THE NEW VALUE FRONTIER

% KYOCERG

Ly, J: MSRU—X

| |
Ewaja”vg Heavy Roughning Milling Cutter

MS Rﬂuu-z'”

Heavy Roughning Milling Cutter MSR Serles

Ewaumaﬁemum;ﬁ’ L

Improving machine efficinecy

Doubleithe productivity
- e
| o = :
TAX12mm __" — ||/ J_‘ L
quare Insert MSR Face mill ’ —_
’ 4 . ' :
o]
¥ L =

MSRS1 n§teR Q7. 5
MonSteR Sqt‘Md\ . ‘

iy A f\/‘a "
' t"‘{: S22 )%

' PRODUCTIVITY

FAD |

E

EENREICERT 25 ES



SUHAMSRAY S

MSR=

Heavy Milling Cutter MSR
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Low cutting force design ; Efficient Heavy Milling
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BT50 Integral Arbor type
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Notched inserts promote larger depth of cut and excellent chip control.
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Heavy machining with low cutting forces, and also drastically improves machining efficiency. (Reduction of machining time)
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Large depth of cut and high feed rate achieve high efficiency machining.

;Ei%tﬂﬁaj 5~ -I O m m Recommended depth of cut: 5 to 10mm.
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‘Wide lands strengthen edges.
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r e 6.35mm

ZvoftE
Notched
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Large wiper edges achieve high feed rate.

Corner-R=1.2mm
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Inserts are strengthened with 6.35mm width.
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Notched insert reduces cutting force, chattering and enables efficient machining.
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Economical square inserts with four edges
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Three types added to lineup
tosuit the applications

NB3 (3=woftz)
With 3 notches

NB2 (2=vof}) With2

NB3P (5=wofi)

With 5 notches

NB3T (3=voff=)
With 3 notches

NB2P (4=vZf}%) With 4 notches NB2T (2= If4E) With 2 notches
HHER IHEER
Standard type Tougher edge type
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Significantly Improved
Metal Removal Rate.
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Conventional tools
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Unique design allows suppressed chattering and low cutting force.
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Comparison of cutting force (radial force)
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The MSRSI15 suppresses chattering since less up force is created
reducing potential to lift the work piece into the cutter.
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N) Direction to lift up workpiece
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manufacturing equipment)

MSRS15160R-8T
HHIF Workpiece Materia :S50C
Ve=200m/min(n=398min"")
fz=0.15mm/t(Vf=477mm/min), ap x ae=6x100mm
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(Machining of overhang from 15mm to 9mm)




M s Rﬂ MSR Type

F<KULA (") Rake Angle
H\VISRE! o63-c0 o100~ |  @BRE((/O—Bhod VFHHE/SUMHIE 15E)
MSR Type RR.: -8 R.R.:-5° Spare Part (Bore ¢d: common inch/mm )
o ZB m Spare Part
- | e Y- T | L2 [RATEIAER
B OE |G| s | S |G| Soa | et
Description % @ / .//%
E E S,
MSR 063R-O0
— B
WSR 080R-O0 | goiogrp| T | WAP- | SB- |
5 2506 | 40140TR MP-1
FvI935U7R Y—=ho5VTH
315R-00 for Insert Clamp for Shim Clamp
B BAIEEI (MP-1) 13, Fo T 2B E T 288, 757> T R 2—D
T—IN—EBERUBBISTHE R L TTEREE,
“ «, -~ . -~ +Coat seizing inhibitor (MP-1) thinly on portion of taper and thread when insert
.l-r\} bg T_]'}f ('f JD —;I:ﬂgﬂd*f J?{i*ﬁ) Toolholder Dimensions(Bore gd: inch ) is fixed.
£ 90| 3| & i&(mm) P
B & B #; 5l ﬁ Dimension ‘ﬁ;‘ o
Description Stock | No.of | No.of | No. of iR (kg)
tock | No.of 1 No. ot} 0. O "oy | o)1 | od (@d1 [@d2| H | E | @a | b | S |od3|ed4 |ed5|edé | oC |@C1| G | Shape | Weight
Insert | Line | Stage
MSR 063R-1 [ 4 1 65 23.5 Fig.1 | 0.8
4 63 | 50 [ 254 | 20 | 14 26 6 | 95 - - - - - - -
063R-2 [ 8 2 85 45 Fig.3 | 1.0
080R-1 [ ] 4 1 50 23.5 Fig.1 1.1
55 254 | 20 14 26 6 9.5
080R-2 ° Fig.3 | 1.6
8 2 70 45
080R-2-31.75| @ 4 80 70 |31.75] 27 18 32 8 [12.7 - - - - - - - Fig.3 1.7
080R-4 [ J 55 | 254 | 20 | 14 26 6 | 95 Fig.5 | 2.6
16 4 115 90
080R-4-31.75| @ 70 |31.75| 27 | 18 32 8 |12.7 Fig.5 | 2.7
100R-1 [ 6 1 50 23.5 Fig.2 | 1.6
100R-2 [ ] 12 6 2 | 100 | 70 |31.75] 42 - 70 | 32 8 |12.7| 45 - - - - - - - Fig.4 | 2.2
100R-4 [ J 24 4 115 90 Fig.6 3.6
125R-1 [ J 6 1 60 23.5 Fig.2 3.5
125R-2 [ J 12 6 2 |125| 85 | 38.1| 54 B 70 | 38 | 10 |15.9| 45 - - - - - - - Fig.4 | 3.8
125R-4 O | 24 4 115 90 Fig.6 | 6.1
160R-1 [ 8 1 60 23.5 Fig.2 | 5.8
160R-2 [ 16 8 2 | 160 | 100 | 50.8 | 68 - 70 | 38 | 11 |19.0| 45 - - - - - - - Fig.4 | 6.4
160R-4 @] 32 4 115 90 Fig.6 | 10.7
200R-1 [ J 10 1 60 23.5 Fig.7 7.5
10 200 | 130 |47.625| - - 38 14 | 254 18 26 - - |101.6| - 32 -
200R-2 O | 20 2 80 45 Fig.8 | 10.4
250R-1 [ 12 1 60 23.5 Fig.7 | 10.9
12 250 | 130 |47.625| - - 38 | 14 254 18 | 26 - - |101.6] - 32 -
250R-2 O | 24 2 80 45 Fig.8 | 14.7
315R-1 Z | 14 | 14 1 | 315 | 220 |47.625| - - 60 | 35 | 14 |25.4|23.5| 17 | 27 | 22 | 32 |101.6/177.8| 25 | Fig.9 | 16.0
‘MSROB3RE (0D=63) (= —MABAF &t Ao ~Shim is not available for MSRO63R (Dia. D=63). OFEEE ONUEEE (MMECHRTE) RRFEE  @:Sundard Stock O:Check Availability F:Made to order

*MSRO63R%!/MSRO80R-OFC (E, 77—/ SEAF AF IV (HH12X40) H*HBL TV ET, MSROBOR-O-31.75ELC1 HH16X450 [ BL TV &7,

*Arbor attachment bolt(HH12x40) is included for MSRO63R/MSRO80R-O). Arbor attachment bolt(HH16x45) is included for MSRO80R-(O-31.75.

