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Small Double Sided Tooling
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New negative insert enables high cost efficiency and stability with double-faced design
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Sharpness even equal to the conventional positive insert Q
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Product Lineup Expansion

o (t FiF~chiJ§lA SKIL—hES!

New! SK chipbreaker for finishing to middle cutting

e 1088+ 7:ENN!

10mm square type shank available

o i~EIEIA GKIL—H d—7R(re)= 0.2mmiEfQ!

Corner R (re) = 0.2mm type available for GK chipbreaker for middle to rough cutting

ADVANCING PRODUCTIVITY
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Prreciust incup Bpension for Simell Denfsis S Toslling
o {t EiF~hlHIAE SKITL—hEi5!

New! SK chipbreaker for finishing to middle cutting

e 108+ 7EM!

10mm square type shank available

o R~FRHHIA GKjl/_jJ d—7"R(re)=0.2mmEjll!

Corner R (re) = 0.2mm type available for GK chipbreaker for middle to rough cutting
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Both edge usable by double-faced Design. Compared to
the positive type, the double-faced design is cheaper and
more stable.
Bt EEEELER (D v—T Ty IitER)
Surface roughness comparison (sharp edge)
2.0

ZHFAT Negative Type
‘ DNGUO080302MFR-U (PR1025) ‘

RIFA T Positive Type
DCGT11T302MFR-U (PR1025) T

0.5

1+ _EE#EE Surface roughness Ra(um)

0 10 20 30 40 50
DT RERE (min)
<GHISME>EIF:S45C Ve=100m/min, ap=1.5mm =0.03mm/rev ;3 Wet
(2441 EEBX) In house evaluation
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Smaller double sided tooling for precision machining
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Small Negative Insert Negative Insert
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.SKjl/_jJ GJ!I%E Features of SK Chipbreaker
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Optimum chipbreaker design for finishing to middle cutting ¢ Periphery ground finish

2 L—ZITPIDLFEIVNO— LT DRYNEIR SHEITTAS(EAR CGHRIBES,

Suitable geometry for smooth chip control High quality G class periphery grinding,

Iy—TIvY

Sharp Edge

= o SRFTIL—HEDSTNAGS v =TTy,
> —J Ty CHHIR OB AESMERTNE I,
Molded chipbreaker with sharp edge.
Lowering cutting force and deformation by sharp edge

FEETNBIR ATy THDRILFICED

L

No constraint of tool posision against tool post into the newly
designed small negative insert.

fESIEtD*?JS‘ 1771'}115' l'o"b‘jlt'/ RILEDTFHDTTRE

entional toolholders for ert possibly interferes with sub spindle.

h&bET,
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No interferance with sub spindle

GiRk(FREH®) DI—F R(re)TERER

VAT AR =nm

Minus tolerance for Corner-R(rg) of G class (ground) insert

M:J—3R(re)Di[¥ A FARE]IZERT

M: indicates minus tolerance for corner-R(re)

Jd—FR(re) = EmiaTR

Comer-R(ré) (m Corner-R on the drawing

S2RP o
CNGUO70301MFR-U || CNGUOTO30IMER - U

’ PAFHh—=FFD
With Honing

’ PAF—TTvy
Sharp edge

’ FvITDBF ‘ gy—mw: ’ FvTOBF ‘ ’ 7u—tﬂ/4x

ker shap caker shape
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N t)J b < Tﬂiﬂﬁﬁlﬁl Chip Control Range

MiR3:RTIL—7A
Molded Chipbreaker (M-class)

[Fh~FEF. 1D < FAUIEER]

GHR3RTIL—7
Molded Chipbreaker (G-class)

(fEEF~rmh, 1D FURELF]

ﬁﬁgjl/—jj Ground Chipbreaker
{*EEE*E] Precision oriented

Chip control oriented (for finishing to middle cutting) Chip control oriented (for middle to rough cutting)
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B 1= B 1= B 1=

1 1 1 1 1 1 1 1
0.05 0.1 0.15 0.05 0.1 0.15 0.05 0.1 0.15

1%4) f(mm/rev) Feed Rate 3&+) f(Mmm/rev) Feed Rate 34) f(mm/rev) Feed Rate

T\"NIN

# SK GK U/F SK

Steel X
Stainless
Steel
T EnT SehnT ftEmT SehT
Finishing Roughing Finishing Roughing
tIRlIsEE = JU—hlE BR
Cutting Range Name Design Advantages
“ e 827~ L 2SI OYI0 < SUIBEEIEAYIEI 2R
ftElF~rn SK [ RIFVIICEEH T DUINRZERIER,

Finishing-Medium Realizing chip evacuation and low cutting force for machining steel and stainless steel.
Equivalent of cutting performance against positive insert.

