—NEE
Arbor Description buIE Tﬁf
i Cutting Dia. Dimension
Description & =
@D L1
BT30K- MO08-45 MRX16-M08-- 16 25 31.8 6.8
M10-45 MRX20-M10-- $20 30 36.8 6.8
M12-45 MRX25-M12-- 25 35 42.8 7.8
BT40K- MO08-55 MRX16-M08-- 16 25 31.7 6.7
M10-60 MRX20-M10-- $20 30 38.7 8.7
M12-55 MRX25-M12-- ¢25 35 44.6 9.6
MRX32-M16-- ¢32 40 51.2 11.2
M16-65
MRX40-M16-- ¢40 40 64 24

7= \ﬂ%@ﬁ,ﬁ Arbor Identification System

BT30 K - MOS8 -

45

7_/\.U.,rx~‘ 2 E?ﬁlgﬁ ﬁﬁgﬁﬁ . '7__:\/5’(\/
Arbor Size Eiﬂii‘j’ﬁ‘?\ n[}ﬂ-’rz b)bo)Eé
Two-face Clamping Spindle Thread Size for Clamping Length from the Gage




Eﬂﬁ:tﬁﬁ'q‘?'f Spare Parts and Applicable Inserts

9507 s BEfTE
RO a— 2 By AL Al
Clamo Sorew Wrench Anti-seize N N
B OE P Compound aFv7
Description DTPM % /.,} ’ Applicable Inserts

SB-2555TRP DTPM-8 MP-1 | RDGTOBOSMOER.GM

MRX ¢<+-08... Fv TS TREER LY 1.2N-m RDGT0803MOER-SM
Recommended Torque for Insert Clamp 1.2N-m RDMTO0803MOEN-GH

%1

RPMT10T3MOER-GM

SB-3070TRP DTPM-10 MP-1 RPGT1 8TgM8ER_gM

MRX ¢<+-10... Fy TS TREER 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 RPGT1 204MOER-gM

MRX ¢¢<-12... Fv TS TREER LY 3.5N-m RPGT1204MOER-SM
Recommended Torque for Insert Clamp 3.5N-m RPMT1204MOEN-GH
X3

SB-50120TRP TTP-20 MP-1 | RPGT1COSMOER.GM

MRX ¢++-16... Fv T o5 TEEER LY 45N-m RPGT1605MOER-SM
Recommended Torque for Insert Clamp 4.5N-m RPMT1605MOEN-GH
‘ ‘ %4

S=Y I F 97 (TUFE) Miling Inserts (with hole)

e RREGHORETISOVT
Caution with Max. Revolution
BoTEBEEHU LICEGESEIGEEDONICKY
FyTRBRADREENELDHALHY ETOTIER
FEWEY,

When running an endmill or a cutter at the maximum revolution,
the insert or cutter may be damaged by centrifugal force.

2 BRI LRI (MP-1)l&, F o7 2 BT 58, 25> 7
27 1—DT—NEERUBISEC BB LTIEAIIE L,
Coat Anti-seize Compound (MP-1) thinly on portion of taper and
thread when insert is fixed.

1 fEREUDRDMTO8T2MO-HE (FE#RIEIZH Y £ A
Not compatible with the conventional RDMT08T2MO0-H.
WERBEDORPMTI0T3MOL (B HEIEHY £ Ao
Not compatible with the conventional PRMT10T3MO.
HEREBDRPMT1204M0% &K 'RPMT1204M0O-H
EIFEHMEEHY A

Not compatible with the conventional PRMT1204M0 and
PRMT1204MO-H.

WEERBEDORPMT1606MO-HE (S B HMEIEHY £ Ao
Not compatible with the conventional PRMT1606MO0-H.