4B T 3R DA (FHAHI0MMELTF) TOZTERISHERBUE Y A IARN DHEVGE AR T S22 1 TEIHEMAC/ZE0,  “Itis not recommended using only top edge part (D.0.C. 30mm) for 4 stages type.If D.0.C. is small, use 1 stage or 2 stages type.
ADyETORBEMIIGHIZIUFE A, ~Deep grooving is not recommended for this cutter.

.l-r\) l/@fﬁf (’f yD _EBQdE IJ 1j:*§) Toolholder Dimensions(Bore ¢gd: mm )

#| 9| 9| & ik (mm) T
B B & 5] 5l g Dimension jﬁ% -
Description Stock | No.of | No.of | No. of IR (kg)
tock. | No-ofj No.of | 76- 01} ‘g | gD1 | od |@d1 |@d2| H | E | a | b | S |0d3|od4 |od5|od6 | oC oC1| G | Shape | Weight
Insert | Line | Stage
MSR 063R-1M [ ] 4 1 65 23.5 Fig.1 0.7
4 63 | 50 | 27 | 20 | 14 22 | 7.2 |124 - - - - - - -
063R-2M [ J 8 2 85 45 Fig.3 | 0.9
080R-1M [ 4 1 50 23.5 Fig.1 1.0
080R-2M [ 8 4 2 80 | 55 | 27 | 20 | 14 | 70 | 22 | 7.2 |12.4| 45 - - - - - - - Fig.3 | 1.5
080R-4M [ 16 4 115 90 Fig.5 | 2.5
100R-1M [ ] 6 1 50 23.5 Fig.2 | 1.5
100R-2M [ ] 12 6 2 |100| 70 | 32 | 42 - 70 | 28 8 |14.4| 45 - - - - - - - Fig.4 | 2.0
100R-4M [ J 24 4 115 90 Fig6 | 3.2
125R-1M [ 6 1 60 23.5 Fig.2 | 3.4
125R-2M [ 12 6 2 |125| 85 | 40 | 58 - 70 | 30 9 |16.4| 45 - - - - - - - Fig.4 | 3.7
125R-4M O 24 4 115 90 Fig.6 | 6.0
160R-1M [ ] 8 1 60 23.5 Fig.2 | 6.1
8 160 | 100 | 40 | 68 - 30 9 |16.4 - - - - - - - -
160R-2M [ J 16 2 70 45 Fig.4 | 6.8
200R-1M [ J 10 1 60 23.5 Fig.7 | 7.0
10 200 | 130 | 60 - - 38 | 156 |25.7 18 | 26 - - |101.6| - 32 -
200R-2M O 20 2 80 45 Fig.8 | 9.9
250R-1M [ 12 1 60 23.5 Fig.7 | 10.3
12 250 | 130 | 60 - - 38 | 156 |25.7 18 | 26 - - |101.6] - 32 -
250R-2M O 24 2 80 45 Fig.8 | 14.2
315R-1M [ ] 14 | 14 1 315 | 230 | 60 - - 60 | 35 | 15 (254|285 17 | 27 | 22 | 32 |101.6|177.8| 25 | Fig.9 | 155

*MSRO63R%! (6D=63) |- —M3 B fF &E# A, Shim is not available for MSRO63R (Dia. D=63). [}

*MSROB3RE!/MSRO80REC I, 77—/ N\—HUft FAILb (HH12X40) 4 /BL L& T -Arbor attachment bolt(HH12x40) is included for MSRO63R/MS R.

4B T3 EIHEBD A (THAHI0MMELT) TOZIERISHERBUE L Ao IARDN DHEVBE AR T IS2B 21 TaIHERAC/ZE0, It not recommended using only top edge part (D.0.C. 30mm) for 4 stages type.If D.0.C. is small, use I stage or 2 stages type.
3 KDy ETORBEMTIGHEIRILFE A, ~Deep grooving is not recommended for this cutter.

M OMEMEERE (M ZHEE TS  @:Standard Stock O:Check Availability
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.l-h) 119“7_1'55 (BT507_I (‘ _1$§21:tﬁ) Holder Dimensions (BT50 Integral Arbor Type)

TiEmm) | IKDAE() z
?,_ 3; 3] Eﬁ I;imension Rake Angle ﬂ:’ EE DB ﬁ Sparciia
. B i 5| 2 |BR 5| LYF | Y=k [55000-] LYF | B
D§= . E % (kg) Clamp Screw Wrench Shim Clamp Screw Wrench Anti-seize Compound
CECHIDHON Stock | No. of | No. of | No. of )
ok | Noof Nof| Moo 0D | L | S |ARIRR (L bs, / '//%
E AN ENE Y
MSR 063R-BT50-4 | ® | 16 4 160 | 90 Fig.1| 5.7
4 —— 63 - - -
063R-BT50-5| ® | 20 5 180 | 111 Fig.2| 6.2
+9° | -8°
080R-BT50-4 | ® | 16 4 160 | 90 Fig.1| 69 601350'TR TT-25L
4 —— 80 MP-1
080R-BT50-5| ® | 20 5 180 | 111 Fige| 74 || FvFo5v7R X SB- .
9 for Insert Clamp MAP-2506 40140TR DT-15
100R-BT50-4 | @ | 24 4 160 | 90 Fig.1| 9.6 I—NISVTH
6 —1 100 490 | -5° for Shim Clamp
100R-BT50-5 | @ | 30 5 180 | 111 Fig.2|10.5
*MSROB3RE! (6D=63) (=¥ —MIEUFEE R Ao -Shim is not available for MSRO63R (Dia. D=63). @:/Z%7EE  @:Standard Stock

4% /BB 24 T3 IREBD A (FAAHI0MMELT) TOZERISHRIBLEL A TAFP D EVGE  RIN—TVEEH D1 21T NII2B 2 T EREEN,
Itis not recommended using only top edge part (D.0.C. 30mm) for 4 stages/3 stages type. If D.O.C. is small, use previous page's 1 stage type or 2 stages type.

ARy B TOREMIISHEIRILE Y Ao -Deep grooving is not recommended for this cutter.
D

@

JRAFBALEE] (MP-1)1E. FoTRBIE T 388, 77> T X7 1—DF —/N—EEUEBITTE BT U TIER T ELY,  Coat seizing inhibitor (MP-1) thinly on portion of taper and thread when insert is fixed.