13°f;r\ 1

0.06,

Feii C T U—ARYRELWWID S FIRT KD, LEE T K FILERF

Good chip evacuation at wide range by breaker dot and wide chip pocket.

FR~5 GK

Medium-Roughing

666 ¢

= 18 YIb<FOFNZE IO — )L L. RIEFEIAIN AT RE,

Finishing F § Fﬁ/ Good chip comrol,;gr finishing to light cutting with low cutting force. R

{E3%D TS B0 THIABBAZEL THEID< S7HREIC T NO— UL, R4 AT e
Low Feed F_r/ Good chip control at low feed rate and varied ap with low cutting force.

OPR1005: Rl A

For free cutting steel

SEEEMORAICKD. MEFEEZ R L

Better wear resistance due to high hardness substrate

MRS

Recommended Cutting Conditions

O®PR1025:—ixi#i- A7 L AR

For steel and stainless steel

SEEN B DFRAICKD. MiRIEEZ [ L

Better fracture resistance due to high toughness substrate

HPR1025/1005&8H\EE YT

Application range map for PR1025/PR1005

s *Z E Grade =
ol S
‘Work material High speed m‘”
PR1005 PR1025 )
e et i
Free cutting steel C(BONTS(?;I“ Medium speed rl‘] 025
s \
PR il Ve 1(%?n/min Ve 1(311/min
Carbon Steel / Alloy Steel = = p
arbon Scel / Alloy Stee oo o = PR930
2FYLAH ot
Stainless Steel Vc=100m/min Eﬁ Continuous gﬁﬁﬁ Light interruption Eﬁﬁﬁﬁ Heavy interruption
60~150) NTRE
0 BRI e e/ 5 1 AR Light interrupted to continuous / 1st recommendation Application @Q @ @ @ @
@ﬁ%ﬁﬁiﬁﬁ/ﬁ%&ﬁ Light interrupted to continuous / 2nd recommendation
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.EEEEQE Stock Items

