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M FH Harrier

High Efficiency and High Feed Cutter
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Resistant to chattering with 3D convex cutting edge
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Large diameter end mill i
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M F H Harrier
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High resistance to chattering and applicable to various applications with 3 types of inserts
Increased chip evacuation and shortened cutting time
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Various applications with 3 types of inserts

GME ((RA) LDE (Ft0iA%A) | FLE(SHWAE)
GM (General purpose) LD (Large ap) FL (Wiper edge)
SNER
Shape
-
RADE RK ap=5mm T | BEHLEVLESVLANME
% —HEMI. Ry IT —>EROBREEREMNT STEMIstEFmIn
& | ~ynpimT RS —HfL N MIC (6 T
Application | 1st recommendation for general MAX.ap=5mm Wide wiper edge
application —Applicable for scale removal at —Applicable for both roughing and
—Facing, Pocketing, Helical milling high efficiency finishing, for small machining center
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3 types of inserts according to your application
Applicable to wide range of applications
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For inclination angle at contouring, see page.14
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gv%ri%?ggg cutting edge reduces shock of biting ﬁmtégﬁﬂhﬁ

o J— B W XD EIIET (BE) th ik Multi-functional cutter for ramping, helical milling, etc.

Cutting Force (Shock) Comparison when Biting Workpiece

BLEENRE(LEEEFAAD
A &R Eae(mm)TINT
Cutting with the ae (mm) that receives the maximum impact
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AYALIMT N=FAN(TZ»2) T
L L 1 Helical Milling Vertical Milling (Plunging)
MFHEZ f#t FA 4t B . ) N
: - X GMEF YT IE. £ TOMIMNARETY
Competitor A Competitor B i X £
757GNMBRENERT| Vo=150m/min, fz=1.5mm/t, apxae=1.5x31.5mm GMtypo is applicabla for all the abave appllEis )
Chart shows resultant cuting force S50C, 823Dry, 71y ¥ ECutter dia. 63 M LDE FLEFYTIEANVALMI N=FAL(TZ2Y) MITRG
ULBELEDESHEMIIENIG TEE LA (BERELITHERIZEW)

1 LD type and FL type are not applicable for Helical Milling, Plunging and Contouring of rising wall
(Please refer to the back cover)



M FH High Efficiency and High Feed Cutter
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Applicable for Variety of Workpieces from Steel to Heat-resistant Alloy - it A e o Tougher Substrate
REXREBEZNHL.ZEMIZXIRTS |
HEMAFMELZIS TETRCAD, B, BEAL

New grade for difficult-to-cut material which controls sudden fracture and Smooth & less SUEERY
realizes stable machining
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%HE :l _ 7__4 \/7‘»%% L— J:% ﬁ E 'HEO) I-‘ET_] __I: Prevent peeling of coating layer
Vs ~
For martensitic stainless steel and Ni-base heat resistant alloy STANINE (GHEL) . SRR
High heat resistance and wear resistance with CVD coating %ﬂ_ﬁl:&éﬁﬁnfg%o)rﬁﬂ: /
Improved stability due to thin film coating technology Frictiongdacaresistant
MEGAEOAT ~N—2
- . RISEIE
ngﬂﬂj’%éﬁ\ ? 9 ‘/é%\ *ﬁﬂjﬁﬂs %ZT\/ I/Z ﬁlﬁl% Layer structure of MEGACOAT
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For Ni-base heat resistant alloy,titanium alloy and precipitation hardened stainless steel

PR1535 Stabilized milling operation and long tool life with Kyocera's MEGACOAT NANO
coating technology

ﬂﬁ??%ﬁl:l:iﬁ Wear Resistance Comparison
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<YIHIZAF Cutting Conditions >Ve=150m/min, fz=1.5mm/t, apxae=1.0x16mm, &= dry <HIHIZAF Cutting Conditions >Vc=30m/min, fz=0.8mm/t, apxae=1.0x40mm, JE =% wet

7Jl] I%ﬁu Case Studies

A
SFVAF22B ( = ﬁﬁﬁﬁﬁﬁ) Forged alloy steel SU8304F
— | t
EE V@i
Chattering reduced
" NI #ESRS M TREEA.6fF
T ERAL Eﬁiciencﬁy?ﬁs-:i—megg Ef‘ficienc; 16 times |
Processed area
«Z—EVENR Tubine parts *Ve=160m/min  +fz=1.17mm/t +7ZvF Cueh  *Ve=120m/min  -fz=1.2mm/t
-apxae=1.5xmax.160mm -EZz Dry -apxae=1.0x20mm -8z by
*MFH160R-14-8T (8% H) 8 edges * SOMT140520ER-GM (PR1525) -MFH32-S32-10-2T (242 X)) 2 edges - SOMT100420ER-GM (PR1535)
1Y <9 BEi E=720cc/4 )< B E=58cc/4
PR1525 TRz PR1535
bt fmF 1Y) <F Bk E=240cc/5 it @G 1Y <k E=36cc/2
Competitor F Chip evacuation Competitor G Chip evacuation
XY EIFICEISTHYHIFILE#D TR M AGIEEE YD FEE LTOICA MFHEL IR EIN T A AT A8
CHERELPREF T FyEV T bRELETREMIAN AR HAERELNRIF T REMIMIA A
+Small cutting noise even at 3 times higher feed rate -Competitor G caused chattering but MFH realized stable machining
-Good edge condition without chipping and stable cutting +Good edge condition and long tool life
(2—H— R DFHIZL D) User Evaluation (2—H— R DFHIZL D) User Evaluation




MFHE ¥ﬁ LL\EL\TJ-U):%EE;#; MFH New usage proposal

m ”"IﬂﬁrBﬂ Eﬁﬁ bta’r: L\ G M ﬂ; ‘yjo GM type insert For machining time reduction
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Kyocera's original edge design can increase the chip
evacuation and reduced the cutting time!
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Is their any high performance

cutters for high feed machining?
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/ 3D convex cutting edge reduces shock of biting

workpiece
= r o T— R B OMIER (H%)
. Cutting Force (Shock) Comparison when Biting Workpiece
—> RLEEHSAEKLIEEAAD
PiA& iR Eae(mm)THII

Cutting with the ae (mm) that receives the maximum impact
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T8 NI RESR3Z L o Convex Edge
N T ERAL Eff 3
Processed area (RO 6,000 [renrenranransansneneas 136% oo 183%---—-
+ ¥ —E VBB Tubine parts  *Ve=160m/min  +fz=1.17mm/t = 5,000 [rmrmremmreneeseee e e
-apxae=1.5xmax.160mm - bry Z 4,000 k- bl bk
*MFH160R-14-8T (840 )8 edges *SOMT140520ER-GM (PR1525) = g
gg 3,000 b
< E=720cc/ =
PR1525 <3 Bt =y 200053 RS o000l

ot @RF _ 919 <F Bk B=24000/% 1,000 |-
Competitor F Chip evacuation
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Smal cutting noise even at 3 times higher feed rate 757 EIERSNERY | Ve=150m/min, fz=1.5mm/t, apxae=1.5x31.5mm
-Good edge condition without chipping and stable cutting Chart shows resultant cuting force 350, B0y, 77 5 Eoutter Gin 663