.‘:@39:‘)7 Applicable Insert

T-riﬁ (Mm) Dimension %E(o) Angle MEGACOAT PVDI-7474

PVD Coated

ek B OE sTe | o |EANLY
Shape Description N & Applicable Tool holder
BEHEFy AR (R ERT AU e g e s e £
Right-hand shown o -8
APMT 250608ER-NB3 0.8 - e o ()
- 250616ER-NB3 16 - ele| o MR-
) — 15875/ 635 | 65 | 25 15° | 11°
u 250640ER-NB3 4.0 - e o [}
3=y Ut APMT 250616EL-NB3 16 -l e o |FENVIA
3-Notched For custom order cutter
APMT 250608ER-NB4 0.8 - e o ()
= 250616ER-NB4 1.6 - o o [} mggM
) —15875| 635 | 65 | 25 16° | 11°
- - 250640ER-NB4 4.0 - e o (]
4=y oftE APMT 250616EL-NB4 16 -l e o |HENVIA
4-Notched For custom order cutter

— [T
M

i L MSR...
ﬁ : Lo |APMT 250616ER-NB3P |15875| 635 | 65 | 25 | 16 | 15° | 11°| - | @ | @ | @ | MO0
- =

B 3=y oz

Low cutting force 3-Notched

b

BB 4=y o1

Low cutting force 4-Notched

o 0 MSR...
- APMT 250616ER-NB4P | 15875| 6.35 | 65 | 25 | 1.6 | 15° | 11 - e | o [ MSR...M

@:1Z#7EE  @:Standard Stock



M s Rﬂ MSR Type

.:“JQF_H"“J?’UJEYNDLLU)E%‘\ Caution when installing notched Insert
=vodFy I ELLWVIBICRE I 2 UENSDET BB o MBCETI B I RT g (BISHERBI) Example of No of necessary inserts)

[FARILSFEDBEDRERICEDET DT, TERLEE W MSREUC [F =y & F v TRHIEHETLIED y ERAIRER No. of Inserts

DTy TRUHEREEI RIS NTVET BB | =0 5E N
. X X . . . X . Description No. of Insert | No. of Line

It is important to install the appropriate notched insert into the correct position. Failure to do so may result in damage to the NB3 NB4

cutter body. The appropriate insert is marked on the pocket of the cutter body. MSR 100R-1 5 3 3

RIVFICFy TZBUTT B R RDRICERIEEE T KSICHIFEVEULET . (MSRELUIF v TR v NEEE 100R-2 | 12 6 6 6

[CZIEIHEDET) 100R-4 | 24 12 12

Please be minded followings when you attach Inserts to tool holders. Indication is marked near the Insert pocket for MSR type.

1) O DZIENDSHBIHE. APLITIC JER-NB3 1f marked with a "3" in the pocket, use APCICIOOC OER-NB3

2) @DZENDHBZ\EF. APLILIO R-NB4 If marked with a "4" in the pocket, use APLICIOOOOOOER-NB4

BI—7R(re)4.00F vy 7RG IFIEDFER
Caution when installing the insert with corner-radius 4.0mm
@1—7R(re)4.00F v I ZRH I DHEE . AFENDEMIHHETT
TRTEZEHRIC, AMFAEBBISEMTIZ#EL T EEL,

‘When installing the insert with corner-radius 4.0mm, additional processing to the body is needed. Apply additional processing to the body corner according to the chart.

; : SABRBNOEN TR ERELET,
FyTI—FR(re) | BEREBAGEMTLEMM) | * Gon et hssan e ealcran,

Additional Processing Dimension (mm) Round- shaped additional processing is recommended.

A
Insert Comer-R(r€) to Body Corner en applying chamfer- shaped additional processing,
dwohnm c[l)lllljwucy lgn n:uchAh ped additional ¢ 2-(111(? Ei A RAEZJDIEBQ : j;;R”E)*
4.0 R2.0 ’ ENTH  w— ST el
Pre-processing Post-processing
Y xvd s &
. }E'vaétﬂ ﬁ“*ﬁ: Recommended Cutting Condition
iib (mm/t) Feed Rate (mm/t) ?Ei‘%a’-'yj’*?ﬁi (tJJE'JiEEm/mln) Recommended Insert Grades (Cutting Speed m/min)
HEI (i LA PVDI—F+<>J
Workpiece Material Low Cutting Force I<Iorma] MEGACOAT PVD Coated
NB3P+NB4P NB3+NB4 PR1230 PR1210 PR830
R x %
(S%OC'SSW 015 02 100~150-~200 i 100~150-180
arbon Steel
ik - x -
Cast Iron 0.15 02 100~150-200
;S(li—nﬁslsjsijlﬁ }ﬁﬁgﬂ b?ftt/u Not Recommended
T IL=-§[ N
N(ynfjferjrl:u:l\fl:-‘l(eria] Tﬁééﬁl b?f@/u Not Recommended
¥ MSREL I EBRE D SO LY REURSICE O TIF UIHREDEEIC DV TCE BN ETT . *oURIESR Yo2KESR
RV RBURS DRSS - UIHRE S HEZEDZDICRE % :1st Recommendation %¢:2nd Recommendation

VI RBURESDRVMES - UIHERE S HEEEDEDICERE

#*When using MSR, please adjust cutting speed depending on overhang length from main spindle of the machine
Short overhang length: High end of recommended cutting speed
Long overhang length: Low end of recommended cutting speed



.t)J ﬁ“%ﬁ%&iﬁu Example of Cutting Condition Setting
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In case of MSR100R-1

M s Rﬂ MSR Type

. IV U E PIBISES  Cutting Conditions A (Mm = ) .
HHIF itk \ TR R | AsmELTE A (mm)
Workpiece Material tJJéUJEE lib apxae cc/min Overhang Length
Overhang Length Cutting Speed esilwie D.O.C. Chip Removal rate
100mmK;iE Ve=150m/min fz=0.2mm/t
Up to 100mm (n=480min) | (Vi=575mm/min) 20x80 920 / | \
R . I
g Ve=150m/min fz=0.2mm/t f } }
(Sgﬂ%{gﬁim 100~200mm (n=480min") (Vi=575mm/min) 20x40 460 | I |
201mmBl E Vc=100m/min fz=0.2mm/t J I
More than 201mm (h=320min-") (Vf=380mm/min) 20x30 228 I \I'/ |
100mmKiE Ve=180m/min fz=0.2mm/t )
Up to 100mm (n=570min") | (Vi=690mm/min) 20x80 1,100 ._'!
ok N Vc=180m/min f2=0.2mm/t foH
Siitar 100~200mm (n=570min") | (Vi=690mm/min) 20x40 550 A %= 9 <
201 mmid Ve=120m/min fz=0.2mm/t 20x30 76 ‘(;: l
More than 201mm (n=380min"") (Vf=460mm/min) x &7 ..“
.MSR -I OOR'E@%@ In case of MSR100R-2
A RILFRHEUNTE YIHISRMF  cuting Conditions £05Ad+ (mm) HehisE )
Workpiece Material A (mm) tIHLERE *b (apxae) (cc/min)
Overhang Length Cutting Speed el i D.O.C. Chip Removal rate
130mmKiE Ve=150m/min fz=0.2mm/t
Up to 130mm (n=480min) | (Vi=575mm/min) 40x40 920
N - Ve=150m/min fz=0.2mm/t
EOOBERD 130~230mm (n=480min") | (Vf=575mm/min) | 40%20 460
231mmBl E Ve=100m/min fz=0.2mm/t
More than 231mm (n=320min") (Vf=380mm/min) 40x20 304
130mmKiE Ve=180m/min fz=0.2mm/t
Up to 130mm (n=570min") | (Vi=690mm/min) 40x40 1,100
5% - Vc=180m/min fz=0.2mm/t
Cast Iron 130~230mm (n=570min") | (Vf=690mm/min) 40x20 550
231tmml k£ Ve=120m/min fz=0.2mm/t
More than 231mm (n=380min-") (Vf=460mm/min) 40x20 368
.MSR -I OOR'4®1%3 In case of MSR100R-4
— RV EHUSE BIBISRHF  Cuting Conditions £3A3 (mm) HEHE
Workpiece Material A (mm) tIERE =b (apxae) (cc/min)
Overhang Length Cutting Speed TReiliia D.O.C. Chip Removal rate
180mmKiE Ve=150m/min fz=0.2mm/t
Up to 180mm (n=480min") | (Vi=575mm/min) 75x20 863
— Ve=150m/min fz=0.2mm/t
(BO0C-S54) 180~280mm (n=480min") | (Vf=575mm/min) | oX10 431
281mmll k£ Ve=100m/min fz=0.2mm/t 7510 285
More than 28 Imm (n=320min™") (Vf=380mm/min) x
180mmKii Vc=180m/min fz=0.2mm/t
Up to 180mm (n=570min") | (Vi=690mm/min) 75x20 1,035
% - Vc=180m/min fz=0.2mm/t
Cast Iron 180~280mm | (n-s7omin’) | (vi=eeomm/min) | 7°X10 518
281mmll E Ve=120m/min fz=0.2mm/t
More than 281mm (n=380min") | (Vf=460mm/min) 75x10 345