HESZ B 2514 Recommended Cutting Conditions ==» P8

FERAMEOER P R - 528 Carbon Steel / Alloy Steel *
Classification of Usage £ FY4M Die Steel *
M F=2T7F+ 4 hRATY LA (SUS304%) Austenttic Stainless Steel * pid °
*: ﬁﬂﬂl/%‘] atﬁil;é Roughing / 1st Choice LT YA RRAT Y LA (SUSA03%) Martensitic Stainless Steel DAg * i) ntl%’
7:7 T?El/fziﬁi’f R‘oujjgr?ing /2nd Ch?ice K nT%ﬂ%ﬁ;’( Gray Cast Iron * $ g
: f U’/EE1 Tﬁf Finishing / 1st Choice 42754 )LEESE Nodular Cast Iron * )l/“g
Ot EIF/E52H#EEE  Finishing / 2nd Choice e (NET A -
(EEFH“sHRCuT@%A) s mﬁh && (ngm (=] @) Heat Resistant Alloy (Ni-base Heat Resistant Alloy) * * % g
'EI; casxe hardness is under 45 HFKé:l 7% > &% (Ti-6AI-4V) Titanium Alloy * DAY g2
H 2EEM Hard Materials O ’I\%
BE oap |vs
sHi&E (mm) 5 -5 2
A OB b ) MEGACOAT NANO . <
Insert Description At Coated Catide
A T ¢d a | PR1535 | PR1525 | PR1510 | CA6535
RDMT 0803MOER-GM | 8 |3.18| 3.0 15 ] o o o
RPMT 10T3MOER-GM | 10 |3.97 | 3.5 [ ] [ ] [ ] o
1204MOER-GM | 12 | 4.76 | 4.6 11 o o o o
RA (M)
General Purpose (M-class) 1605MOER-GM | 16 |5.56 | 5.8 [ ) [ ) o o
RDGT 0803MOER-GM | 8 |3.18| 3.0 15 [ [ ] [ ] [ ]
RPGT 10T3MOER-GM | 10 |3.97 | 3.5 o o o o
1204MOER-GM | 12 | 4.76 | 4.6 11 o o o o
A (GHk
General Purp(ose(G-?:Iass) 1605MOER-GM | 16 |5.56 | 5.8 ([ ([ o o P3
P4
RDGT 0803MOER-SM | 8 |3.18| 3.0 15 o o o P5
RPGT 10T3MOER-SM | 10 | 3.97 | 3.5 o o o
1204MOER-SM | 12 | 4.76 | 4.6 11 o o ([
ZT/VAREERE
For stainless steel (Low cutting force) 1605MOER-SM 16 556 | 5.8 . . .
RDMT 0803MOEN-GH 8 |3.18] 3.0 15 o o o o
RPMT 10T3MOEN-GH | 10 |3.97 | 3.5 [ [ ] [ ] [ ]
1204MOEN-GH | 12 | 4.76 | 4.6 11 o o o ([
P E (= mm)
Tough Edge (Heavy Miling) 1605MOEN-GH | 16 | 5.56 | 5.8 o o o o
@  FEEE std. ltem



M RX Low Cutting Force and High Efficiency Radius Cutter

*Eﬁtﬂ ‘ﬁU%{‘-‘F Recommended Cutting Conditions

#EITL—H (%Y fz mm/t) Recommended Chipbreaker #RBFvTHE (EDHUEEE m/min) Recommended Insert Grade
STt LA i - oVDa-7427
. RP**12%1 7+-ap=3mm, RP**16 51 7---ap=AmmEs D 1% Y (HE(E T4V
#&ﬁUM RD**08 type: 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 | PR1585 | PR1525 | PR1510 | CAG535
. * hie hie big *
BRSRM Carbon steel (SxxC) 0.1~0.2~0.3 | 0.1~0.2~0.3 | 0.06~0.15~0.2 | 0.15~0.3~0.35 - 120~180~250 - -
* hie * Y *
B Aloy steel (SCMF) 0.1~0.2~0.3 | 0.1~0.2~0.3 | 0.06~0.15~0.2 | 0.15~0.3~0.35 - 100~160~220 - -
* hig big Yo *
U] : — — _
22 e steet (SKD/NAKS) 0.1~0.15~0.25 | 0.1~0.15~0.25 | 0.06~0.12~0.2 | 0.15~0.2~0.3 80~140~180
F—27F1 N RR7 VLR % A P S * % B B
Austenitic Stainless Steel (SUS304%F) 0.1~0.15~0.2|0.1~0.15~0.2| q 2‘ 100~160~200 | 100~160~200
TNFHA R RRTFYLR % % * B % B B *
Martensitic Stainless Steel (SUS4032£) 0.1~0.15~0.2|0.1~0.15~0.2| 0.06~0.12~0.2 150~200~250 180~240~300
ITHEIERR TV LR Y * Yo B * B B B
Precipitation Hardened Stainless Steel (SUS630%) |0.1~0.15~0.2|0.1~0.15~-0.2 | 0.06~0.12~0.2 90~120~150
s * Ad * *
RYHFHK Gray Castiron(FC) 0.1~0.2~0.3 | 0.1~0.2~0.3 - 0.15~0.3~0.35 - - 120~180~250 -
. * e _ Y . _ * _
595 AWK Nodular Gastiron (FCD) | 14505 | 0.1~015-025 0.15~0.2~0.3 100~150~200
. o ) . PAS * pie -~ < _ - *
NiZE RE SR Ni-base Heat Resistant Aloy | 10 150 15 [ 0,1~0.12~015 | 0.06~0.1~0.15 20~30~50 20~30~50
N o . g Ad * -~ * - Yo -~
FHYERE Thanium Aloy (Ti-6AAV) |1 010 615 (0,1~012~015 | 0.06~0.1~0.15 40~60~80 30~50~70
X NIEMAEES. FYVESITEN M T E2HE, KB HEE Y B THER ki 1st recommendation Y :2nd recommendation

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

X ATV LAMNEMBAEE, F5 52 IERDGT/RPGTR # #3E,

RDGT/RPGT are recommended for stainless steel, Ni-base heat resistant alloy and titanium alloy.