(2~ — R DFMI=£5) User Evaluation
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nn I B% Fﬂﬁ -E 5ﬂ1m 45o 77 “/ 9 General use 45 degrees cutter
BT\ .
LT §° . gy <ermE=1951 cc/min
How can | shorten the cutting time Chip evacuation
from the conventional cutter? @9 ( ') m] > VC=209;’1/T(i)n fz=1?\:125mm/t
Slow machining apxae=ox4lmm 1pass
Vf=1,264mm/min
*& ﬁ'U M Workpiece - SS400

— XAy §1E Cutter dia. $63 58 FH 63mm, 5 inserts
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MFH is chattering resistant and can
reduce the cutting time at roughing
MFH &Y
PIYCTHHE = i

— = o hIT Cﬂiﬁig;ﬂﬁﬂjs 455cc/min
Fast machining Vc=200m/min fz=1.5mm/t

apxae=1.5x40mm 2/\ X2 passes
Vf=7,583mm/min
*&" ﬁU 7M‘ Workpiece : SS400

% MFHO63R-14-5T-22M
(51 #1E Cutter dia. $63 51H 63mm, 5 inserts)

MFH R ARDYIICEEREI SEDITHESR !

MFH improved the machining efficiency to 3 times of the conventional cutter




M FH High Efficiency and High Feed Cutter

g %wﬁwt,\ %ﬁu B lJr: ll\ LD ﬂ? ‘y7° LD type for both large ap and high feed rate

#1094 7'1&3.5mm

BIAHD BEME %ﬁEBI;EWJ;Aa\ 3.5mm for 10-type insert

18TALLELVR, = = RASImOYIAR* £ BEYARTIZ
| want a cutter which can be used %w&wﬁ”nIl;ﬁﬁu‘c“ﬁ Hn$ Ei\.’ MNORER 1B 218D LDBFvw /AL

both at large ap and high feed rate
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LD type is available for large ap (Max.5mm) as well
Machining efficiency can be improved by large ap machining as high feed rate at low ap machining
for removing scale and high-feed machining for roughing

M FH gg iﬂlm45° j’ “/ 9 Conventional 45°cutter

t].] ') ( ?;;FH:IIE Chip evacuation =4 O4CC/min tJJ U (Tﬁﬂﬂ% Chip evacuation =1 5 1 cc/min

o HMI(2NR)EREBIIEMAALTIIT o ZOHOFTMI (2/3R) IZEXEYTMI ® FTMTI (48R) EF—FENERY K, EYTMI
Roughing for scale removal (2 passes): Large ap Roughing (2 passes)after scaling: High feed rate Roughing (4 passes): Constant ap and feed rate
Vc=200m/min fz=0.25mm/t Vc=200m/min fz=1.95mm/t Vc=200m/min fz=0.25mm/t
apxae:4x40mm apxae=2x40mm Vf=7,583mm/min apxae= 3 x40mm Vi=1,264mm/min
V=1 7264mm/m|n *& \ﬁU 1:7_" Workpiece - SS400 *BZ é’u *74" Workpiece : SS400
% MFH063R-14-5T-22M
(51 5% Cutter dia. $63 5 63mm, 5 inserts) XAy H{E Cutter dia. $63 51F 63mm, 5 inserts

MFH B[R ANy IICLEN2.6fS5DN TaE=E !

MFH improved machining efficiency by 2.6 times compared with the conventional cutter

ERBIEEVHAHTITI ZDEDOMIIIFEY
Large ap for scale removal High feed rate after scaling
(f2=0.25mm/t ap=4mm) (fz=1.5mm/t ap=2mm)

zj‘y Wiy o)
) Rl 31 o)

High chj
J
remoyz/ VO/L?Me

« >

A\

<

L ZHULOEWIITH EARHRAL 70 FBIBLIAT,
o s il i UV ERCBR A LIRS
ritich s goodcutrwit e UUnIcEL. RITSET! ]

N = Low cutting force design and wide wiper edge realized both
'E n TC E*ﬂ -‘r b\ 1'ab n * 3- chattering reduction and fine surface finish
Strong for chattering and better surface roughness even
with long overhang machining
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Recommended for the following applications

MFH &Y

® ST (2/¥R)
Roughing (2 passes)

Ve=200m/min fz=0.4mm/st

ORELFARVEMNT QEESHERSNANI  QINBe=vItery

Facing with long overhang Machining which requires severe ‘:%%E—C?
surface roughness

Suitable for small machining

apxae=1.5x35 Vf=2,038mm/min Rz=3.2um GEE, 1D
&\ﬁu 7_1' Workj \ece:S55C X&J:U’EEEWMHI U.U"leﬁ'b
BHIH e R E-TRAVET ey '
Lo o
o HEIFMTIZEEEER S oo aanness chat

Finishing: Surface roughness oriented conditions

Ve=200m/min fz=0.2mm/t
apxae=0.2x35 Vf=1,019mm/min
# B workpiece : S55C

3 MFHO50R-10-4T-M

(v % 1E Cutter dia. $50 41H 50mm, 4 inserts)
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RILY'Fi% (SOMT10741 ") Toolholder dimensions (SOMT10 type)
T — OB = Y —
S{va— B OE B N}(Jo;i g ~Fi& (mm) pimension Rake Angle '%3_2 Tk iii(i Ealﬁl‘!‘g;ﬂ
B P Description StocKlli s @D GMI LD | FL ¢D2| ¢dd | pd1 | pd2| H E a b | S |[S”"'|AR.|R.R. j{:g By Weight | Max. Revolution
MFH 050R-10-4T @ 4
50 | 33 |37.5(36.5| 47 -5° 0.4 | 10,000
050R-10-5T ® 5
. 225019 |11 |50 | 19| 5 |84 — “
'fln/clf"s{)fjﬁ 063R-10-5T ® 5 +10° N 1
63 | 46 |505|49.5| 60 “l0.7/| 8,800
063R-10-6T @ 6 -
080R-10-7T ® 7 |80|63|67.5/665 763175/ 26 |17 |63 |32 | 8 |12.7 1.3| 7,600
MFH 050R-10-4T-M | @ | 4 1.5
50 | 33 |37.5(36.5| 47 (12)|35 -5° 0.4 | 10,000
050R-10-5T-M | @ | 5
22 | 19 | 11 21 16.3 |10.4 —
063R-10-5T-22M| @ | 5
- 50 S
SO | ogaR-10-6T-22M| @ | 6 Ao | B
P 63 | 46 [505|49.5| 60 9110.7| 8,800
063R-10-5T-27M| @ | 5 &
063R-10-6T-27M| @ | 6 27 | 20| 13 24| 7 |12.4
080R-10-7T-M | @ | 7 | 80 | 63 |67.5|665| 76 63 1.6| 7,600

*1 SLTJ'ff‘i—FEE%EEER For St dimension, see the figure below X2 ( ) WT"?}HLD@?“V#%EH%%ZT’\ L %9 Dimension in () is when attaching LD type . . fgﬁft—zj_:@ Std. Item



