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Hi efficiency Notched and No-hand insert for MSRS90
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Notched insert reduces cutting force reduction at the first pass
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Various expansive possibilities. Available for various type of application with custom'order cutter
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MSRS90

Multiple Cutter

MSRSOO0BIpisE | * et

Features of MSHS00 168, DERI X AR (280, 51 00) HIBES 1 /T

4-stage type (#80,0100) available in addition to 1-stage and 2-stage types.
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Hi efficiency cutter with low cutting force and small vibration
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Smooth chip evacuation
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MEGACOAT for long tool life

Hi efficiency Notched and No-hand insert
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Various expansive possibilities due to no-hand insert with corner-R
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MEGACOAT with high strength and fracture resistance for
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Notched insert for low cutting force ﬁlj‘ Aa}ﬂ%@#ﬁr%ﬂi,ﬁtb *Dbulb\j’ .
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Second land improves the cutting edge strength and notch reduces the cutting force
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For right/left hand
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Available for various cutting angle 1E;Eﬂ/ *ﬁﬁﬂ*

Cutting edge length 18mm {’JJ 3\] &ﬁ@ New design
.1&?&??[.(:‘77{#:&9:‘77@;{7]%) Low cutting force (effect of notched insert) Edge preparation
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Insert cross-section.(Available for various type of application with new Inserts)
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At Purpose 3 notches 4 notches Without notch
ik »
General purpose Eﬁj I/_jj
% 1 jﬁﬁ Standard type

1st Recommendation
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Low cutting force oriented Low cutting force type
—wIIEUILER L
HIREEBR | (<yosyTeonmeTs '
Emphasis on edge strength Without notch

(Possible to use notched insert)
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Various expansive possibilities (custom order and standard)
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Side cutter
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Plunge cutter
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High feed cutter
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Tapered cutter
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Back milling cutter
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Shaft length determination
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Right hand cutter

Left hand cutter



.MSRSQOE! MSRS90
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Rake Angle

AR.
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+7°

-10°

.m) ljg‘lviﬁ Holder dimensions

E!E E _§ E% }IJ é Eﬁ %‘u T_I‘if(mm) Dimension(mm) ‘ﬁ;‘;é‘ {%%
Pescription L &Z L ﬁzc oD | od |od1|ed2| H | E b | S |od3|ods|ods|ode| G A% W
90080R-1-4T ® | 4| 4 i 165 fig.1| 1.4
5 90080R-2-4T ® | 8| 4 | 2 |80 3175 27 | 18 32 127 31 fig2| 1.2
5'7 90080R-4-4T ® | 16| 4 | 4 85 60 fig3| 1.5
2
e 90100R-1-6T ® 6| 6 | 1 - 16.5 fig.1| 2.3
1|2 90100R-2-6T ® 12| 6 | 2 |100 39 | 21 31 fig2 | 2.1
ﬁg 90100R-4-6T Z 24| 6 | 4 38.1 9 159 60 fig.3| 3.2
F:.‘IB £ 90125R-1-8T ® |38 | 8 16.5 figd| 2.6
= =z 125 55
3 90125R-2-8T = 16| 8 31 fig5| 2.4
z 90160R-1-8T ® |38 | 8 16.5 fig.d | 4.3
= 160 | 50.8 | 70 19.1
jal! 90160R-2-8T = 16| 8 38 31 fig.5| 4.1
11 90200R-1-10T | @ | 10 | 10 16.5 fig.6| 6.7
e 200 60
L 90200R-2-10T | & | 20 | 10 31 fig7 | 6.6
2 1016 18 | 26 - |3
= 90250R-1-12T | @ | 12 | 12 16.5 fig.6 | 12.6
E 250 |47.605 - 25.4
: 90250R-2-12T | & | 24 | 12 31 fig.7 | 12.5
2
90315R-1-14T | @ | 14 | 14 165 fig.8 | 16.1
315 17 | 27 | 22 | 32 | 25
90315R-2-14T | = | 28 | 14 31 16.0
90080R-1-4T-M | @ | 4 | 4 o 165 fig.1| 1.3
5 90080R-2-4TM | @ | 8 | 4 | 2 |80 | 27 | 20| 13 24 12.4| 31 fig2 | 1.1
5', 90080R-4-4T-M | @ | 16 | 4 | 4 85 60 fig3| 1.4
2
& 90100R-1-6TM | ® | 6 | 6 | 1 . 165 fig.1| 2.2
) 7 - -
2 90100R-2-6TM | @ | 12 | 6 | 2 [100| 32 | 45 30 14.4| 31 fig2| 2.0
3 90100R-4-6T-M | = | 24 | 6 | 4 0 60 fig.3| 3.1
piE 90125R-1-8TM | ® | 8 | 8 16.5 fig4| 2.6
& = 125
= 90125R-2-8T-M | = | 16 | 8 31 fig5| 2.4
g 40 | 55 33 16.4
g 90160R-1-8TM | ® | 8 | 8 16.5 fig.6 | 4.2
5 160 66.7 14 | 20 - |28
s o 90160R-2-8T-M | = | 16 | 8 31 fig.7 | 4.0
N 90200R-1-10T-M| @ | 10 | 10 165 fig.6 | 6.7
A 200 60
f 90200R-2-10T-M| = | 20 | 10 31 fig7| 6.6
P 1016 18 | 26 - |32
2 90250R-1-12T-M| @ | 12 | 12 165 fig.6 | 12.6
E 250 | 60 | - 40 5.7
= 90250R-2-12T-M | = | 24 | 12 31 fig.7 | 12.5
£
90315R-1-14T-M| @ | 14 | 14 16.5 fig.8 | 16.1
315 17 | 27 | 22 | 32 | 25
90315R-2-14T-M| = | 28 | 14 31 16.0