MSRE! MSR

2)BINI s

OMSR100R-10&G5

Type

In case of MSR

100R-1

A IV R U E EIBIZEE  Cutting Conditions HJ5A3 (mm) s AFILIEHUEE A (mm)
f . A (mm) e . (apXxae) (cc/min) Overhang Length
Workpiece Material Overhang Length t)JEUEE ﬁb D.O.C. Chip Removal rate
Cutting Speed Feed rate
100mmK;iE Ve=150m/min fz=0.2mm/t
Up to 100mm (n=480min) | (Vi=580mm/min) 7x100 408
Vc=120m/min fz=0.2mm/t
(S00C-SS#) 100~200mm (n=3gomin) | (VieaBOmmymin) 4x100 184
200mmi E Vc=100m/min fz=0.2mm/t 3%100 114
More than 201 mm (n=320min™") (Vf=880mm/min)
100mm3KiH Vc=180m/min fz=0.2mm/t
Up to 100mm (n=570min") | (Vi=680mm/min) 14x100 966
5% - Ve=150m/min fz=0.2mm/t
Cast Iron 100~200mm (n=480min") | (Vf=580mm/min) 7100 403
201mmBl E Vc=120m/min fz=0.2mm/t
More than 201mm (n=380min-") (Vf=460mm/min) 4x100 184
.MSR -I OOR'2®%S In case of MSR100R-2
—— LI RBUTE BIRISRIF  Cuting Conditions thHAZ (mm) | BHHE
4 ' A (mm) T 3 (apXae) (cc/min)
Workpiece Material Overhang Length WEUEE IED D.O.C. Chip Removal rate
Cutting Speed Feed rate
130mm3KiiG Vc=150m/min fz=0.2mm/t
Up to 130mm (n=480min~) | (Vf=580mm/min) 7x100 403
Vec=120m/min fz=0.2mm/t
(qu%g.sig*a‘) 130~230mm (n=380min"") (VF=460mm/min) 4x100 184
231mmBl E Ve=100m/min fz=0.2mm/t 3%100 114
More than 231mm (n=320min™") (Vf=380mm/min)
130mm3KiiG Vc=180m/min fz=0.2mm/t
Up to 130mm (n=570min") | (Vi=680mm/min) 14x100 966
% - Ve=150m/min fz=0.2mm/t
SR 180~230mm (n=480min~) (Vf=580mm/min) 7x100 403
231mmBl E Ve=120m/min fz=0.2mm/t
More than 231mm (n=380min"") (Vf=460mm/min) 4x100 184

.MSR 1 OOR'4 MSR100R-4

5%7.]” I (3*&%& L/i ﬁ h} Slotting is not recommended




2) 5§IH]I Slotting

OMSR160R-10D&G5

In case of MSR160R-1

M s Rﬂ MSR Type

I ﬂ'\}l/z%tﬂ UT5E tIHEISEE Cutting Conditions A~ (m;n) ( HF;HE s RILFZRE U E A (mm)
7 5 mm e . apXae cc/min Overhang Length
Workpieee Materid Overha(ng Len)gth tJJHIJEE J’ED ( SOACA Chip Removal rate YT e
Cutting Speed Feed rate
100mmK;iE Ve=150m/min fz=0.2mm/t
Up to 100mm (n=300min) | (Vi=480mm/min) 5x160 384
Vc=120m/min fz=0.2mm/t
(SOOC-SS#H) 100~200mm (ne240min’) | (Vi=380mmymin) 3x160 182
Carbon Steel
201mmI Lt Vc=100m/min fz=0.2mm/t
More than 201mm (n=200min™") (Vf=320mm/min) 2x160 102
100mmKiE Ve=180m/min fz=0.2mm/t
Up to 100mm (n=360min") (Vf=580mm/min) 10x160 928
HEk - Ve=150m/min fz=0.2mm/t
Cat Ion 100~200mm | 300min) | (vi=4sommimin | X190 384
201mmld Ve=120m/min fz=0.2mm/t
More than 201mm (h=240min-") (Vf=380mm/min) 4x160 243
OMSR160R-2MIFE  1n case of MSRIGOR-2
P RILFRHU T BIHISRAF  Cuting Conditions thHAG(mm) | HEHE
: 3 A (mm RS 5 apXae cc/min
Workpiece Material Overhegng Len)gth WEHEE %b ( SO,C, ) Ch(ip Romoval 2“6
Cutting Speed Feed rate
130mm=iiE Ve=150m/min fz=0.2mm/t
Up to 130mm (n=300min-") (Vf=480mm/min) 5x160 384
RN Vec=120m/min fz=0.2mm/t
(S8OOC-SS#) 130~230mm (n=240min) | (Vf=380mm/min) 3x160 182
Carbon Steel
231mmll E Ve=100m/min fz=0.2mm/t
More than 231 mm (n=200min) | (Vf=320mm/min) 2x160 102
130mmK;iEG Ve=180m/min fz=0.2mm/t
Up to 130mm (n=360min”) | (Vf=580mm/min) 10x160 928
8% - Vc=150m/min fz=0.2mm/t
Cat lon 130~230mm | _z00min) | (vi=4sommiminy | X190 384
231mmB Lk Vc=120m/min fz=0.2mm/t
More than 23 (n=240min) | (Vf=380mm/min) 4x160 243

O®MSR160R-4 Msri00r-4

5%7] I] I (;;Eé%ﬁ L/ﬂf ﬂ' /U Slotting is not recommended




M S Riu MSR Type

.MSRjJ ‘yg Q&A MSR Cutter Q & A

m MSROFHHE T BREFVLKSTITH?