X TBIRGEFOKRFISHERZEHEORMEZ RLE T REOIMT RIS C T IHIRE, XY 2 HERTHEL 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.
X YIBISA R OHEE XY (ZY]3A % (ap) Hre/2 (RD*08% 1 7 T2mm. RP**10% 4 7 T2.5mm. RP**12% 4 7 T3mm.RP*16 51 7 T4mm) D& ED
BEEETRLES
THABDZNLU T FEZNU EDBRICITTROBEREEZ D IF I BELHERBEL LY E T,

Recommended feed rate in the table is the reference value when ap is re/2. (2mm for RD**08 / 2.5mm for RP**10 / 3mm for RP**12 / 4mm for RP**16)
For other ap, calculate the recommended feed rate based on the conversion factor below.

¥ MRX16-S16-08-2T (-160) . MRX16-W16-08-2T. MRX20-S20-10-2T (-180) . MRX20-W20-10-2T% CfE DB & 4.
KN EHERRHED50% U TICERE LTLIZE 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.

tﬂﬁ&l:ck51 7’]%7‘: Y iE ‘)wiﬁ%%%& Conversion factor for feed per tooth by depth of cut (ap)

Fy 7 BRARDAHA 1A EHT=Y) DY DEERE conversion factor for feed per tooth

nsert aphx) | ap=0.5mm| ap=Tmm |ap-1.5mm| ap-2mm |ap-2.5mm| ap=3mm | apdmm | ap-5mm | ap-6mm | ap-8rom
RDTOBSI7CMSWGHTL P | aem | 17 | 13 | 11 | (%8 09 | 08 | 08 | - | - | -
EESIO (I GRCMGHI el 5 19 | 14 | 12 1189 1 09 | 08 | 08 | - -
A oo Te™ | oom |21 | 15 | 13 | 11| 1 [JES ] 09 | 08 | 08 | -
AT TEh o) | R 24 | 17 | 14 | 13 | 14 | 14 |[1@® 1 09 | 08 | 08

X ETES
(RPMT12494 7. R & . GM 7 L —H $1iAHap=1mmDIFS)
0.2mm/t (IR &, GM7L—h D% B #(E) x1.5(RP*1251 7, ap=1mmEE DR EF ) = 0.3mm/t—0.3mm/t HHERBEE Y £T,

Calculation example
(RPMT12 type, Carbon steel, GM chipbreaker, ap=1mm)
0.2mm/t (Reference value for carbon steel and GM chipbreaker) x 1.5 (Conversion factor for RP**12 type, ap=1mm)=0.8mm/t (Recommended feed rate)




KUV II. $SHEAMI(SEZINI). AYAIVIITI oriling / Ramping / Helical milling

TE+H BATAH KUY omT MHEAMI (SrEXZ7INI) AYALINI
Tool spec. Max. ap Drilling Ramping Helical milling
EmEH = . = - Em%Z77vhC
S - BANIRE | FiHrhs | PaARd BABBAEL  gimIx | +5880 | BANIR
Fv7 =~ Pd BMTEIR X | yaxima = i) EE BVIIANER EfE
Tool ap ) Maximum | tan @ max BAUEIR L
i dia. Max. Cutting Min. Cutting | ramping angle Ve Gttt L Es ¢ Dhi @ Dh2 ¢ Dh3
Depth Length for flat o ( ) Ma;< Ram gin A?w e Min. Cutting Dia. | Min. Cutting Dia. for flat | Max. Cutting Dia.
bottom face max ) ping Ang bottom facing
16 0.7 9 8 0.141 28 20 24 30
RD™08 ¥17'| 5o 4 13 9 |o0.158 25 26 32 38
vpe 1.4
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
32 23 6 0.105 47 a7 54 62
RP*10 147 5
RPTIomRe 1 40 1.9 31 4 |o0070 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
o 4 .07 7
RP**12 547 50 5 04 39 0.070 85 9 88 98
APTIZORe | g3 52 0.035 105 114 124
2 171
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
RF":;167'f7° 63 8 24 48 4 0.070 114 97 110 124
v .
SR g0 65 3 | 0052 152 131 144 158
100 85 2 0.035 229 171 184 198
125 110 1 0.017 458 221 234 248
X ERIFKRILTET—ID I )T T X% AImMmIZLTIZIBEDIETT, The above value is based on the clearance of 1mm between the tool body and the workpiece. BT Unit:mm

KUY INIDER R Tips for driling
[RVY 2T DFEX] briling depth

%@Pd1@%:;’$ﬁﬁ < =& Lo (Pd 3 EEij(ﬂﬂI/glgg%ZTTT) See Max. Cutting Depth (Pd) in the above cutting conditions
[ l~ U I) y?i&@ﬁ% U 7JI]I] Traversing after drilling
RUVTINTHR. ZDEEEE) NI 2748558 0EER
Caution for traversing right after drilling
OFOFOIT (HIYE LB BIHISNZET. T—T LR 2EEVBOFE S ETTIFT
MILTLIZE L,
(RRIDTIFTNEZSTILL—FHEDHEIZKEN D)

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.

