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@For turbine blade roughing.
@Size range: 50 & 52mm dia.
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1.Achieves high-speed, high-performance cutting of stainless steel for turbine blade cutting.
2.Insert are arreanged in an irregular pitch. Prevents chattering & vibration.
3.Possible to select the number of corners to be used by changing the depth of cut setting
(4 or 8 corners), and possible to be attached with the same body. And, available now heavy
type insert.
4. Adopting new PVD coated grade “JC7560” improved heat-fracture resistance & impact strength.
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Application Medium Heavy
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Possible to be attached with the same body.
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Irregular pitch prevents
chattering & vibration.
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New PVD coated grade "JC7560" against thermal shock
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Ti-based nitride layer with excellent welding resistance & low friction
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Al-Cr-based nitride layer improved oxidation & thermal resistance
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Ti-Al-based nitride layer improved wear & thermal resistance
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Layer improved adhesion
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Substrate improved thermal crack resistance & thermal shock resistance
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In case of rough milling, JC7560 improved heat-fracture resistance & impact strength,
and achieved longer tool life.
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Tool life comparison 0.9 T I:"jzb‘"
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T E%& Tool dia. : Dc=52mm — —4- i+ Competitor | /
AT Material © R 7> L Z#l(SUS420J2) Stainless steel E 07
@MF v 7 Insert No. : RPMT1204MOE-MM8  (JC7560) E / /
HIHIS4 Cutting conditions - 0.6
Vc=260m/min (N=1,952min") , fz=0.4mm/t, o ,_ / /
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. Cat.N Stock |No- of Weigh
ore at. No. ock|tooth| @ Dc| R Lf |¢Db| ¢d | ¢d1 a b 4 o

sE= 14| TDM-5050-12R-22 | ® | 5 | 50 40 | 43 | 22| 165] 104 63| 20 | 028
Metricbore | TDM-5052-12R-22 | ® | 5 | 52 | 6 | 40 | 43| 22| 165/ 104] 63| 20 | 035
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) KEITF v FEHAATH Y £ A,  Note) All cutters are supplied without inserts.

YinFy7 WhEEg

@)

Fig.1 Fig.2

8-18" (v h)

) > a o V a Al/
/ /
T T T
, ) PVDO—7 % ~IiE (mm
2T I—F# e & EE PVD Coated Dir/neslsion)s Fi
Type Corner Cat. No. Tolerance 9-
JC7560 ¢Dc| T ®D
RHIZ AT Medium| 8 | RPMT1204MOE-MM8 M ] 12 14.762| 44 | 1
M52 A 7 Medium| 4 | RPMT1204MOE-MM4 M ©) 12 |4.762| 44 | 2
381t 2 A 7 Heavy 4 | RPMT1204MOE-MH4 M @) 12 |4.762| 44| 3
@ . A—H—7EER Standard stockitems © : FEHTEES Soon to be stocked 17 —Z10BAY TY, 10inserts per case.
Parts
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P45 -|[E-T5 88 Recommended cutting conditions

RATHAMEED T E1Z ¢ Dc (mm) Tool dia.
BHRDYIAKE 1HEY D
8 ) A4 Fv 7| UIHRE R Depth of cut UL ¢ 50 952
Work materials & [ Cutiing speed |7 L—7 feed per tooth
Grades | Vc (m/min) | Breaker ap#aE(mm) ap (mg,-1) (mn¥rf’1in) (mgr‘) (mn\xﬁn)
ap range (mm) fz(mm/)
VT IHA RRRT VLA 0.5-1.5 05 055 4,202 4,040
MM8 | (43-7{EFEMax 3mmA]
(5US403,410,420,430%) |, o |100.240200 S ey | 10| 040 | 1,528 [3.056 | 1,469 | 2938
13Cr&k MM4 2.0 0.30 (Ve=2408%) | 2,292 | (ve=24085) | 2,204
Stainless steel (Martensitic) MH4 05-3 30| 025 1,910 1,836
F—RFFA FRRAT VLA 0.5-1.5 0.5 0.55 3,152 3,031
(SUS304, 316, 317%5) 180 MMe8 (T HERSMaGmmE) | 10| 040 | 1,146 (2292 1,102 | 2,204
oy - - ble to Max3mm in use 4 corners) |
17Cr% 1C7560 (130- 168230 |—r 20| 030 |weisom)| 1,719 | veisom) | 1,653
Stainless steel (Austenitic) MH4 05-3 3.0 0.25 1,433 1376
£ :7’:1;’,1%‘5_.‘?:'.[,5'5, ‘?p; tﬂi&&%é’\{c,:tﬂglji?’g' MM8 7 L—7#  RHI2 78 0—F (TJL—AHA 15 ) Medium type /8 corners
n fI"‘Eiﬁ’EE' Vf:ﬁ.)ﬁg fz: H‘JJ:".)(D’%)E MM4 T L—#  BREla AT 40—+ (FL—HA15° ) Medium type / 4 corners
£ :Overhung length, ap:Depth of cut, Vc: Cutting speed, MH4 7L—7 : AR (7 40—F (FL—Hf10° ) Heavy type / 4 comers

N :Spindle speed, Vf: Feed speed, fz:feed per tooth
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2. bERIFTH LEE 3XDc BOYMISRHTYT. HROBY. RHUESICSU TSR Ve (m/min) SR VE (mm/min) EHLE Ve | Vi
FRERTEL, 2 /Dc (m/min) | (mm/min)

3.7L—=AZA T T =V RROF v TOF v EV TIREIC K VENDIF TLREV BEAT L—HIEMM T L—AZ#ELET, ~3Dc 100% | 100%

4 FSAH (T7—) ZHELET, Or under 3Dc

NOTE 3DciEa~5Dc

1) The figure to be adjusted according to the machine rigidity or work rigidity. OVED 3[Eup to 5Dc 70% 70%

2)In case of lengthening overhung length, cuttting speed and feed speed to be reduced according to the right table.
3) Should use breaker type properly according to the work shapes or conditions of chipping. Normally, recommend to use MM-breaker.
4) Use air blow.
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