O IFHETEE @:Standard Stock

5252 5 Made to Order




.5@'35“)7 Applicable Insert

i (mm) BE()
ﬁg:{k g!g Dimension Angle MEGACOAT
Shape Description
A T od re a PR1230 | PR1210
SPMT 180616EN-NB3 o ([
By
3 notches 18 6.35 6.8 1.6 11°
SPMT 180616EN-NB4 [ ] [ ]
4 notches
SPMT 180616EN-NB3P ([ (
3 n()l?}%gyg&qgltla}g (Jj“%%]l e
S — 18 | 635 | 68 | 1.6 | 11°
SPMT 180616EN-NB4P { ] (
A= O E EIRHE
4 notches Low Cutting force type
77’%[ SPMT 180616EN-V 18 6.35 | 6.8 1.6 11° [ ] [ }
W%}%?t%ﬁ}téh e —TJ
O:1Z#7EE @:Standard Stock
.:wﬁ{{ti?’-‘yjo)ﬂﬂﬁb‘iwii%‘\ Caution when installing notched Insert ’ XTI RIES No. of Inserts
1) I —
=y fdFyTlE. ELLMIBICHRIT 2 BBHSBOET . BB BICER I 1 Ba . TRE DE%EOH Nﬂ%ﬁn N}J?LJ ﬁ%ﬁe ZYIFE Notched
BESR TRV REDIBSOFERICEDE I DT TERTEL\. MSRSO0EUC G =y I Fv TH NB3(P) | NB4(P)
HBRETZIENDF Y TS EREFECZIEIENTVE Y.
It is important to install the appropriate notched insert into the correct position. Failure to do so may result in dam- MSRS 90100R-1-6T 6 1 3 3
age to the cutter body. The appropriate insert is marked on the pocket of the cutter body. 90100R-2-6T 12 6 2 6 6
Fv I OBYFI 5% @ P5&H8 How to install the insert Refer Page 5 90100R-4-6T 24 4 12 12
.gBlh:I:Il Spare parts
Ellu':l': Spare Parts
9507201~ LUF os—% 950TAVa— |  LUF | GSEFLA | 7-) AR
Clamp Screw ‘Wrench Cartridge Clamp Screw ‘Wrench Anti-seize Compound | Arbar Clamp Screw
RIZE MAP-1806M | MAP-1806S
Description \) % m \) 4’,/
E | ol | (B 7
(EXNDHER)
(Only bottom edge
should be used)
£l Z|MSRS 90080R- O -4T HH16x45
£
4 S|MSRS 90100R- O -6T - - - - HH20x55
i 2
U Z|MSRS 90125R- O -8T
o 5| MSRS 90160R- O -8T MAP-1806M * '|MAP-1806S *?|SB-40140TR DT-15
rE -
L S ! Y—hoS VTR LD 3.5Nm
it § 90315R- O -14T for Cartridge Clamp Tightening Torque
= SB-60120TR| TT-25L MP-1
,‘?‘_ 2|MSRS 90080R- O -4T-M HH12x35
S =~
4 <|MSRS 90100R- O -6T-M ﬁ?ﬁfy’??@ .
n 2 bk . m
li £ |MSRS 90125R- O -8T-M for Insert Clamp Tightening Torque
o %|MSRS 90160R- O -8T-M MAP-1806M * '|MAP-1806S *2|SB-40140TR DT-15 -
-
LS ! Y—h5Y TR HifdhILs 3.5Nm
=) artri g Tig ing T
it g 90315R- O -14T-M Tr artridge Clamp Tightening or(‘que

i) *1:MAP-1806MIZMSRS90..R-1. EHMOO -4 T,
*#2:MAP-1806SIZMSRS90..R-2(4) .OEXN (1B EAOT —4 T4, AT —2EEH (1 RBE)DAIERLET,
Note) *1: MAP-1806M is only for MSR90..R-1..cartridge
#2: MAP-1806S is only for MSR90..R-2 (4)..bottom edge (1st stage) cartridge. This cartridge is used for bottom edge (st stadge) only.