M FH High Efficiency and High Feed Cutter

FRILY'F% (SOMT1454 7)) Tooholder dimensions (SOMT14 type)

— — TOAC) |7 2 A
S£yO— B OB EE N}(JQ;:; . 3%E(mMm) Dimension Rake Angle %E B4 iiI;; E(ﬁn‘]a!‘z;&
Bz Dsscription Stock | jnserts @D GM {D1 FL @®D2| ¢dd | dd1| pd2| H E a b | S [S”"'|AR.|R.R. :{: § Bz Weight | Max. Revolution

MFH 063R-14-4T @ | 4
63 | 40 | 46 | 45 | 60 (222519 | 11 |50 |19 | 5 |84 -10° 0.6| 7,400
063R-14-5T @5
080R-14-5T @5 _
80 | 57 | 63|62 | 76 -8° 5 1 1.3 | 6,400
. 080R-14-6T @ 6 Nl
1o Fitk 31.75| 26 | 17 32| 8 [127| 2 | 5 |+10°—
ineh Spec 100R-14-6T | @ | 6
100| 77 | 83 | 82 | 96 63 2.4| 5,600
100R-14-7T @ | 7 -7
125R-14-7T ® | 7 [125(102/108|107 38.1| 55 10 [15.9 =2 29| 4,800
100 - 38 Fao
160R-14-8T @ | 8 |160(137|143|142 50.8| 72 11 (1941 -6° [Fno| | 3.9 4,200
MFH 063R-14-4T-22M| @ | 4
22 119 | 11 2116.3 (104
063R-14-5T-22M| @ | 5
63 | 40 | 46 | 45 | 60 50 -10° 0.6| 7,400
063R-14-4T-27TM| @ | 4 X1
063R-14-5T-27M| @ | 5 Fot
27 |20 (13— 24 | 7 |124 e
- 080R-14-5T-M | @ | 5 N
M‘emc Spec 80 | 57|63 |62 |76 2 | 5 |+10°] -8° 14| 6,400
P 080R-14-6T-M | @ | 6
100R-14-6T-M | @ | 6
100 77 |83 |82 |96 |32 |26 |17 |63 |28 | 8 |14.4 2 2.4 5,600
100R-14-7T-M | @ | 7 -7 ;
Fig.2
125R-14-7T-M ® | 7 [125/102|108|107 55| — 33 2.8 | 4,800
100| 40 — 9 |16.4
160R-14-8T-M @ | 8 [160|137|143|142 68 [66.7 32 -6° |# No|M3res| 3.7 | 4,200
*1 SLT.]'}\fLi—Fga%,Eﬁ For St dimension, see the figure below ‘ : 1‘?1%&]? Std. Item
1|:'f|3|:ll:|':| &3@3?“7 7° Spare Parts and Applicable Inserts
B &R Spare Parts LD F v BRI ZIR
Cutting edge shape when attaching LD type
9557292~ LoF RASEILA | 7- it )
ﬂ § Clamp Screw Wrench C;nl‘_ps;zzned Mounting Bolt bl ﬁ?‘-“/7
Description DTPM TTP /.I/ Applicable Inserts
5 |2 D |
MFH 050R-10-+++(-M) o T
—_— HH10x30 ( IWAEIISOMTI491 75 RLET
063R-1 0-‘"(-22M) SOMT100420ER-GM Angle in () is for SOMT14 type
—————| SB-4090TRPN DTPM-15 MP-1 - . -
063R-10-+++-27M HH12x35 | SOMT100420ER-LD | *BREIEHOREIOLT
— Fyv7 oS TR ML 3.5Nm SOMT100420ER-FL :fu IonEWL ax nevewrion N
080R-10-++* Recommended Torque for Insert Clamp 3.5N-m HH16x40 E*L*?Tﬁf%@ﬁﬁﬁzui‘:@%g%tiﬁﬂ .
I — EOAILENFy7PRROREELELS
080R-10-++-M HH12x35 BANHNETOTIIREVET,
When running an end mill or a cutter at the
. maximum revolution, the insert or cutter may
MFH 063R-14--++(-22M) HH10x30 be damaged or scatter by centrifugal force.
063R-14-+---27M HH12x35 E4 BER E B LA (MP-1) (3. Fv 7% E
- ETER. IV TR 1a—DT—\Eeh
080R-14---+ HH16x40 CEBICEC BT LTI,
- Apply Anti-seize Compound (MP-1) thinly on
080R-14--M | SB-50120TRP TTP-20 MP-1 HH12x35 | SOMT140520ER-GM portion of taper and thread when insert is fixed
— — SOMT140520ER-LD
100R-14--- Fv7U I TRfEM LY 45N-m HH16x40 | SOMT140514ER-FL
_ Recommended Torque for Insert Clamp 4.5N-m
100R-14-++-M -
125R-14-+ -
160R-14-+- -

HELB Y HI 2 Recommended Cutting Conditions = P12,P13




MFHE LY KZJL(SOMT10%9417°) MFH End Mill (SOMT10 type)

(REL=b>v> )
Standard (Straight)

oars

LDEF v 7 BRI AR
Cutting edge shape when attaching LD type

&
&
»

T
od"

RILY % (SOMT10%41 ") Toolholder dimensions (SOMT10 type)

. ” — TURC) | % g p—
B OE beacs FE “ﬁf(mm) Dimension o éi‘o} B (illga ﬁzﬁl@i}){&
i No. of K E g min-
DS Stock inserts ¢D GM ?%1 FL ¢d L 2 S SL A.R. |R.R. j{: § e Weight | Max. Revolution
MFH 25-S25-10-2T ® [ 2[25] 8 [125[115] | T6o H3res| 0.4 | 17,000
28-S25-10-2T ® | 2 | 28 | 11 155|145 40 Hifei| 05| 15,500
ZhL—F 32.532-10-21 ® 2 5|15 195185 70 | 15 13 14,000
Sews 32-532-10-3T ® | 3 : Jo | g e
Lr (12) | 35 |+10°| -5 0.8
o) 855520zl ® | 2 | 35| 15 225|215 32 | 150 : Yes 13,000
(Straight) 35-532-10-3T ® | 3 i . =1 :
40-S32-10-3T ® 3 Fig.1
40 | 23 |27.5]26. 9 11
40-S32-10-4T o . | 40| 23]275]265 0.9 ,500
ey |VFH 25-W25-10-2T ® | 2 | 25| 8 |125|115] 25 | 117 | 60 =4 | 0.4 | 17,000
Ty 32-W32-10-3T ® | 3 | 32| 15 [195/185 131 70 (1125) 55 |10t o | B 1P 14,000
Standard 40-W32-10-3T ® | 3 32 | ves [ | 0.7
(Weldon) 10 Was10.aT e . | 40|28 275265 112 | 50 =2 11,500
MFH 25-525-10-2T-200 | @ | 2 [ 25 | 8 [125[11.5] 120 M3res| 0.6 | 17,000
oy 28-S25-10-2T-200 | @ | 2 | 28 | 11 |155]145 40 | 1. Hirei| 0.7 | 15,500
200 5
Zxzs 32-S32-10-2T-200 | @ | 2 | 32 | 15 |19.5/185 120 | (12) | 3.5 |+10°| -5° fs H3fes| 1.0 | 14,000
(Straight) 35-S32-10-2T-200 | @ | 2 | 35 | 18 |22.5/21.5| 32 5 * =1 1.4 | 13,000
40-S32-10-4T-250 | @ | 4 | 40 | 23 |27.5/265 250 Fot | 15| 11,500
_ |MFH 25-525-10-2T-300 | @ [ 2 [ 25 | 8 [125[115] 180 H3res| 1.0 | 17,000
A2 28-525-10-2T-300 | @ | 2 | 28 | 11 155|145 40 | 15 Hifg| 1.1 | 15,500
ey 32-532-10-2T-300 | @ | 2 | 32 | 15 |19.5|185 300 | 180 | (12) | 3.5 |+10°| -5° fg M3res| 1.6 | 14,000
R 35-S32-10-2T-300 | @ | 2 | 35 | 18 |22.5/21.5| 32 50 . 1| 1.7 | 13,000
40-S32-10-4T-300 | @ | 4 | 40 | 23 |27.5/265 Foi | 1.8 | 11,500