‘What is the most recommended cutting condition for MSR?

Vc=150m. min. fz=0.2mm t. fttiAH &S <L AETHAFH D ELERELTLIEELY,

Ve=150m/min, fz=0.2mm/t, larger cutting depth and smaller cutting width

MSR100R-2D55

In case of MSR100R-2

FO—RX—5—120% 6l)O—RX—5—90%

e.g)Loadmeter 120% e.g)Loadmeter 90%
1\ZB i<t 3128 | 2\28 | 1)\ZH
1 pass -I 5X75mm | 3 pass 2 pass. 1 pass

ap X ae:15 X 75mm

2I\ZH
A HExi:

3)\ZE ! ! 45%x25
3 pass ap X ae4sX Zme

[W] MSROMERITE2mD¥IMEE?

Required equipments for MSR

EREEEREH4,000min ' LI T T 3%HE.BTS0LI L THBE.

Maximum spindle revolution should be lower than 4,000min™'. BT50 or larger

MRUCFIBITHEVEERATERVEWVWSTETESDFE Avo
BEEEY Y TRERATEEVERE. +OBMNLIDESNENRTY,

* MSR is not only for Double column machining center-
The reason why not recommended for high RPM spindle machine is its less toruque .

XBTAOTOIFERBH DI I N EDFfz=0.1Tmm/t EBEICIEDEX T,

* Although MSR works with BT40 shank, maximum available {z is about 0. lmm/tooth.

EE Y VNT—hBEDBEVEEDERRIE?

‘What is the points to remember in case of less power machine ?

;iﬂpy9€ﬁmbumv<E3mo

0 not use large size cutter.

=>(2163’\b(21807a__‘;ﬁ* Dia.63 or Dia.80mm is recommended.

S?J{j@h)bahﬂlﬂﬁ%p;b t?t}kbataiﬁﬁb‘ﬂs%b‘%ﬁ&wbt SRIFEELUTLIEE LY,

et up conditions to get the largest available torque by checking torque curve of the machine
Ve=150m/minThSAUL&LIELIEET D, FH/\AFP(CIED+TDIERILI DB,
ZDEKSEHFSFVe=120m/minTHRLI DT ICRIETEDVCZRBTLTDHELSETT,

Tried under condition of Ve=150m/min, enough torque was not gained because of high gear.
In this case, it has to be prioritized using V¢ which can exert enough torque as Ve=120m/min.

tELREZ IS XDZ T IFTLIEE L,

Please increase cutting speed and decrease feed ratio.

XYV UNVIHREBTELE T,

* Machine torque curve will be prioritized.

m D—0052ThEN(EEPTV)IESDERRIE?

In case of unstable workpiece

D—J ADIRDZEDZEBELTLEEL,

Decrease feed ratio at start cutting workpiece

#*I—INEKERDIBEAEEADERTT

« Almost all cases f moving workpiece happens when start machining.

OVIHLEEZ LT XD ZETIFDDEHEEMTI .
Effective for increasing cutting speed and decrease feed ratio
Vec=150m/min. fz=0.2mm/t
Ve=150m/min, fz=0.2mm/t
|
Vec=200m/min, fz=0.15mm/t
Ve=200m/min, fz=0.15mm/t



BMSRAYSYQ&A wmsrcutteraa A

FC FCDOINTILETEET I H?

Can be applied for cast iron machining ?

FC FCD&EBICIIITEET

YES

FCT1,800cc, minDEH{EHHDHET,

There is a case of cast iron machining at 1,800cc/min removal rate.

BANCIEHLDOWEIMED R HEEHDEE Ao

Basically machinability is better than steel and there is no problem.

HEEMH Ve=150m,/min  fz=0.3mmt

Recommended cutting condition Ve=150m/min  fz=0.3mm/t

FvIHFmIEENLSL (EE-EER) TIH?

What is the tool life ?

tIb< FEE(CLT:700kg. 1—7F (PRB60TDXEHR)

Chip weight: 700kg/Corner (Result by PR660)

SINTEFICLT:90% (GHE1E)

Machining time: 90min (calculated value)

YIHIEER#ICL T:65m (FHE1E)

Machining distance: 65m (calculated value)

-BEZ1,000cc / 3&(3?7= 15 -ICK7.8kgDEIb L FhigkHE NS,

How great 1,000cc/min ?=>About 7.8kg chips removed per minute

-FHink CORFEIX=700kg (YIDL FEE)+7.8kg

(15 SHfeb DY FHEHE) =905

Tool life time = 700kg (Chip weight)+7.8kg (Chip evacuation amount per 1min) = 90min

-PIHIEEREE L TE=90%7 (Fan &k C OB X7 17mm

/min(193fcbDF—T)LiED)=65m

Machining distance= 90min (Time by the end of tool life) x 717mm/min (Table feed ratio per 1min)=65m

*Ve=150m,min, apxae:20x70mm.
Vf=717mm,/minlCTITOES

* In case of Ve=150m/min, ap x tae: 20 x 70mm, Vf=717mm/min

X{ERATE:MSR100R-2(6%¥)

# Tool: MSR100R-2 (6 flutes)

EEVDEHSE

How to reduce chattering.

MSRIFEEVc=150m,  minZ#RL TLEIH. MITREHNSESLTH
EEUDRETHEVSIGSIE FECDOFRMGZHERLI T,

It is recommended using Ve=150m/min for MSR. If chattering is caused under
machining environment, following condition is recommended.

OLLUNRETZHIES

In case of chattering

SERETHEEEE (V) I xZD (f2) 7Yy I T,

=Reduce cutting speed and increase feed rate.