A7 =42 HE ATr—282KN00 7T 29 1 —TEELETH  MIHICRIDICETE T BT 12— 258, ZDEHI—FH DT 12— %O FITTF I,

How to attachcartridge:To fix the cartridge, tighten the slant screw at first, then tighten the other screw.

D
%7;&1#57511’.%”(MP'1 WEF VT EEIET . VT T A7) 1—TECEH L TIER T I,  Coat Anti-seize Compound (MP-1) thinly on clamp screw when insert is fixed.



. ? ‘y j@ﬂ?{j lj-jlj_if How to install the insert

.:‘y71qia:‘yjﬂy1q(jta)ii§ﬁi\\ Installation of Notched Inserts
RIVIREDEFETF VT LEOHFHEUICEDERICEUT T TFEL,

When installing the inserts, match the insert’s top surface number to the number on the holder

g&?b“‘ﬁ U Same number ol E
ﬁ%h‘ﬁ‘ U Same number

. 9:“/ j’;&m?mﬁ Insert Replacement Procedure

-I ?Wjﬂy{‘jljgﬂa)\ t)J D <§“%0) j‘Elgﬁﬁilcﬁﬁfbt—Fé L\o Remove chips or any dust from the insert pocket.
2?W7@HY{@U lg N ;ETT‘yj% (-FEIC) ?ﬁ LI% ttﬁ;(:%% L/t-F_L'C L\o Install inserts by pushing down the insert with a finger.

3?W7@HY1¢U lg N 1‘—}’%@1-?2 l/ya: (TT'25 L) 7&:“1%}%-[:3(/\0 Please use only the attached T-wrench (TT-25L) for insert installation.
MBS DLUYF T FYTHEEICT SV TTEREWV(RUDHED) BlgEMN S DET,

Inserts might not be clamped properly when using a different wrench.

— FyvIOSTH
— | #fIFRILT 7.5Nm

for Insert Clamp Tightening Torque

FELVF(TT-25L) 2 HELYFLSDF|

Attached T-wrench (TT-25L) Other wrench

4.FvTEF I, FvTEOT —5 (I ER) BICE—RINEVNC EZ TS RS0,

After installing the insert, ensure there is no gap between the insert and the cartridge.

B:?:F&%LI No gap

5. —EMIENi. BEMBLYFTEULRDEINEGEZHIT ITHHULET,

After each use, additional clamping is recommended using the attached T-wrench.



. ;Eﬁt)] ﬁu%1¢ Recommended Cutting Conditions

3ED (MM/1) Feed Rate (mm/t) EDHIRE (m/min) cutting Speed (m/min)
. eI —n EiEHTL—7 MEGACOAT

Szt e T e

NB3+NB4 NB3P-+NB4P PR1230 PR1210
;ﬁﬁﬁm&ﬂmu (85 0.1-0.2~0.25 0.1-0.2~0.25 ; 20~1§0~220 1 20~17§0~220
PR (5xxCS) 0.1-0.2-025 0.1-0.2-0.25 100~1;0~zoo 100~1§0~2oo
SEM(SCMS) 0.1-0.15-02 01-0.15-02 100~1;0~2oo 100~1§0~2oo
ELEES 01-0.15-0.2 01-0.12-0.15 100~1§0~180 100~1§0~180
e e 0.1-0.2-03 0.1-0.2-025 100~1§0~25o 100~1§0~25o
gl i) 0.1-0.2-0.25 01-0.18-02 100~1§0~220 100~1§0~220
A7~/ (SUS304%) HEELE A Not Recommended
PIL=4R HEELFEE A NotRecommended

KB 1HESE Yo EE2H#E3E 15t Recommendation ¥¢:2nd Recommendation

.%T?H!r%SI’_I_\} bg“iﬁﬁ Various custom order cutters

EiXbAvy

High feed cutter

TS5Ihvd

Plunge cutter

45°71—A=)b

45 degrees face mill

2 AV Nk

Tapered cutter

RIS LE-VLALA-F v TERHE.