X ( YNTERIELDE F v 7 ER %R LET Dimensionin ( ) is when attaching LD type @ A2 FEFEES std. item

%Blﬁ': & ﬁﬁ'q“‘/'f Spare Parts and Applicable Inserts

% & o BEREEMORIICONT
Ak An Spare Parts Caution with Max. Revolution

95V TR 2~ LYF Beft &5 LE# BoTRBEEHMU LICEGRS HBA EOAILY
i} § Clamp Screw Wrench Anti-seize Compound ﬁ'q—“/j F TN ENE LB ELHY ETOTIEE

insert or cutter may be damaged or scatter by centrifugal force.

Description DTPM q Applicable Inserts
P ) PP BUET, _ _ _
é '/ When running an endmill or a cutter at the maximum revolution, the

o B BRI A (MP-1)id. F v 7 R BRI 25>

SB-4075TRP DTPM-15 MP-1 SOMT100420ER-GM TRY)a—DT =N EERUBISECEAE L TTERAL
MFH =10+ R — : SOMT100420ER-LD X,
F{leézzndjed/TZrEﬁoﬁntéﬁg\ffﬁggﬁmm SOMT100420ER-FL Apply Anti-seize C_om_pound (MP-1) thinly on portion of taper and
thread when insert is fixed.

HESZYTEI S Recommended Cutting Conditions = P12,P13



M FH High Efficiency and High Feed Cutter

MFHEIZ Y RS JL(SOMT14%47") MFH type end mill (SOMT14 type)

5 E
! Fig.1
LDEF v 7 EERTH IR 2| g
Cutting edge shape when attaching LD type 2'8 2
Fig.2
- S
2
" / *
4D1 o
D
RILY T % (SOMT14%47°) Toolholder dimensions (SOMT14 type)
B OB £ T 1% (mm) Dimension ?Rgtgﬁg(le) ;j-\? S Ttk 5 RE O
Ry stook | No-of D1 125 |, v (kg) (min™)
BSCHPrOn oC inserts ¢D GMILD | FL ¢d L 2 S SL A.R. R.R. "‘ié’ rawing Weight Max. Revolution
MFH 50-S42-14-3T @® |3 |50|27 33|32 1 Fig1 1.4 8,800
-10°
63-S42-14-4T @ | 4 |63|40 |46 |45|42|150/50 | 2 | 5 | +10° ;ﬁ 1.7 7,400
es 2 Fig.2
80-S42-14-5T @ | 5 |80|57 63|62 -8° 2.3 6,400
@ ZETEE std ltem
EBE:&E%?‘“/7° Spare Parts and Applicable Inserts
f:ﬂ3 |:|=|’:| Spare Parts
95V TRY) 2~ LoF BEfd EBhIEA
il g Clamp Screw Wrench Anti-seize Compound ﬁﬁ?’-\yT
Description % ’Q’/ ’ Applicable Inserts
SB-50120TRP TTP-20 MP-1 SOMT140520ER-GM
MFH -:--14---- Fv TS TN MUY 45N-m ‘ SOMT140520ER-LD
Recommended Torque for Insert Clamp 4.5N-m SOMT140514ER-FL

o REEGBHORTISOVT
Caution with Max. Revolution
FoTRBEGHMU LICEGESEIGE BOAICK) FyTPRRORBENELIGEHHY ETOTITERBLET,
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.

’%@ B EB LR (MP-1)IE. Fv72BIET 2B 77 TR a—DF—/NBERLEICECBHE LTITEAIES L,

Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.

HE Y EI 224 Recommended Cutting Conditions = P12,P13




MFHE!AY R mrH type head

|

v 4
o

M1

b A7

°
S oy
A-AKE
LDEF v 7 BRI MR A-A Section
Cutting edge shape when attaching LD type L
“\ >
"
r
D1 i'/
¢D
FRILY T E Toolholder dimensions
) ) WE(° o [
B OE e A FiE(mm) Dimension Tﬂgkeﬁg(le) 7{'\{% HEI(%EI%Z;&
- No. of 25 min’
Description S0 e | 6D [ oo | 602| éd | L | L1 M1 H|B|S|S|AR|RR M2 waxrevoiton
MFH 25-M12-10-2T @® | 2 25| 8 |125]115 17,000
23112557 | 35| M12xP1.75 | 19 | 10
28-M12-10-2T @ | 2 28|11|155/145 15,500
32-M16-10-2T @ 2
32 | 15 195|185 14,000
32-M16-10-3T ® | 3 1.5 &
(1.2)| 35| +10° | -5° Vos
35-M16-10-2T @ 2 *
35|18 225215/ 30 | 17 | 63 | 40 M16xP2.0 | 24 | 12 13,000
35-M16-10-3T ® 3
40-M16-10-3T @3
40 | 28 |275(26.5 11,500
40-M16-10-4T @ 4

Y ( ) Wq";ffiLD@?“/7B%§H§%ﬂ_"\ L %9 Dimension in () is when attaching LD type

’::ulztll:l!l & ﬁﬁ'?“ff Spare Parts and Applicable Inserts

EK ﬁ': Spare Parts
95V TR 2— LYF BEf ERALEF
B OE Clamp Screw Wrench Anti-seize Compound aFvT
Description DTPM ’Q’/ ’ Applicable Inserts
SB-4075TRP DTPM-15 MP-1 SOMT100420ER-GM
MFH --:-10-+ Fv795 > TR P2 3.5N-m ‘ SOMT100420ER-LD
Recommended Torque for Insert Clamp 3.5N-m SOMT100420ER-FL

o REEHBHORTISOVT
Caution with Max. Revolution
FOoTRBEGHMU LICEGESEIIGE BOAIK) F YT PHRORBENELIGEHHN ETOTITERBVET,
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.

