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Positive type chipbreaker for steel machining
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Positive type chipbreaker for steel machining
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Optimum solution
for boring difficulties
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CERMET for Steel Machining
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MEGACOAT NANO CERMET for Steel Machining
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Stable machining by resolving problems at boring, such as productivity decrease caused by chip entanglement

. 4#5 Features
oD EIFITICHEVWTREL TN LK FZIY hO—-I

Stable chip control at steel finishing
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High efficiency and stable tool life at high feed machining due to special edge design
with sharpness and improved strength
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High-stability cutting edge design
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Suitable shape for controlling the edge stress and heat generation

Stable performance with superior edge strength *E]%' F ] I\ 7\\ I_/ — jj

Composite-dot chipbreaker
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Multi-dot design with different functions

Controls chip's curling condition and flow direction that varies depending

on the cutting conditions and work materials
Stable chip control regardless of feed rate and work materials

Positive type chipbreaker for steel machining, PP chipbreaker
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Chip Evacuation Comparison
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PP chipbreaker breaks chips short and controls chip entanglement
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SCM415 Vc=200m/min, ap=0.3mm, f=0.15mm/rev ‘ % EI EI
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No chip remains after machining Chips remain behind in the hole after machining
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PP chipbreaker covers wide range of feed rate

PP 7“ I/_jJ PP chipbreaker

f=0.07mm/rev  f=0.15mm/rev

50mm
—

f=0.25mm/rev

SCMA415 (AR1EEYIR Blind hole) , @3¢ Wet
(RER#8:H Internal coolant) Vc=200m/min ,ap=0.3mm
=0.07-0.25mm/rev. CCMT09T304 1~ type
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f=0.07mm/rev f=0.15mm/rev

O:Good ~:0K X:Bad

50mm
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f=0.25mm/rev
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PP chipbreaker controls chips stable at high feed rate
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Competitor B cannot control chips stable when increasing feed rate
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PP chipbreaker covers wide range of work material

PP 7“ IJ_jJ PP chipbreaker

HEHHEIH Various work materials, SE= Wet
(RER#5:8 Internal coolant) Vc=200m/min ,ap=0.3mm O:Good 2 :0OK x:Bad
f=0.20mm/rev. CCMT09T304 54~ type
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PP chipbreaker controls chips stable from general steel to soft steel
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Competitor B generates unstable chips at soft steel machining
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. ﬂﬁ‘j’ﬂ?ﬁ'l‘itﬁﬁ / w‘ﬁu ;Rmtbiﬁ Fracture resistance comparison / Cutting Force comparison

SCM440 4 A% with 4 slots , 582 Wet , ENT Facing | X ‘XEXIE Edge breakage

Vc=200m/min, ap=0.5mm CCMT09T304 91~ type

O:RIEBU No breakage
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Good condition

=0.30 mm/rev f=0.32 mm/rev | f=0.34 mm/rev
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PP chipbreaker
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SCM435 Vc=200m/min,
ap=0.3mm DCMT11T304 947 type
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Realizes stable machining at steel finishing

Excellent fracture resistance as well as controlling cutting force

. ”uliﬁu (w r) < ?MEH:EQ) Case Studies (Chip Control Comparison)

*2vJk Shaft
+VVc=200 m/min

S45C (Carbon steel)

-ap=0.3 mm
+f=0.08 mm/rev
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B Wet
*TPMT110304PP TN6020
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Numberof 500 pcs/edge
workpieces

PP chipbreaker
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Machined same number of workpieces as the conventional tool and showed good chip control and finished surface
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Tﬁf (mm) Dimension 'U‘—)( - l~ T;EJG_A‘EI%)A: M§9§C9|A‘T CVD:I_j_-{ >7 ggﬁ# MEGA

, . y Cermet MR | O Comet CVD Coated Carbide NANO COAT
3:I:yshal:n:,lk %:—script;ﬁ iz @O 9 8 @2 9 &) o Lo & o g 'éQ
mE |Es | 7E | I-FR0e) | ki | 8|8 | 8|S RIS |2 2|2 |8 ||