@ EEATEEARZRIDYREXTEIR EROLS TRV ET, RGBT

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

A




M RX Low Cutting Force and High Efficiency Radius Cutter

?4&)17667]UI(7/E°~/77]HI)0)/I, )f—i Tips for ramping

- FOLAIMIDARIE Amadd TIZERE LTLZE WY

Ramping angle should be under amax (Maximum ramping angle) %k{ﬁﬁﬁlﬁ Iz & 6 %j{tﬂﬁuﬁ 3 L@%‘I‘E:’:\’. QL max

in the above cutting conditions.

Y ETORM TEERE LTRELTEE L, at Max. ramping angle

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

’\UjJ)lfm]I.a)liﬁlu“ Tips for helical milling

Formula for Max. cutting length (L) = ap

ANYALIIIT—[EIEY) DA REhETRAYVAHZap L TIZERE LTLIZE L,
o TERLOMIN- LD EABE DR OEAIMN TORKERBE Ana
BABEOEIIZERELTLIZE L,

[’ TREZEPDh1=¢pDh<PDh2DHE]
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 P . N
g depth (h) 9 p 9 . g angle a ( jectory ¢Dh | RO LA

the center line of tool) should be under azmax (Maximum ramping angle) in the above cutting conditions.

SENIFTO% U T ZERELTRE LTS,

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

° 7'7 PN 75 I'EJ TonY] ﬁlJ %?&ﬁ L ig_o Down-cut milling is recommended.

AYAILIMINEEAE Helical miling factors

¢D(TEMIE)

7."]1%1;“ Case Studies

/ | RHELET
(A—IETHRERT)

‘ Center core part remains
‘ after machining.
Not removable with the

same cutter
7

D
[INITREREGDh2=dDh=pDh3DIE ]

Citer dameter $Ds(TRABOMNHEEOKHH) ihen cutting dis SONESOENSODNS bz R LS

Diameter of trajectory of cutter's center line } ¢Dh } %EE [:ij_

_ ¢Ds=¢Dh-¢D Z | (E—IE@EEUT’

g ) Bl i

2 ¢DS(TEPLONMERE) KABREhORDHS \ acf?e”f%?acé’h“?n part remains

% ! ! Diameter of trajectory of cutter's center ine Formula for sinking depth (h) / Removable by traversing

o ¢Dh (UEIWIE@) h=7r x ¢ Dsxtana z 7/, with the same cutter

gy -uting dameter (hizap U FISBE LT E L) - b

Ly x@Ds (alF otma U FIZRRE LT E L) ¥ @dDh1~Dh3lZPONE#SBE £ 7,

\EE a serel ety Please refer to P9 the list for ¢Dh1~Dh3.

EAHAE Sinking angle

SUS304

'7,
35
JcEl
11 4.515‘53
4.5 times

longer tool life

. 65

SKD61(47-49HRC)
ITEEm

41@%4@ Slant face
zl
265
230 i
w‘ Souble 100l ife

+/ ZILEREA Nozze parts  *Ve = 113m/min  +fz = 0.14mm/t
-apxae = 1.0x65mm -2 = pry
*MRX100R-12-9T-M (9#Z M) 9edges *RPGT1204MOER-SM (PR1535)

B RERS Mold parts *Ve = 125m/min - fz = 0.25mm/t
‘apxae = 1.0~2.0x10mm %= by
-MRX20-S20-08-2T (214 M) 2edges *RDGT0803MOER-GM (PR1525)

PR1535

2fBLE FHRE
PR1525 e ks

1E;E'% E 1001@/:-1‘ 100pcs/edge

Conventional E

XM F 18 FRFRE

Conventional F 1 pc (unstable tool life)

-FASEER. I—FTHH15ETIARI Yy bHY
TIEEuu ELY AU SN N TES RiF

High cost efficiency due to 4.5 times longer tool life and 1.5 times more insert edges.
MRX prevented burr formation and improved surface finish.
(A—H—1RDFHIZLS) User Evaluation

ERMFIFFRARET | EL’RFRTH A MRXIZREMIA
ARETHEmL2MEU LICEE

Conventional tool F machined only 1 pc of workpiece due to unstable tool life, but MRX doubled the tool life with
stable machining.
(2—H—1&DFFfIZL ) User Evaluation
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