2> BERHEBH LR (MP-1) L. F YT 2B E T2, 77V TR 2—DT —NEERLBICEL B LTITERIEL,

Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.

oz

HESZ LI HI S Recommended Cutting Conditions =3 P12,P13

@ ZEETEE std. item



M FH High Efficiency and High Feed Cutter

BT7—/ \ (’\“/ I‘ ﬁ!ﬁﬁﬁ ° QE }ﬁ., ﬁiiﬁ i‘.”;ﬁ) BT Arbor ( for exchangeable head/two face contact )

L bk 4
(=)
Gagel . = BWET7 —IN
. mOTYRIL SR
Applicable End Mil ppiicaple Arbor
=Y L o s R (N~ 1 e [ 1| i
S| S
(v y—2L—AR)
Coolant Hol G4
| (((‘jgnatgr Tv?rgugh System)
s Attachment image
<Fi% Dimensions
7=
I3 Dimension (mm) (ZEHRX)
7_5,/ I‘ Arbor ) .-
B o= =B Fon (Two-face clamping) BEIVEIL
Description Stock Cc:orant Hole Applicable End Mill
L | D1 | ¢di S 21 22 M1 G
E=) MFH25-M12--
BT30K M12-45 o 45 23 | 125 | 24 9 15 | M12xP1.75 Ves BT30 MFH28-M12.-
MFH25-M12--
BT40K- M12-55 [ ) 55 23 |125 | 24 15 | M12xP1.75 MFEH28-M12.-
9 il BT40
Yes MFH32-M16--
M16-65 @ 65 30 17 25 16 | M16xP2.0 MFH35-M16--
MFH40-M16--
) @ : 1EHETEEE std. Stock
IYRINEMFEE Actual end mill depth
oo/ [C . . IYRILEEE (mm)
WE I FZIL Applicable End Mill Actual End Mil depth
T—NEE
Arbor Description HDIE +i&
i3 Cutting Dia. Dimension
Description M L2
_ D L1
a ( :¢£ - ] BT30K- M12-45 MFH25-M12-10-2T ¢25 42.8 7.8
S —Eeq 35
o MFH28-M12-10-2T ®28 45.5 10.5
BT40K- M12-55 MFH25-M12-10-2T 25 44.6 9.6
L1 35
M MFH28-M12-10-2T 28 47.6 12.6
M16-65 | MFH32-M16-10-OT 632 51.2 11.2
MFH35-M16-10-OT ¢35 40 60.2 20.2
MFH40-M16-10-OT 40 64 24

77—\ §03 B 75 Arbor Identification System

BT30 K - M12 - 45

| 2EE 4 PSS
ZEAVA R | oy PLY1 X PEDEE

Two-face Clamping Spindle Thread Size for Clamping Length from the Gage




i@ﬁ"zV? Applicable Inserts

EASEOER 5 R 3=8M - & 28 Carbon Steel / Alloy Steel PAq *
Classification of Usage 2RI Die Steel D¢ *
F=2F T4 MRATV LA (SUS304%) Austenitic Stainless Steel * pie
M (0]
KOFEINT /B4  Roughing/ 1st Choice ST YA MRRT Y LRSH (SUS403%) Martenstic Stainless Steel PAe * o
«JIuL o 0
- a8
Yo FINI/E2H#EEE  Roughing / 2nd Choice K 1’.{7&%% Gray Cast ron * k8
B LT/ B e . 5974 L EETK Nodular Cast Iron * };7(&5
' . f : Finishing /st Ghoice s M#EE (NEMHES) Nibase heat resistant alloy * w %g
DAL ELF /5248 Finishing / 2nd Choice F 4> &% (Ti-6Al-4V) Titanium Alloy * w &IE E
H EEEM High Hardness Steel O ;E
P
3% (mm) BE() B S
ﬂIZ iﬁ D?.E ' ;ﬁ Dimension Angle MEGACOAT NANO C?DCo;;d‘C/amze
nsel escription
A T ¢d A re a | PR1535|PR1525 | PR1510 | CA6535
SOMT 100420ER-GM [10.30| 4.58 | 4.6 o o o o
- 20 | 16
A 140520ER-GM |14.14| 5.56 | 5.8 o o o [ ]
Generlal Purpose
SOMT 100420ER-LD |10.45| 458 | 4.6 | 0.9 ([ o o [ ]
P5
20 | 16 !
- P9
. 140520ER-LD [14.76|5.56 | 5.8 | 1.6 o ([ ([ ([
=UhAS
Large ap
SOMT 100420ER-FL [10.44| 458 | 4.6 | 1.4 | 2.0 ([ o o [ ]
16
ESVARE 140514ER-FL [14.57| 556 | 5.8 | 3.1 | 1.4 o [ o [
Wiper edge

@ : FHEAERE st item

t)J ﬁUﬁEjJ (GMEE * FLEE) Cutting Performance (GM, FL)

MFH25-S25-10-2T MFH32-S32-10-OT MFH40-S32-10-OT
20 20 20
£ E £
as 15 as 15 as 15 \
<5 et <5
Y 2 yu 2 Y2
§§§1.o N %510 N E}ggmo
= ° = = °
R 05 =R 05 R 05
05 10 15 20 05 10 15 20 05 10 15 20
3%Y) Feed Rate fz(mm/t) 3%Y) Feed Rate fz(mm/t) 3%Y) Feed Rate fz(mm/t)
MFHO050R~080R-10-OT MFH- --14-OT o LDEF v E|/ASMMETIMIAIEETT,
(10¥1X133.5m% T)
20 20 EYIIP122 TS RIZEL,
E E Max. ap for LD type is 5mm (3.5mm for 10-type).
E £ 15 g_ £ 15 Please refer to page 12 for feed rate.
£ o e TURINSA T ORBEAE LROKE
5510 5510 REMAPEG LIS FIFTCE L,
=l =<l Please refer to recommended cutting conditions in the chart
R 05 R 05 for endmill type.
¢ 7x—RINYLTDEY LRIF1I ALY D
05 10 15 20 05 10 15 20 &Y fz=2.0mm/t& LTLTZE LY,
2" Feed Rate fZ(mm/t) ) Feed Rate fZ(mm/t) Maximum feed rate (feed per tooth) of face mill type is
fz=2.0mm/t.