EEMTE
—_|'=§ (mm) . ont ' Stock Grades
ﬁ; :lk My imension(mm = A
S,hape gg X E |:,VDPEID c;:e'g /7
Description
P = g _
BEIEF TREBER ERT Az =2 & | 2-FR | PR1005 | PR1025
Right-hand Shown IC. JCess o Y
CNGU 070301MF-SK <0.1 °
070302MF-SK 7.5 3.18 3.6 <02 °
B~ p—T Ty
Finishing-Medium / Sharp Edge
CNMU 070302E-GK 0.2 °
070304E-GK 7.5 3.18 3.6 0.4 ° °
P~FE k- UH
Medium-Roughing / With Honing
< CNGU 0703005MFR-F <0.05 ° °
070301MFR-F <0.1 ° °
. 070302MFR-F 7.5 3.18 3.6 <02 ° °
P, A 070304MFR-F <0.4 ° °
Finishing / Sharp Edge
CNGU 0703005MFR-U <0.05 ° °
070301MFR-U <0.1 ° °
070302MFR-U 7.5 3.18 3.6 <02 ° °
S, A 070304MFR-U <0.4 ° °
Low Feed / Sharp Edge
CNGU 070301MER-U <0.1 ° °
070302MER-U 7.5 3.18 3.6 <0.2 ° °
070304MER-U <04
sk b=t
Low Feed / With Honing
@ o DNGU 080301MF-SK <0.1 °
080302MF-SK 7.0 3.18 3.6 <0.2 °
080304MF-SK <0.4 °
e~ —TIyY
Finishing-Medium / Sharp Edge
o DNMU 080302E-GK@ 0.2 °
@ 080304E-GK 70 3.18 3.6 0.4 ° °
]
Medium-Roughing / With Honing
o- DNGU 0803005MFR-F <0.05 ° °
080301MFR-F <0.1 ° °
v 080302MFR-F 0 3.18 3.6 <02 ° °
i 080304MFR-F <0.4 ° °
Finishing / Sharp Edge
DNGU 0803005MFR-U <0.05 ° °
080301MFR-U <0.1 ° °
080302MFR-U 7.0 3.18 3.6 <02 ° °
i 080304MFR-U <0.4 ° °
Low Feed / Sharp Edge
DNGU 080301MER-U <0.1 ° °
080302MER-U 7.0 3.18 3.6 <0.2 ° °
080304MER-U <0.4 ° °
&kl h—=2 T8
Low Feed / With Honing
2
Z TNGU 0903005MFR-F <0.05 ° °
0 090301MFR-F <0.1 ° °
® 090302MFR-F 5.56 3.18 3.0 <02 ° °
Bl 090304MFR-F <0.4 ° °
Finishing / Sharp Edge
/ TNGU 0903005MFR-U <0.05 ° °
_ 090301MFR-U <0.1 ° °
090302MFR-U 5.56 3.18 3.0 <02 ° °
— 090304MFR-U <0.4 ° °
Low Feed / Sharp Edge
/ TNGU 090301MER-U <0.1 ° °
- 090302MER-U 5.56 3.18 3.0 <0.2 ° °
090304MER-U <0.4 ° °
&kl h—=2 08
Low Feed / With Honing
<O—FR(re) T EN TES(151:<0.05. <0.1. <0.2%) CRREINTWET . Fy 7. A—FR(re) P Y1 F AR EDHRERLET, @271 E @:Standard Stock

*Inserts whose corner R(r &) dimension is expressed with less than sign (e.g.: <0.05, <0.1, <0.2, etc.) indicate models with minus tolerance for corner R(r €). 4
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.SCLN;_—:E (9H:|:'ﬁﬂu'ﬁE7J|]I Extemal/Facing)

5 HEI<VAE-6°
Traverse rake angle
OITEER6
T @ o Cutting edge inclination angle
95°
L2
L1
T
SRl |
ARIZEBF(R)ETT Right-hand Shown
.I-IU l\/g“viﬁ Toolholder Dimension
nB =] ; e
s @b Ol Spare Parts
;z(mm BY [pmye S
TJ-Dliée(nsion ) %i 9597° 29U1- LUF
il 3 TE Eg Clamp Screw Wrench BeFvS
Description Stock lll g Applicable Insert
Hizh| B | L1 | L2 | F1 Mz E /
SCLNR 1010K-07FF @ ([ ] 10 10 120 10
1212F-07FF ([ ] 85 CNGUO0703..
1212K-07FF ° 12 12 10 15 12 0.2 | SB-3080TR | LTW-10SS CNMUO0703..
1616K-07FF [ ] 16 16 16
1 4 .
BSD LNE:J (91‘1%'15& LUJ[II External/Copymg)
30° EIKVAE-6
_\7 Traverse rake angle
= IAEER-7
e o Cutting edge inclination angle
) Jes
L2
L1
90°
< ‘ T
ABI3ERF(R)ER Y Right-hand Shown
.I-IU IJQ“T_ﬁf Toolholder Dimension
o 2 )
- Bl On Spare Parts
N ya(mm @ w =0 N
_-rDli§e(nsion ) E/‘% 9397° A9U1- LF
i) § ?:EE -'l\ Rl Clamp Screw Wrench 3 Ea’_\yj
Description Stock M £ Applicable Insert
Hizh| B | L1 | L2 | F1 s E’ /
SDLNR 1010K-08FF @ [ ] 10 10 120 10
1212F-08FF ([ ] 85 DNGU0803
12 12 1 12 2 B- TR | LTW-1 -
1212K-08FF ° 1 8 0.2 | SB-3080 0SS | PNMU0803..
1616K-08FF o 16 16 16
1 PA
. STLN ’_—:Flz'l (7+1§7J|]I Exlernal)
52 EIKVAE-6
T Traverse rake angle
= A PIRERE-T
[ u.i @ Cutting edge inclination angle
95°
L2
L1