HDEE FC./FCDDZ&
In case of general steel In case of cat iron

-Vc=80m,min -Vc=80m.min
fz=0.25mm. "t -fz=0.35mm .t

10



MSRS158IT7 1 —X = )b wsrsis1ype Face mi

.MSRS-I 532 MSRS15 Type

] FCORO) re e
B & AR | RR.
w Description
= MSRS15080R- +9° -9°
El MSRS15100R--
! +9° -5°
MSRS15315R-+
Fig.1
JE]
QDZ
(BEIFMEEY A TZRT) o . oDi .
(The photograph shows the standard type.) - " Fig.3 Fig.4
.I'R} Ilﬁ‘jff ('{ yD _Eﬂgd Z‘f ya:tt*}%) Holder dimension(Bore ¢d: inch)
il E g gg TJ' 5£ (mm) Dimension ﬁ’:{k =
|/
e | (ke)
Peseription Stock \No-of| oD | oD1 | od |od1 |od2 | H | E | a | b | S |od3|odd | od5|od6 | oC |oC1| G | " | wWeigh
MSRS 15080R-4T ® | 4 |80 | 87 [254] 20 | 13 50 26 6 | 95 Fig.1 | 1.3
15100R-4T ® | 4 |100 | 107 |31.75] 42 32 8 |12.7 2.0
E % 15125R-6T ® | 6 |125]132|38.1| 54 10 | 15.9 Fig2 | 3.6
?f % 15160R-8T ® | 8 | 160 | 167 | 50.8 | 68 11 119.0| 12 5.0
i g 15200R-10T | @ | 10 | 200 | 207 60 | 38 % | Fias 7.7
ig.
15250R-12T | @ | 12 | 250 | 257 |47.625| - 14 1254 18 | 26 101.6 g 12.0
15315R-14T | O | 14 | 315 | 322 22 | 32 1778| 25 | Fig4 | 17.0
MSRS 15080R-6T ® | 6 | 80 | 87 [254] 20 | 13 50 26 6 | 95 Fig.1 | 1.3
15100R-6T ® | 6 | 100 | 107 |31.75| 42 32 8 127 1.9
% & 15125R-8T ® | 8 | 125|132 |38.1| 54 10 | 15.9 Fig2 | 3.5
5 g 15160R-10T | @ | 10 | 160 | 167 | 50.8 | 68 11 119.0| 12 49
1 s -
7 = 15200R-12T | @ | 12 | 200 | 207 60 | 38 s | Figa 7.6
ig.
15250R-14T | @ | 14 | 250 | 257 |47.625| - 14 1254 18 | 26 101.6 11.9
15315R-16T | & | 16 | 315 | 322 22 | 32 1778| 25 | Fig4 | 17.0
‘MSRS15080R-OT#(Z (%, 7 —/NEfFHARINHHI12X35) D HBL TLET, OIRHETEE ONFETEE (MEAEHRL T</23W) R E
Arbor mounting bolts (HH12X35) are included in MSRS15080R-OT Type. @:Standard Stock O:Check Availability 5:Made to order
FRELAT IO —2FE& ZHLAT 13075 —2ELTT, Cartridge is included in the standard type, but no Cartridge in the multi-edges type.
.m) bg‘qii (EU{:t*i) Holder dimension (Bore gd: mm)
Y E g gg T_r 5% (mm) Dimension ﬁ’qk =
Description Stock |No. of l:ig. (kg)
P oD [oD1| od |od1 |od2| H E a b S |0d3|0d4 | od5|ed6 | oC [0C1| G Weight
MSRS 15080R-4TM | @ | 4 | 80 | 87 | 27 | 20 | 13 50 24 7 1124 Fig.1 | 1.3
15100R-4T-M | @ | 4 | 100 | 107 | 32 | 45 29 8 |14.4 - - - - Fia 2.0
o ig.
g = 15125R-6TM | @ | 6 | 125 | 132 55 36
# = 40 33 9 |164 - - -
5 & 15160R-8T-M | @ | 8 | 160 | 167 68 12 | 14 | 20 66.7 28 5.0
X ¢ -
i é 15200R-10T-M | @ | 10 | 200 | 207 60 Fig3 | 7.7
15250R-12T-M | @ | 12 | 250 | 257 | 60 - 38 | 15 |25.7 18 | 26 101.6 32 12.0
15315R-14T-M | O | 14 | 315 | 322 22 | 32 177.8 Fig4 | 17.0
MSRS 15080R-6T-M | @ | 6 | 80 | 87 | 27 | 20 | 13 50 24 7 (124 Fig.1 | 1.3
15100R-6T-M | @ | 6 | 100 | 107 | 32 | 45 29 8 |144 - - - - Fia 1.9
ig.
% & 15125R-8T-M | @ | 8 | 125 | 132 55 g 3.5
Xz 40 33| 9 (164 - - -
5 2 15160R-10T-M | @ | 10 | 160 | 167 68 12 | 14 | 20 66.7 28 4.9
14 ¢ -
7 &£ 15200R-12T-M | @ | 12 | 200 | 207 60 Fig.3 | 7.6
15250R-14T-M | @ | 14 | 250 | 257 | 60 - 38 | 15 | 257 18 | 26 101.6 32 11.9
15315R-16T-M | &= | 16 | 315 | 322 22 | 32 177.8 Fig.4 | 17.0
‘MSRS15080R-OT-MAY(Z (4, 77—/ NEUfF FRILMNHH12X35) P (HBL TV ET O {RAELEE ONFAELE/E (IHIEIERBL T</EaV) SJFi e
Arbor mounting bolts (HH12X35) are included in MSRS15080R-OT-M Type. ®:Standard Stock O:Check Availability %:Made to order

1 PR T IOT5—2FE A2 71305 —2ELTT, Cartridge is included in the standard type, but no Cartridge in the multi-edges type.



MSRS1587 1 —

‘EB% (4 y;{iﬁ/s U{iﬁ :/H\:E) Spare parts (inch spec/mm spec common)

~
— 'll MSRS15 Type Face Mill

EB |:|=|I:| Spare Part
95VTAIV1— LoF Oy—% |95VTA9Va1— LF BT ERGLER | 7—)ESARILS
gg § Clamp Screw Wrench Cartridge Clamp Screw Wrench Anti-seize Compound | Arbar Clamp Screw
Description p
MSRS 15080R-OO(M) HH12x35
= 2 SB-60120TR TT-25L MAP-1806 SB-40140TR DT-15
# = IMSRS 15100R-OO(M)
5 2 FyIHS5UTH Y— ISVTR MP-1
’f %’ 1 for Insert Clamp for Shim Clamp -
73 I ™IV 7.5Nm ff3F <L 3.5Nm
1531 5R-OO(M) Tightening Torque 7.5Nm Tightening Torque 3.5Nm
MSRS 15080R-OO(M) HH12x35
2 2 SB-60120TR |  TT-25L
3 Z|MSRS 15100R-O0(M)
] FyvIOSVTH - - - MP-1
,r = ? for Insert Clamp -
va- @t ~ILY 7.5Nm
1531 5R'OO(M) Tightening Torque 7.5Nm
I

O
%*ﬁﬁ’ﬁﬁﬂ:%ﬂ('\ﬂp-1 W FVTEBET B, 77T 27 1—DF—IN—8BE R UEBIECE L TIERLEEY, -Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.