High Feed Cutter M FH

*Ei&tﬂ %’U%ﬁ: Recommended Cutting Conditions

KLY z:mm % EVc:m/min
RSB LXK (EYfz:mm/t) HRF v 7 7 (TIHEEVC : m/min)
F Holder Description and Feed Rate Recommended Insert Grade
%% eI
73 CVD3-74¢7
hiA 2 Workpiece MEGACOAT NANO gl ;vai
E7N MFH25- MFH32- MFH40- MFH-:-R-10 MFH:----14
PR1535 | PR1525 | PR1510 | CA6535
®%8 Carbon Steel 0.5~0.8~1.0(@ap<1.0mm) | 0.5~1.0~1.5(@p<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) AR e * B _
(SxxC) 0.2~0.4~0.5(ap<1.5mm) | 0.3~0.7~1.0(@p<1.5mm) | 0.4~1.0~1.5(ap<1.5mm) ' ’ ’ 120~180~-250 120~180~250
A& Alloy Steel 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) A5G- ¥ * _ _
(SCM%) 0.2~0.4~05(@p<1.5mm) | 0.3~0.7~1.0(ap<1.5mm) | 0.4~1.0~15(ap<1.5mm) o 100~160~220 | 100~160~220
28 Die Steel 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) B3I ¥ >* B B
(SKD/NAKZ) (~40HRC) | 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) e 80~-140~180| 80~140~180
£33 Die Steel 0.15~0.3~0.5(ap<1.0mm) | 0.2~0.5~0.8(ap<1.0mm) | 0.2~0.6~0.9(ap<1.0mm) ARG * * - B
(SKD/NAK) (40~50HRC) |0.15~0.2~0.25(ap<1.5mm) | 0.2~0.3~0.45(p<1.5mm) | 0.2~0.5~0.7(ap<1.5mm) ’ ’ ' 60~100~130{ 60~100~130
:_tz"_:‘fs'"t ’?‘;I(T’;m? 05~0.7~08(ap<1.0mm) | 0.5~0.8~1.2ap<1.0mm) | 0.5~1.0~1 6lap<1.0mm) 12t * % B -
o) 0 | 02~08~04(ast5mm) | 03~06~08apS1 5m) | 04~08~12ap<.5mm s 100160200 100~160~200
(SUS304%) (ap ) (ap ) (ap )
;)l«:‘/?f ;%Zr/b;ml 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) 05~12~18 ¢ *
artensitic stainless Steel 0™ 1.2 - -
GM (SUS403Z) 0.2~0.3~0.4{ap<1.5mm) | 0.3~0.6~0.8(@p<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) 150~200~250 180~-240~-300
:ﬁﬁﬁtijb::&?v'g;;(;ﬁ 8 0.5~0.7~0.8(ap=1.0mm) | 0.5~0.8~1.2(ap=<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) 05~12~18 *
recipitation Haraened Stainless oteel Solng g i - - -
(SUp3630§) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) 90~120~150
1% Gray Cast Iron | 0.5~0.8~1.0(@p<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) UE~51G~A0 B B * -
(FC) 0.2~0.4~0.5(ap<1.5mm) | 0.3~0.7~1.0{ap<1.5mm) | 0.4~1.0~1.5(ap<1.5mm) o 120~180~250
Nonj; }Cbaﬁﬁon 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@@p<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) 05~12~18 B B * B
(FCD) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) ’ " ' 100~150~200
NiEf#eS 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(@p<1.0mm) | 0.2~0.6~1.0(ap<1.0mm) 02~08~12 * . - ¢
Ni-base heat resistant alloy  |0.15~0.2~0.3(ap<1.6mm) | 0.2~0.4~0.6{ap<1.6mm) | 0.2~~0.5~0.8(ap<1.5mm) o 20~-30~-50 20~40~50
F4 &% Titanium Alloy [ 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~09(ap<1.0mm) | 0.2~~0.6~1.0(ap<1.0mm) AE~DE~i1 * _ Y B
(Ti-6AI-4V) 0.15~0.2~0.3(ap<1.5mm) | 0.2~0.4~0.6(ap<1.5mm) | 0.2~0.5~0.8(ap<1.5mm) R 40~60~80 30~50~70
R%# Carbon Steel 0.5~0.8~1.0(@p<1.0mm) | 0.5~1.0~1.5(@p<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.5~2.0{ap<1.0mm) | 0.5~1.5~2.0(ap<2.0mm) Pie * -~ _
(SxxC) 0.06~0.1~0.2(ap<3.5mm) | 0.06~0.15~0.3(ap<3.5mm) | 0.06~0.2~0.3(ap<3.5mm) | 0.06~0.2~0.3(ap<3.5mm) | 0.06~0.2~0.4(ap<5.0mm) | 120~180~250| 120~180~250
A& Alloy Steel 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(@p<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.5~2.0@ap<1.0mm) | 0.5~1.5~2.0(ap=2.0mm) Pig * - -
(SCM%) 0.06~0.1~0.2(2p<3.5mm) | 0.06~0.15~0.3(ap<35mm) | 0.06~0.2~0.3(ap<3.5mm) | 0.06~0.2~0.3(ap<3.5mm) | 0.06~0.2~0.4(ap<5.0mm) | 100~160~220 | 100~160~220
28 Die Steel 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@p<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.2~1.8(ap<2.0mm) Pre * _ _
(SKD/NAKZ) (~40HRC) [ 0.06~0.08~0.15(ap<3.5mm) | 0.06~0.1~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~02(ap<3.5mm) | 0.06~0.15~0.3(2p<5.0mm)  80~140~-180 | 80~-140~180
£33 Die Steel 0.2~0.3~0.5(@p<1.0mm) | 0.2~0.5~0.8(ap<1.0mm) | 0.2~0.6~0.9(ap<1.0mm) | 0.2~0.7~1.0{ap<1.0mm) | 0.2~0.7~1.0{ap<2.0mm) PAe * _ _
(SKD/NAK) (40~50HRC) | 0.03~0.05~0.1(ap<3.5mm) | 0.03~0.08~0.15(ap<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.2(ap<5.0mm) [ 60~100~-130 | 60~-100~130
:;iﬁ::;:j;:;zzﬂ 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@p<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.2~1.8(ap<2.0mm) > ¢ _ B
(SUS304%) 0.06~0.08~0.15(ap<3.5mm) | 0.06~0.1~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.3(ap<5.0mm) | 100~160~200 100~160~200
;)l«;"/"iff I~S§7\|T‘/l/;ﬂl 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8{ap<1.0mm) | 0.5~1.2~1.8({ap<2.0mm) Y +*
artensitic stainless Steel - -
LD (SUS403Z) 0.06~0.08~0.15(ap<3.5mm) | 0.06~0.1~0.2(2p<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.3(ap<5.0mm) | 150~200~-250 180~240~300
*ﬁ#ﬁ{b?&?ﬁ'/l&(ﬁi 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@p<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.2~1.8{ap<2.0mm) *
Precipitation Hardened Stainless Steel
recipitation Haraened Stainless oteel - - —
(SUpSG30§) 0.06~0.08~0.15(ap<3.5mm) | 0.06~0.1~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.3(ap<5.0mm) | 90~120~150
T %88k Gray Cast Iron | 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.5~2.0(ap<1.0mm) | 0.5~1.5~2.0(ap<2.0mm) -~ - * -
(FC) 0.06~0.1~0.2(ap<3.5mm) | 0.06~0.15~0.3(ap<3.5mm) | 0.06~0.2~0.3(ap<3.5mm) | 0.06~0.2~-0.3(ap<3.5mm) | 0.06~0.2~0.4(ap=<5.0mm) 120~180~250
NonjaT}Cbaﬁﬁfon 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@p<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.2~1.8(ap=2.0mm) -~ - * B
(FCD) 0.06~0.08~0.15(@p<3.5mm) | 0.06~0.1~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.2(ap<3.5mm) | 0.06~0.15~0.3(ap<5.0mm) 100~150~200
NiEW#EE 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(@p<1.0mm) | 0.2~0.6~1.0(ap<1.0mm) | 0.2~0.8~1.2(ap<1.0mm) | 0.2~0.8~1.2(ap=2.0mm) > -~ . ¢
Ni-base heat resistant alloy [ 0.03~0.05~0.1(ap<3.5mm) | 0.03~0.08~0.15(ap<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.2(ap<5.0mm)| 20~30~50 20~-40~50
F% &% Titanium Alloy | 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap<1.0mm) | 0.2~0.6~1.0(ap<1.0mm) | 0.2~0.8~1.2(@p<1.0mm) | 0.2~0.8~1.2(ap<2.0mm) * _ ¢ _
(Ti-6AI-4V) 0.03~0.05~0.1(ap<3.5mm) | 0.03~0.08~0.15(ap<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.15(@p<3.5mm) | 0.03~0.1~0.2(ap<5.0mm) | 40~60~80 30~50~70