T

ABI3ARF(R)ZRY Right-hand Shown

.m) bﬁ‘v;ﬁ Toolholder Dimension

T_|' :f(mm) o~ I::I:B |:|=|I:| Spare Parts
Dlimcnsion Ec:‘_:g/ 75)70 ZQUJ' lfj}
g! § EE =~ Clamp Screw Wrench ﬁa’-‘yj’
Description Stock |l| g Applicable Insert
Hi=sh| B | L1 | L2 | F1 o= " /
STLNR 1010K-09FF @ [ J 10 10 120 10
1212F-09FF [ J 85
1212K-09FF ° 12 12 12 15 12 0.2 | SB-2570TR | LTW-8SS TNGUO0903..
1616K-09FF [ J 16 16 16

@: 12475 E @:Standard Stock
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> pin
*Vc=120m/min — ._'
PE—
e«ap=1.5mm
o I I A 1.~

+f=0.08mm/rev s E
BT wet |

5 15 R

CNMUO070304E-GK 4,8001@/F 7 (43—7) 4,800pcs/insert

(PR1025)

fth#tFRAA (DCMTS 1 J)

Comp. A (DCMT type) 2,40018/Fy7(23—7) . 2,400pcs/insert

*Zw 77U Nipple
*\V/c=88m/min
*ap=1.0mm
+f=0.05~0.08mm/rev
T wet

DNGU080302MF-SK
6,0001Bl/F 7 (43—7) 6,000pcs/insert
.

(PR1025)

fth#tmB(DCMTH 1 ) . _ . )
Comp. B (DCMT type) 2,000f8/F»7(23-7) [ 2.000pcs/insert

1t RADCMT A TR L, 1 T—FHHDDINTH#HIEEE
THoED.PR1025ERAYATDE. FyvIT1{EHDTIE
2EDINIEEF o,

Against competitor A (DCMT type) performed same machining number per edge. However of

negative insert, double machining numbers were achieved per one insert due to negative type of
PR1025.

(A=Y —4%DFHMIT K D) Evaluation by the user

ftittFEB(DCMTS - )13 1,000/ 3—7 (2,0001@/Fv )
(L. PR1025D I EFEnl. 1,5001@/31—7(6,0001@
/FvNETD—FHOTI.5E. Fy T EHEDTIEIEICE L
Ui,

Against competitor B (DCGT type) 1,000 pcs/edge (2,000 pes/insert), PR1025's tool life is
improved 3 times per insert and 1.5 times per edge as 1,500 pcs/edge (6,000 pes/ insert).

(A—Y—HRDFHEICK D) Evaluation by the user

o2 T shatt
*Vc=110m/min
«ap=1.0mm
f=0.1 Tmm/rev

0
BTV Wet =

012.5
I

27— spool
<ﬂ6%5ﬁ Diaﬁmmponion>
*\VVc=66m/min
«ap=1.25mm < - °
«f=0.025mm/rev L ¢ S

ST wet

-I-
N
T

<ﬂ8§Bﬁ Dia $mm ponion> ‘

*\Vc=130m/min le 48 >
«ap=0.25mm
«f=0.025mm/rev
';Ef_l:t Wet

DNGU080302MF-SK

Fo7(43—F)
(PR1025)

/
00pcs/insert

8001E
8

fti#t&C (DCGTH 1 T) . 30018/F»7(23—7)
Comp. C (DCGT type) 300pcs/insert

Tkt LEHEE0.8umRa

DNGU080302MF-SK

(PR1025) 60’000151/9:'77(4:'—7') 60,000pcs/insert

i1t @D (DCGTH 1Y) (07— . :
Comp. D (DCGT type) 20,00008/F»7(23-1) 20,000pcs/insert

PR1025(&13—=D200fE(Cxf L. fti#tmC(DCCTH A
NEF13—7F=HD 150 THofc. PR1025(FR A5 A TD
A FvT HESDTIFH2.65(—F=HD# 1.3 DT
[c@EtUre,

Competitor C (DCGT type) performs 150pcs per one edge against PR1025 of 200 pcs/edge. Due

to negative type insert of PR1025, machining performance is improved about 2.6 times per one
insert (1.3 times per edge).