LC. | Thickness | Hole ClomnseleED) | g Angle E E E E E E L<) g S 6 E E

CCMT 060202PP 635|238 | 28 0.2 70 e & 6 6 6 6 o o o o o o

060204PP | ' ) 0.4 e &6 6 6 6 6 &6 &6 6o o o o

CCMT 09T302PP 0.2 e & &6 6 6 6 o o o o o o

09T304PP |9.525| 3.97 | 4.4 0.4 7 e 6 o6 6 o o6 o o o o o o

A Finishing 09T308PP 0.8 ® & &6 6 6 6 &6 0 o o o o
CPMT 080202PP 704 | 238 | 33 0.2 e e &6 6 6 6 6 &6 6 o o o o

080204PP | ' ' 0.4 ® & &6 6 06 6 0 o o o o o

CPMT 090302PP 0.2 e & o6 6 6 o o o o o o o

090304PP [9.525| 3.18 | 4.4 04 11° e & &6 6 6 6 o o o o o o

A Finishing 090308PP 0.8 e & 6 6 6 6 &6 &6 6 o o o
DCMT 070202PP 635|238 | 28 0.2 70 e & &6 6 o o o o o o o o

070204PP | ' ' 04 ® & 6 6 6 6 0 o o o o o

DCMT 11T302PP 0.2 e & &6 6 66 6 o o o o o o

11T304PP |9.525| 3.97 | 4.4 0.4 7 ® & 6 6 6 6 & o o o o o

BV Finihing 11T308PP 0.8 ® & &6 6 6 6 0 & o o o o
TPMT 090202PP 556 | 238 | 28 0.2 e e & o6 6 6 o o o o o o o

090204PP | ' ' 04 ® 6 &6 6 6 6 &6 0o o o o o

TPMT 110302PP 0.2 e & 6 6 6 6 &6 o o o o o

110304PP | 6.35 | 318 | 3.3 0.4 11° e & &6 6 o o o o o o o o

HEW rnishing 110308PP 0.8 ® & 06 6 6 6 06 6 o o o o

. 9: ‘y j*ZEE L‘ﬁ lj- Recommended Insert Grade

Fi’s%ﬁn ° é%ﬁlﬁl Carbon steel / Alloy steel
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@:Standard Stock

jﬂlﬁgﬁg Type of Machining ;*ﬁﬁg Target ﬂ* Base Material ?&E Coating ?Egga’- S 7‘*1& Recommended Grade
Q IR Surtuce quality Byl Gy TN620/TN6010/TN6020
) Cermet MEGACOAT NANO PV720
SEEA T Contnuous M W Resiance MEGACOAT PV7010/PV7025
MitEEFE (ERT) cVD CA510/CA515
@ Wear Resistance (high speed) ﬁﬁi CA525/CA530
MfRIE Fracture Resistance Carbide MEGACOAT NANO PR1425
BRRAFE 0T Light Intermupted J\PERSRAN T Small parts MEGACOAT PR1225

]’Eﬁwﬁu%ﬁ: Recommended Cutting Condition

Nq °. -FI!E - #% - _I:I;E Min. - Recommendation - Max.

Work*iijjl\tierial 9;;?0*:15 BIHIR B Clm_i"g ezl tiAH po.c. BEV) Feed rate
Ve (m/min) ap (mm) f (mm/rev)

TN620 80 - 150 - 210

TN6010 120 - 160 - 220

TN6020 90 - 130 - 180

PV720 100 - 180 - 220

PV7010 150 - 190 - 230

Iy i R ki PV7025 100 - 140 - 190

Carbon steel / Alloy steel CA510 120 - 170 - 220 0.1-03-08 0.04-0.12-0.25

CA515 100 - 160 - 210

CA525 90 - 140 - 190

CA530 80 - 120 - 160

PR1425 60 - 120 - 200

PR1225 50 - 80 - 150
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0120-39-6369

(% PSP R &£ T) FAX:075-602-0335
MAIL:tool.support@kyocera.jp

52185 9:00~12:00+13:00~17:00
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