.5@1%'5“)7 Applicable Insert

3 o g
HiA(mm) RE() MEGACOAT | pw
i imension Angle
Iz B & Coed | @EIVS
Shape Description e = g =1 Applicable Toolholder
2 s & Q
FREEHF(R)ERT Al Tled X1 Z)a By & T b c
Right-hand shown o o o
n SPMT 1806EDER-NB2 | 18 (6.35| 6.8 |[R1.2| 3.1 | 11° | 15° | 15° [ ] [ ] [ ] [ ]
2= vIOIE A
2-Notched General Purpose
MSRS15...
] MSRS15...M
| SPMT 1806EDER-NB3 | 18 (6.35| 6.8 |[R1.2| 3.1 | 11° | 15° | 15° [ ] [ ] [ ] [ ]
3=voNE NA
3-Notehed General Purpose
SPMT 1806EDSR-NB2T [ ] [ ] [
18 |6.35| 6.8 |R1.2| 3.1 | 11° | 15° | 15°
YEhySH
S — 1806EDSL-NB2T ([ ] [ ] For custom order
S N Tough edge type. cutter
MSRS15...
SPMT 1806EDSR-NB3T [ ] [ ] [ ]
MSRS15...M
18 |6.35| 6.8 |R1.2| 3.1 | 11° | 15° | 15°
YEhySH
N ——— 1806EDSL-NB3T ([ ] [ ] For custom order
T Nothed Tough edge type. cutter
ﬁ SPMT 1806EDER-NB2P | 18 (6.35| 6.8 |[R1.2| 3.1 | 11° | 15° | 15° ([ ] [ ] [ ] [ ]
4=y ofE EIRRNA
4-Notched Low cutting force type
ek
MSRS15...
. SPMT 1806EDER-NB3P | 18 (6.35| 6.8 |[R1.2| 3.1 | 11° | 15° | 15° ([ ] [ ] [ ] [ ]
MSRS15...M
STYOFIE (EBIRRA
5-Notched Low cutting force type
ﬂ SPMT 1806EDER-V 18 |6.35| 6.8 |R1.2| 3.1 | 11° | 156° | 15° ( ] [ ] [ ] [ ]
—wIERL -
Without notch

O IZ#7E[E @:Standard Stock 12
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.}Eﬂ;&;tﬂ ﬁu%ﬁ: Recommended Cutting Condition

pr3s] (mm/ t) Feed Rate (mm/t) ?Eﬁ?"‘/j*ZE (tJJﬁHiEFEm/ min) Recommended Insert Grades (Cutting Speed m/min)
R PVDI—F1>5
‘Workpiece Material = B+2P NEZ NB+2T MEGACOAT PVD Coated
NB3P NB3 NB3T PR1225 PR1230 PR1210 PR830
B (SxxC) 015 02 03 . 5 - 5
Carbon Steel 120~180~250 | 120~180-~220 120~170-~220
[SE ] (SCM%) 0.15 0.2 0.3 w * - *
Alloy Steel 120~180~250 | 120~180-~220 120~170~220
S8 (SKD/NAKS) o1 o5 o % * ] %
Die Steel 100~160~220 | 100~160-~200 100~150-~200
1T H 8% (FC) } ) x )
Gray Cast Iron 0.2 0.25 0.35 120~180-~250
9554 L% (FCD) i - * -
Nodular Cast Iron 0.15 0.2 03 100~160-~220
S;{(F}-‘JDZ&M (SUS304%) T’Ei&b%t"/u Not Recommended
ainless Steel
FIL=.5H I3
I{Im{—lge;;;u%l%l/[ateria] }Eé‘éb&"@h} Not Recommended
KURHESE Y2k HEIE K 1st Recommendation ¢:2nd Recommendation
.71/_7] @Eb\ﬁlj Selection of chipbreaker
SR A BEBR
Emphasis on low cutting force General Purpose Emphasis on edge strength
f""‘T o T il —
. 4 "._p' jré"“v
FuI54T + 1 : i ¥ -+
type el i . !'
NB2P (4=9% sxoeea) NB3P(5=9% sxoeet) | NB2(2ZY%7 2:30ctea) NB3(3=%% 3xuset) | NB2T(2=%% 250che1) NB3T (3= %3 xuc)
OvI7—N\—ERADEEPERNIICRE | BESRAD/NSYADENTLHE g T EeEINTICRE
g Ideal when using long arbor type or for machining of thin- | General purpose type with balance of strength and Ideal for interrupted cutting and high load cutting.
Application plate workpieces resistance EOEBIFIL\EE P HIHDFC/FCDDEERE
Ideal when feed rate is increased or workpiece material is
‘C/FCD
—vIHAER(EE) B T—IRWMT | smainik-g)b < FEE NS> CHDALLREBOHETLVAET
. N =" . TR
EROFEZER B BEYYT
)E BTN . g
Edge preparation Eo5 K first land SES A e
£e prepaiatio w27, & FNFEA Tk | CHEHH
Large rake angle Smooth rake angle™ = with Comer Chamfering
C0.12x15°
+R0.05
BESONTHEEAEERLOD. NEraL DxearrLsa.me | ONB2P(A=vD)ENB3P(5=yT) DF v FZIEIESICOWLT
JU—hZERVET, About marked numbers of NB2P(4notches) and NB3P(5notches) Inserts
A s.upplemental chipbreal.(gr is used when it is necessary to increase strength and bite while focusing on i) bg@i@ﬁ}\y j’zu Eﬂg% (@.@) [CFw jﬂyﬁt [j{ﬁﬁféﬁb 83
resistance, as when machining welded areas. TCU)\ NBEP(4:“J9) l:l; |-2+J . NBBP(S:“}b) ICIEI |-3+_] 0)%515?'“—7)"
ZENENTVET,
In order to adjust applicable inserts on marked numbers on tool holders,"2"" is marked for
;k[z NB2P (4 notches) and "3"" is marked on NB3P(5 notches).
@Y ITIR Nowh efrect

Smmbl EORIIAB NS = U HREFE (NBIERI2mmELE
THRBD)

The effects of the notch can be seen at more than Smm of vertical depth of cut. (effects for NB3
appears from at least 2mm or more)

O 7y J3ZIREF DA DI K D BATE

Insert Replacement Identification

YHIFPO&EZFR. XFZEE

Insert number is transcribed as a result of the cutting tool load.

MFRHICRO TG BETNEWVEEHEHDET

Depending on the cutting conditions,marks are not transcribed.

2:97121:& With two notchs
NB2

3:‘y7ﬁ':" With three notchs
NB3

13
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TL—bk

Plate

‘Vc=150m/min
(n=382min™)
-apxae=10x125mm
fz=0.2mm/t
(Vf=458mm/min)
823 Dry
B Gedges
‘MSRS15125R-6T
-SPMT1806EDER-NB2
-SPMT1806EDER-NB3
(PR830)

MSRS15

ity 5G

Competitor Cutter G

A o

nc\ 9P roducti™ \

\

Adva

¥b<s

—

129cc/ 7

129¢c/min.

~
— 'll MSRS15 Type Face Mill

T4 4= SER
. % _E E |‘$ I-a] i .7J u I H% Fﬂ %Llﬁﬁ% %IE_ Case studies  Achievement of productivity improvement and machining time reduction

L=

Rail

‘Ve=150m/min
(n=300min™)
-apxae=6x140mm
fz=0.2mm/t
(Vf=480mm/min)

H23X Dry

8*5'(3] Bedges

‘MSRS15160R-8T

-SPMT1806EDER-NB2

-SPMT1806EDER-NB3

MSRS15

fthtthv5H

Competitor Cutter H

(PR830)

it
Upper side
TE
Lower side
140

b

-

84cc/H

84cc/min.