*:SE1HEER / 1st recommendation

Yo SB2H#ESR / 2nd recommendation



?Ei&tﬂ ‘é’U%ﬁ: Recommended Cutting Conditions

FLFBRE LR (&Y fz:mm/t)

HRF v 7 HE (YIHIEEVC : m/min)

F Holder Description and Feed Rate Recommended Insert Grade
g I
7 s VD=7
hiA £ Workpiece MEGACOAT NANO EVD Coate:(;rb\di
bV MFH25- MFH32- MFH40- MFH:--R-10 MFH:----14
PR1535 | PR1525 | PR1510 | CA6535
®%8 Carbon Steel 0.5~0.8~1.0(@ap<1.0mm) | 0.5~1.0~1.5(@p<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) AEE~20 Pie * _ B
(SxxC) 0.2~04~05(ap<1.5mm) | 0.3~0.7~1.0{@p<1.5mm) | 0.4~1.0~15(ap<1.5mm) o 120~180~250 | 120~180~250
A2 Alloy Steel 0.5~0.8~1.0{ap<1.0mm) | 0.5~1.0~1.5@p<1.0mm) | 0.5~1.2~1.8{ap<1.0mm) DFAUTE Yo * B B
(scm) 0.2~0.4~05(ap<1.5mm) | 0.3~0.7~1.0{@p<1.5mm) | 0.4~1.0~15(ap<1.5mm) o 100~160~220 [ 100~160~220
288 Die Steel 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) A1 Y * _ _
(SKD/NAKZ) (~40HRC) [ 0.2~0.3~0.4(ap<15mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) e 80~140~180 | 80~140~180
288 Die Steel 0.15~0.3~0.5@p<1.0mm) | 0.2~0.5~0.8(@p<1.0mm) | 0.2~0.6~0.9(ap<1.0mm) AR ¥ * B B
(SKD/NAK) (40~50HRC) | 0.15~0.2~0.25(ap<1.5mm) | 0.2~0.3~0.45(ap<1.5mm) | 0.2~0.5~0.7(ap<1.5mm) o 60~100~-130 {60~100~130
F=2FFAMRRTIVAR | (o o7 ap<t omm) | 05~08~1.2ap<1 O | 05~1.0~16ap<1 Om) * %
Austenitic Stainless Steel 05~1.2~18 - -
(SUS3042) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(2p<1.5mm) | 0.4~0.8~12(ap<1.5mm) 100~160~200 | 100~160~200
;’?’Tff_‘r"’;ml 05~07~082p<1.0mm) | 0.5~0.8~1.2(ep<1.0mm) | 0.5~1.0~1.6(aps1.0mm) o5zt i} *
artensitic stainless Steel 0™~ 1.27 1. - -
FL (SUS403) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) 150~200~250 180~240~300
:ﬁ&ﬁ{bf?s-:-:;x? S 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) 05~1.2~18 *
Tecipitation Haraened Stainless oteel PR < AR < . < Solng W g 90~120~150 - - -
(SUS630%Z) 0.2~0.3~0.4{ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm)
1'% Gray Cast Iron | 0.5~0.8~1.0(@p<1.0mm) | 0.5~1.0~15(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) U\ G~2 7 B * B
(FC) 0.2~0.4~0.5(ap<1.5mm) | 0.3~0.7~1.0@p<1.5mm) | 0.4~1.0~1.5(@p<1.5mm) o 120~180~250
5754 LER 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(@ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) *
Nodular Cast Iron 05~1.2~1.8 - - -
(FcD) 0.2~0.3~0.4{ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) 100~150~200
NiEf#eS 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap<1.0mm) | 0.2~0.6~1.0(ap<1.0mm) 02~08~12 * B _ ¥
Ni-base heat resistant alloy  |0.15~0.2~0.3(ap<1.5mm) | 0.2~0.4~0.6(@p<1.5mm) | 0.2~0.5~0.8(ap<1.5mm) T 20~30~50 20~40~-50
F& &% Titanium Alloy | 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap<1.0mm) | 0.2~0.6~1.0{ap<1.0mm) A~ >* _ Y _
(Ti-6AI-4V) 0.15~0.2~0.3(ap<1.5mm) | 0.2~0.4~0.6(ap<1.5mm) | 0.2~0.5~0.8(ap<1.5mm) R 40~60~80 30~50~70

XNIEMASE. FIYVERITEAMITEHERERLET,

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

X UBIREFORFIFERERGFORMEZRLEY, EEOMIRTICHLT, THIRE, *)ZBERNTHBL LS,

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 EOLWANEDOLDROFLEIC T EIFINT 21T 5358 1d, — N /W DX Z1z=0.1~0.3(mm/t) LAIZRE L TLIEE LY,

When finishing with LD type and FL type with wiper edge, reduce feed rate to fz=0.1-0.3mm/t or less.
X BT3OHH DY =V I TR 3, XY E HER A D25% U T DR EZHERLET,

For machining center equivalent to BT30, reduce feed rate to 25% or less of the recommended condition.

XOBMIEFIEABMISHARR I YR —0 =S b BB LET,

For slotting, internal coolant or center through coolant is recommended.