(A=Y —4RDFHEIT K D) Evaluation by the user

it mD(DCGTH A FI&)10,000@/J—F(CHUL.
PR1025(315,000M@/3—FDiITHICTESEGHER
SNIE.PR1025ERAYATDA. Fv I T1EADTIEIE
[C@EUfe.

Against competitor D (DCGT type) 10,000 pcs/edge, due to improved tool life as 15,000 pcs/edge
for PR1025 and being PR1025, tool life is improved 3 times longer per one insert.

(A—Y—HRDFHMICKD) Evaluation by the user
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.7]']:[5%19“ Case Studies

'7{% *Z Hexagonal bar
*Vc=120m/min

*ap=1.75mm@/\Z: )

«f=0.1Tmm/rev -
'7Eit Wet

DNMUOBO304E-GK 5,6001E/F 7' (43—7) 5,600pcs/insert

(PR1025)

fth#+SRE(DCGTH ) | 2,00008/Fv7 )
Comp. E (DCGT type) (23-%) . 2,000pcsfinsert

o T shaft
*Vc=200m/min
*«ap=0.1mm
«f=0.05mm/rev
SRTL Wet

213

T
CNGU070302MFR-U

8,00018l/F 7 (43—7) 8,000pcs/insert
———

(PR1025)

fth#t@F(DCGTH A )
Comp. F (DCGT type)

4,000f8/F»7(23—7) .4,000pcs/insen

ftittEBE(DCGTH 1 7)I% 1,0001&/ 3—7(2,0001&/Fv )
[CXL.PR1025(&1,4001&/1—7(5,600f&/Fv ) &1
J—FEbT1AB FyT HEZDTIF2.8f8(CH U,

Against competitor E (DCGT type) 1,000 pcs/edge (2,000 pes/insert), PR1025 improved tool life
1,400 pes/edge(5,600 pes/insert), about 1.4 time per one edge, and 2.8 times per one insert.

(A—Y—HRDFHICKD) Evaluation by the user

fttAtBF(DCGTH A )& 1 3—FXb2,000f@ED N TETxT
L.PR1025% 10— b DI KFEEEo>fch. =%
A TR Fv T HEZSD TIF2EDM I E Lo,

Against competitor F (DCGT type) 2,000 pcs/edge, machining number was relatively same as

PR1025 per one edge. Due to negative insert, machining number is improved as twice per one
insert.

(A—Y—HEDFHEICEKD) Evaluation by the user

ADVANCING PRODUCTIVITY
-
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- KYOCERA, Contributing To Advancing Productivity -
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1#-BiE-RE SHABRERLTEDEEA
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T612-8501 REHRRXTTHSIIREI6E [T N=E 30}
TEL:075-604-3651 FAX:075-604-3472 EME %
http://www.kyocera.co.jp/prdct/tool/index.html S EER

TEL:03-3797-4628(f{X)
TEL:022-223-7223(K%)
TEL:0258-31-2105(f%)
TEL:027-323-7181(f%R)
TEL:028-621-4270(K%)
TEL:046-227-6186(H%)
TEL:0263-36-2435(f{X)
TEL:053-453-6777(K%)
TEL:0566-75-5761(f{X)

FAX:03-3400-1870 ZEEERM TEL:052-936-6506(fi%) FAX:052-936-6510
FAX:022-223-6812 &RE%M TEL:076-264-1814(f%) FAX:076-264-1815
FAX:0258-31-2106 R#IEEM TEL:075-604-3471(RK) FAX:075-604-3472
FAX.027-327-5464 ARE%FM TEL:06-6399-2407(f{%) FAX:06-6399-2480
FAX:028-621-4271 HEEEAM TEL:079-286-5200(f%) FAX:079-286-5220
FAX:046-226-5552 ffILE %A TEL:086-233-2595(%) FAX:086-232-5907
FAX:0263-38-0531 LBE%M TEL:082-227-6339(fi%) FAX:082-228-6399
FAX:063-453-5123 NMESFM TEL:092-472-6964(R%) FAX:092-472-6938

FAX:06566-76-0654
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