CEE(CRUTERIVY DRIETRIRET T,

Various types of cutter design available to meet with your conditions, such as cutting diameter,
cutting angle and cutting edge length (stages), etc.
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Side cutter
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WD TEB cose stuaies

FCD450

EESEFEBGR Industrial parts
WS EF W Cutter and inserts
MSRS90100R-1-6T(2100 -6#X)

SCM420

FEHEEB AR Construction machine parts

WA EF W Cutter and inserts

MSRS90125R-1-8T(g125 -887)
6 edges 8 edges
SPMT180616EN-NB3/NB4 SPMT 1806 16EN-NB3/NB4
(PR1210) (PR1230)
‘Ve=150 m/min T ‘Vc=200 m/min
-ap X ae=6 X 65 mm Machining gt -ap X ae=10 X 50 mm
«fz=0.15mm/t «fz=0.Tmm/t
(Vf=430mm/min) (Vf=400mm/min)
fIb< FHEHE258cc/5 O tID<FHHEE200cC/% O
Chip removal 258cc/min. Chip removal 200cc/min.
| =
et amB 10700/ et amc 18300/5
fER

- MSRS9O0I&. ittt @B TR 2SI CME) =
- it RBIE. ap X ae=3 X 65mmaD2) CATHIT
MSRS90I& 1) CRTOINTHETEE

- I ASREODIEHESEIR

Results
- MSRS90 doubled the cutting efficiency compared with comp. B.

+ Comp. B machined with 2 passes (apxae=3x65mm). MSRS90 machined with only 1 pass.
- Cutting time reduced

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

TER

- MSRSOOIE. ittt @RCICHADNTRESRNY 1 & C[a)k

- it ClE. ap X ae=5 X 50mm
AMttRCIF2I—FFvIDfesh. RN = AN /3ICHE
MSRSOOIFHNTREZE”Y T F CTHL I T IRNOHEE

Results

- MSRS90 improved cutting efficiency to 1.3 times compared with comp. C.
- Comp. C: apxae=5x50mm

- Tool cost reduced to 1/3 since comp. C is 2-cornered insert.
MSRS90 reduced machining cost as well as improving cutting efficiency.

(21— —4RDFHMAICKD) Evaluation by the user

SKD

SNCM —
ﬁﬂﬁgﬂﬁ: Ship parts %Eé',gﬂﬁ': Power generator parts
7]“)9&9;“/7 Cutter and inserts 73“/9&9‘“/7 Cutter and inserts
MSRS90160R-1-8T(z160 -8#7) MSRS90125R-1-8T(g125 -887)
8 edges 8 edges
SPMT 1806 16EN-NB3/NB4 SPMT 1806 16EN-NB3/NB4
(PR1230) (PR1230) T
V=150 m/min V=160 m/min == —
-ap X ae=10 X 10~50 mm -ap X ae=10 X 0~20 mm IJ g LEI%
«fz=0.Tmm/t «fz=0.15mm/t :
(Vf=240mm/min) (Vf=500mm/min) PR RN
tID< FHEEE 120cc/9 O 12@/C O
Chip removal 120cc/min. 12 faces /edge
it @D 60cc/53 fthtt RE 8E/C

Comp.D 60cc/min. Comp.E 8 faces / edge

fER

- MSRSQO0(&. fiittEDICH I TREERN 2SI Ca)

- ftittARDIE. ap X ae=5 X 10~50mm
=MSRSOOIFYIHHEHAMEL Vb, aphfs| HATTAE

- PIHEEE D7y 7 (Ve=100=150)ICH0A .. apDfStEhiaTEE
SINTREER” Y T (N L ASREHE) S_ER

Results

- MSRS90 doubled the cutting efficiency compared with comp. D.
- Comp. D: apxae=5x10~50mm, MSRS90 can increase ap twice due to low cutting force.

- MSRS90 can increase ap as well as cutting speed (Vc=150). It resulted in total cutting efficiency
improvement. (time reduction)

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

- MSRSQOIE. fittGREICHEA"EanhY 1 5f5F
MHEREE ap X ae=12 X O~10mm(—i8%2) CATHlT)

A RESPEIERA S TR ININ EHF DI L.

Results
- MSRS90 improved tool life to 1.5 times of comp. E.
- Comp. E machined with 2 pass (apxae=12x0~10mm) with low cutting feed (Vf=400mm/min).

- Comp. E creates large noise due to large cutting force. MSRS90 reduced the cutting force and

R

SH[CrEREFGEDE/ NS LI(V=400mm/min)
=PNTREE YT (LSRG =R

MSRSOOIFZEBICERN (FIHHEHFAVINELY)

MSRS90 improved cutting efficiency. (time reduction)

noise as well.

4 N

(A—Y—4RDFHMAITLKD) Evaluation by the user

Lo e g = i e

{1854 9:00~12:00-13:00~17:00
T#-RE-RE-SHABREMLTEOEEA

0120-39-6369
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