K SE1HEER / 1st recommendation Ve :SE2#%8 / 2nd recommendation



High Feed Cutter M FH

ﬂuI7°D 95AJ:®5$:1|£|\ (i&MRo):ﬂ?‘E) Note for Machining Program (Approx. R)

By LE EEENIED

AR o & FyTIRR |DREA r ()| ERR(mm) T~ 7 RARHA (°)
Shaj Hold Insert Cutting ed I A R K(mm) incinati
RS @leEr == utting edge angle pprox. . Max. inclination angle of
Ulminziefilze (e workpiece at contouring
EBRNIBD GM 10° 3.0 0.85 90°
T—UmAENAC)
Max. inclination angle of MFH:----10---- FL 14° 3.0 0.89 80°

workpiece at contouring

LD 14° 3.5 0.69 65°
GM 10° 3.5 1.37 90°
MFH:---14---- FL 13° 3.0 1.36 80°
HIWELE K
Cutting edge angle  Approx. R Unmachined part LD 16° 5.0 1.06 65°

ﬁq'&) 5%&7]!] I (57 e ~/77.'"] I) %% §E Reference data for Ramping

MFH..._10_... MFH..._14_...
#y9ESD(mm)| 55 | 28 | 32 | 35 | 40 | 50 | 63 | 80 AnvyESD(Mm)| 50 | 63 | 80 | 100 | 125 | 160
utter dia. Cutter dia.
RAERBE RRERBE
Qmax (°) 5 | 45| 4 | 35| 3 |25 | 2 1 A max (°) 2 | 1.8 | 1 0.5 | 0.4 | 0.2
Max. ramping angle Max. ramping angle
tan a max 0.087|0.078|0.070|0.061|0.052|0.043|0.035|0.017 tan Q max 0.035|0.031|0.017{0.009|0.007|0.003

%ﬂw%&ﬂﬂl (5‘/l:°‘/77Jl]I) 0)53‘:,%#—‘? Tips for Ramping

RDEAIN TDAE I Amax LU FIZERTE LTLFZE LY, Ramping angle should be under amax (maximum ramping angle) in the above cutting conditions.
° %‘) 1F70% A T%E8 fc\: L/—CEQE LTS U)o  Feed rate should be under 70% of the above cutting conditions.

L
RAEMNAEIZLS
BAMRSLOGER . 3
Formula for Max. cutting length tan a max

(L) at Max. ramping angle ap

AYAILIIDER R Tips for Helical Milling
ANYAIVINIRF I RN~ BRARIMIANBERRNTIERC/ZS0  For helical milling, use between Min. cutting dia. and Max. cutting dia.

= o = ¢Dh(INITARERE)
XBRAXMIBF—/N— X BRI TERE Cutting diameter

Over Max. Cutting Dia. Under Min. Cutting Dia.

MIAME

? Cutting direction
|

s
2
AN ANRDISEHTES RROHY 5% LEBA R T IZFH T
Center core part remains after machining Center core part interferes with toolholder C(u:lti;g[ilalrg:t)er

= = BB DEHRENIRAHMTIAASTEUTISRE LTS L,
E:U § EEIJ\Z“]IREE HE*’JDIRE& Sinking depth (h) at helical milling should be under Max. ap(S) in the cutter dimension chart.
older Min. cutting dia. Max. cutting dia.
Ny ARG REFEYD (572 R) L5 ICLTLIEE L (ERZER)
MFH:---10--- 2xD-18 2xD-2 Down-cut milling is recommended (see the figure right)
MFH:----14--- 2xD-25 2xD-2 T —T7ILIEY (3 HERRHEDE0%ICTIF TS L,
BT Unit tmm Feed rate should be under 50% of the recommended cutting conditions.

IS HENZBAEDH ) ETDOTEEARBE T TMIL TS,

Be careful to machine in a safe environment to avoid accident caused by long chips.




F U U ‘/771!]10)53‘:%“,'.5\ Tips for Drilling

GM B LD & FL 8
B & BAMT EENFBLES BAMT EENTELLS - EENTIELLS
poder RS Pd Min cﬁ?g\ﬂftl{ffz(r flat A< Pd Min cﬂﬁﬁﬂﬁjﬂﬁ ?c(yr flat 3 [ Min Cﬁ:ﬂ;"ﬂ%{ﬁ ?‘Er”at
Max. cutting depth . bottom surface Max. cutting depth ’ bottom surface Max. cutting depth : SEitter ST EGE
MFH:+--10---- 1.5 D-18 1.5 D-14 15 D-15
MFH: =14+ 2 D-24 2 D-18 2 D-19

7 unit *mm

. ¥

N -

FOERa7
Center core

[KUU> 2 DFRE] Drilling depth

D Pd EEZZSBZEN, (PAd:TRAMIEEEIRT) Please see Pd (Max. drilling depth) in the chart.

[ NUM) 771%0)%% ] jJUI] Traversing after drilling

@ POERDAT (HIWIZLER D) BB SN B LT 7T —7 L&) 2 HEEZED25% U TICLTEE L,
PiL Reduce feefi rate 25% or less of the recon;\mended conditions until the center core part (unmachi‘ned part) is removed.

@ KUY INIE G EA RO EERY Y XY EE% F=0.2mm/rev) L TIZL TS,

When drilling, reduce feed rate per revolution to under f=0.2mm/rev.

¢D

IN—=FHIL (T F52) IZ2UT Vertical milling (Plunging)
e) (—?jj)b (7°5V9) jJth\E_[ﬁE’CT Available for vertical milling

IN=FHIL(FF2 )L vertical miling (Plunging)

FyTHE RAEIAA (ae)
Maximum Maximum Width of Cut (ae) N—FHILINTEDZEY L;tfz:O.2(mm/t)J;(Wt:
— BE LTS,
SOMT10%Y 8mm For vertical milling (plunging), reduce feed rate to
fz=0.2mm/t or less.
/ SOMT14%! 11.5mm

SRITINIICDULT 30 machining

EERmMIT
Fyv TR 24 224 (IR A EE) IN—=F AN AL Rk
Insert Ramping Contouring Vertical Helical Milling Pocketing
(rising wall angle)
GM O O (907 O O O
LD O A (65°) x x x
FL O A (80%) x x X

CFUTARICES TR/ B L TWAWINIELHY £TOTITIEERLLZS U,
¥/ FLELDDE SR IO HEEHEIZIZHIRLAHY £,

Some applications are not available depending on insert shape.

For FL and LD type, there is a limit of rising wall angle at contouring.

22O ®MiPhone 'UT | o HESOYTIHA LT
D A7 7UT. BEROEELZRALLETY PTURERTY BHOBRECEVCETET
YIEISR ST E fthst RIS EETR App StoreTHwh!! X—RAVIRERET |
S—UVY RUIL SEHIICET B3t E . {18, TU—DEENSRES  App StoreTlEES |zl =t5 T2 | #=
DEFE. B ERECEET, S P TUEAEL TS, RET = S
MIBEEE<ENTEZOT, 5Uh EEBUMRHCOBBUCRI | s,
FA LDBHICH BRI TLEE W, BREFOBENTEXT, XiPadCHBEVETET . http://www.kyocera.co.jp/prdct/tool/index.html
4 N IHI T EICES 9 i SRk
Z{185R 9:00~12:00+13:00~17:00
0120-39-6369 BB RHAEERALTEhFRA
(#-PHSHOLIFIATEET) FAX: 075-602-0335 . .
MAIL:tool.support@kyocera.jp RES hAFv=-9-der5- |
HENBBROA - PBATOEEPY —CABL. BREECEBULZLET.
*PHATORE. ESESMEILFVESICHEVELETET,
—_— = TN
(Y KYOCERD #ezznzie
< 7612-8501 RAHRERARTIREICE!
\_ / TEL:075-604-3651 FAX:075-604-3472

CP321-4 CAT/6T1410GPH