[ﬁi’.*ij] w56 Competitor Cutter G]
2125.68F 6edges
Vec=150m/min
(n=382min")
apxXae=3X125mm
fz=0.15mm/t
(Vf=344mm/min)

ll—b“— :|>( y'\ User commem]
S 7Z EIFSNBDT, B REC RN,
HEEMDAAEICE LU,

Improvement of the condition to a large extent results in
time reduction. Productivity has improved 4.4 times.

(A—Y—4FDEHMHIC LKD) Evaluation by the user

[ttt v HH Competitor Cutter i)l
2mmx3/\ZATHlT

2mmx3pass
Ve=150m/min
(n=300min")
apXae=2xX140mm
fz=0.125mm/t
(Vf=300mm/min)

ll_ﬂ_jxyl\ User c(ymmenl]
HERBNZATIILTVEBDHMSRS 15T 1/ T
I TEc. TNTHMSRS 16D T EIFEED THol,
SEEHNA.71EICE E U,

MSRSI15 enabled one pass cutting, while it formerly

took three pass. Still, the MSRS15 has less cutting noise.
Productivity has improved 4.7 times.

(A—Y—#%DSFEIC K D) Evaluation by the user

C1 2A(ﬁ§ﬁ Cast steel)

EESR M EDm

Industrial machinery components

-Vc=100m/min
(n=200min™)
-apxae=10x114mm
fz=0.4mm/t
(Vf=635mm/min)

8238 Dry

8*5(33 Sedges
-MSRS15160R-8T
-SPMT1806EDER-NB2
-SPMT1806EDER-NB3
(PR830)

\,

pALe:

I\GI P ir

\ o
duclNIW \{
Adva

MSRS15

VO TFHRLE

Chip,remoyvaly/24cc,

fthttHv &1

Competitor Cutter I

—

290cc/ 7

290cc/min.

+

Gear

-Vc=200m/min
(n=255min™")
-apxae=10x200mm
fz=0.17mm/t
(Vf=600mm/min)
H23X Dry
-1 4*&2’ 14edges
‘MSRS15250R-14T
-SPMT1806EDER-NB2
-SPMT1806EDER-NB3
(PR830)

MSRS15

fthtthvsJ

Competitor Cutter J

S AAE\ |
- ag;m_?. B!

ductivity \3
g P
Advanci™

YIb<IHIEE"1200cc/ %

Chip;remoyalfl200cc/mins

—1

459cc/ %
459cc/min.

[ﬁﬂ*ijj w51 Competitor Cutter I]
64 >/F 8K

6inch Dia., 8edges
Vec=250m/min
(n=522min")
apXae=2.5X114mm
fz=0.25mm/t
(Vf=1,018mm/min)

[IL—'U'—II)(‘JI\ User comment]
TERIFEFNDEL AR ZB O ITBHTEEN D,
MSRS 153 X#MEEZIEPY CEEL AAHZEEPLY
TEDTE EEMN2.5&(CA LU,

Although conventional type could not increase depth of cut
due to high cutting force, MSRSI5 has enabled to increase

depth of cut without increasing spindle load. Productivity
increased 2.5 times.

(21— —DFHTIC LKD) Evaluation by the user

[ﬂﬂ?ib‘yad CompelieruuerJ]
2250, 1283 12edges
Vec=120m/min
(n=153min™")
apXae=5x200mm
fz=0.25mm/t
(Vf=459mm/min)

[:L—U‘—ZI)‘ yl‘ User commem]
UNAIRZE DY 5 ERDB0%IEEN I TH. LIHIEHED .
EEMED2.6f8CA LU,

Cutting noise is quiet even when cutting width is nearly 80%
of cutter diameter. Productivity increased 2.6 times.

(21— —RDFHTHC LKD) Evaluation by the user
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MSRS158T7 1 —X= )b wsrsis Type Face Mill

m ?%EIET_I (a e) o)t).] ﬂams@ E § [3:9 What is the recommended radial width of cut (ae)?
A- ] ty9?§®70~800/0% E E(’: LJ_C—F_&L‘O Recommendation is 70 to 80% of cutter diameter.

m H-E.F\ MS RS ] 5?:':”3:{3)]@3}% 75073:0)t“§_b\9 Why is the MSRS15 cutting edge inclination angle 75 degree ?

WA VAR BAS A T & T—IBVAROERFINI SNETH. B HHAETIHEDET,
—5 HBAFEIO DIEE. B HINENTEH, T—IBLABOEEAAZTLHEDET,
Y5AHE75° ODMSRS 158 Ay % (d. KYBAH CHOREHEDHNRER F. Fe AD
BROEEH ML NSV ZADBNERET T R L— XIS IO ETREI D E T,

Type with 45 degree cutting edge angle suppresses the impact of cutting into workpiece, but has bigger radial force. Meanwhile, type with 90 degree cutting edge angle has smaller
radial force, but bigger impact on cutting into workpiece. The MSRS15 cutter with 75 degree cutting edge angle generates small radial force even on large depth of cut, as well as
less impact on approaching, and, due to its well-balanced design, enables smooth machining.

- w,

MSRSHISRY: = DIGERARS [ Dy272)8

ﬁmmmmumqﬂﬂﬂuwmmﬂhn@ﬁﬂiﬁﬂ@@mﬁb&mmmnﬂmmﬂhmmxﬂkmcmwmﬂhmﬂ&ﬁh.

et
4 r~

.I'R) I/gna)#%E Features of Holder

AELT ) —eaEt

Design of large chip pocket
ey : SNIAT
2 =]

lgtandard type = YD FHEHERIF cood chip evacustion Fine pitch type

O —5EA(IRE5 1)

Adoption of cartridge (standard type)

ANARTEAEBALE e pvenion ot s sy

: EEMERR |

BEEFVIZHNBSERT

Display the applicable insert number

2D 0DiPhoneA7 JUT, BERDEEEM LLETT HESDOTIYA T

BRHNOBERE CEWVWCEITET

s  RLEESEHET: fbit BUBAERER App StoreTH v
asss S—=UYI . RUIL EHIICEE T 258 . i iE JU—NBBEDNORES  App StoreTIRES | EMERL T%Tta TB *ﬁ i
HH | DBFLL. FEREERCBITET . FUD P TUEAFELTZE, -t - B
NIREHEENTEDDT, YN RYDVHIERHFICHBESUCRER )
KYOCERA — v 5 KYOCERA = i #*App Storel3*Eapple.inc EFEHECI,
4 FA LOBHICHBBRIL LS, BREFSENTEET, %P[;%ngfﬂﬂgﬁgglnc http://www.kyocera.co.jp/prdct/tool/index.html

4 M Y14 T EICEI T 2t CHEskE

{1859 9:00~12:00-13:00~17:00
0120-39-6369 R HRE-RE-SHKBERHLTEDEEA
(#5-PHSPELIFIETEET)FAX:075-602-0335 RET HhRAFV-Hii—-bz5- ]

MENBROFA - BRGEOEEPY—ER@E, BHREMRICERVELET.
KBBEEOERE. ESZEBEAEVRIICHEVEL EITET,

RESHIEH
OJKYOCERQ aezzrzzs ...

\_ / TEL:075-604-3651 FAX:075-604-3472
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