MRP Radius Mill
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® Toolholder Dimensions
§9) . . Rake Angle =~
% Dimension (mm) ;9 o g
Description & = B £
g re | gD |9D1|9D2| @d |@dljgd2| H |H1| E | a | b | C |Pd| S |AR.|RR.| A '%_)
=z
MRP 050R-10-6T |[1 6 50 45.0 38 22.0 18 | 12 2063104 .- 04
063R-10-7T |17 ° |63 /57.950 25.4] 20 | 14 1312660 95/3° 2250 +5° | -5 [Fig.1 57
MRP 050R-12 Ol a 5041438 22,018 12 | o 20 16.310.4 = 0.4
063R-12 05| , | 6354.4 50 s 5.0(4.0 ¢ | 450 Fiqq 05
080R-12 006 g0 (71455 25.4 20 | 14 26 16.0/9.5 : S e
080R-12-7T |[1]7 74.4) 59 45035 -5 :
MRP 080R-16 /5 80 170.6 55 25.4] 20 | 14 | 50 266095 3° [Fig1l] 08
ke U161 110029:3 70 l31.75) 48 32|8.0012.7 79169 - 1.0
100R-16-7T || 7] 8 93.0 ' e 19 012 760/5018.0 +5° -6 o b
125R-16 /6 1155 7.0 6.0 5° | 9.
oaniS {8 12515 80 3810 58 38 10.015.9-59 20 2 17
MRP 080R-20 Ol a 80 67.3 55 25.4 20 | 14 | 50 246095 . 3° [Figl| 08
100R-20 715 19 10087.3 70 3175 48 | - | 63| 23 [32 [8.0/12.7 52 N-A{100 +5° 5o TEig 2| 1.0
MRP 052R-10E-6T |1 6 52 47.0 41 | 22 | 18 [11.0 2016.3110.4 T Toa
066R-10E-7T |17 ° |66 160.9 49 | 27 | 20 13.5 20 1302 17.0112.4/3-2|2:5 50| +5° | -5° [Fig.1 (5
MRP 080R-12E-7T | 1| 7| 6 | 80 [74.4/ 59 | 27 | 20 |13.5 50 14.0 22 | 7.0 12.4 4.6 | 3.6 6.0] +5° | -5° |[Fig.1| 0.8
MRP 100R-16E-7T || 7| . |100/93.0 70 | 32 | 45 80144 .- T10
125R-16E-8T | 1|8 & [1250118.0 80 | 40 | 60| - | 22 18430 [g5]1p.4 6:0 50 8.0) +5° | -67 [Fig.2 "7

« Pd: Max. Plunging Depth
« Use BT OO -FMC22 (TMT Standard in the market) for MRPO50R-10-6T and MRPO50R-12.

@ Spare Parts

O

| Milling i@

Clamp Screw Wrench
L Applicable Inserts

Description E S
MRP 050R-10-6T

063R-10-7T | SB-3080TR DT-10 RPMT10T3MO
MRP 050R-12

063R-12 SB-40LI5TR DT-15 RPMT1204MO0-H

080R-12 SB-4085TR RPMT1204MO0

080R-12-7T
MRP 080R-16

100R-16

100R-16-7T | SB-50120TR DT-20 RPMT1606M0-H

125R-16

125R-16-8T
MRP 080R-20

100R20 | SB-60120TR DT-25 RPMT2006MO0-H
MRP 052R-10E-6T

066R-10E-7T | SB-3080TR DT-10 RPMT10T3MO

RPMT1204M0-H

MRP 080R-12E-7T | SB-4085TR DT-15 RPMT1204M0
MRP 100R-16E-7T

125R-16E-8T SB-50120TR DT-20 RPMT1606M0-H

* Mounting Bolt (HH10X25) is included for MRPO50R.

« Mounting Bolt (HH12X25) is included for MRPO63R and MRP0O66R-10E-7T.
« Mounting Bolt (HH12X25) is included for MRPO8OR and MRPO80R-12E-7T.
* Mounting Bolt (HH10X25) is included for MRPO52R-10E-6T.

@ : Std. Item [ : Check Availability
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@ Applicable Inserts

Applicable Inserts ® M20
Toolholder
Tough Edge Tough Edge
MRP  ...-08 RDMTO08T2MO-H i -
...-10 RPMT10T3MO
..-12 i RPMT1204MO0-H RPMT1204MO
...-16 RPMT1606MO0-H i
..-20 RPMT2006MO0-H

Flexible Curved Facing

L7 -
S LTS48
\%‘-“§‘\‘?g’€:§bf§~$z’-‘!

<

| Top Face

Low cutting force and good chip
evacuation owing to new chipbreaker
design.

“-H” type insert has a second cutting
edge next to the first cutting edge that
adds edge strength.

New ratchet design prevents the
insert's movement and holds the
insert firmly in the insert pocket
even during the heavy machining.
(Only RPMT)

Bottom Face >

Y XL AT Ao
‘\\\&%ﬁ%{i é‘s&:&' Insert Land at Edge Features Remarks
<A AL AT F

"‘%ﬁ%f’a Even if the workpiece clamp is
RPMT10T3MO No Low Cutting weak, or if the workpiece is thin,
RPMT1204MO0 Force sharp cutting performance and less

chattering is demonstrated.

RPMT08T2MO-H
RPMT1204M0-H | Parallel Land .
RPMT1606MO-H 0.2mm Width Tough Edge Used for General Roughing.
RPMT2006MO0-H

¥ Recommended Cutting Conditions

Insert Grade (Cutting Speed Vc: m/min)
, Cermet MEGACOAT PVD Coated Carbide Carbide
. . Z
Workpi Material o o
orkpiece Material mmiy | 9 2 o812/ 28/8/8/g/8|gl-s
© S © N N © ~ Ioe] © s3] Q
Z| 2|9 | F |||l |x|z|3|2
Z o & a a a a a o N4
i - DAY * PAS *x .
Stainless Steel 0.4 1200200 120-220 120-200 100~180
- * * Y .
Carbon Steel 0.6 120-200 120~250 120-200 100~180
- * * Y _
Alloy Steel 0.6 100~180 100~220 100~180 80~150
- * * _
Mold Steel 0.5 100-180 80~180 80~150 60~130
Cast Iron ~0.6 " |100~220 ) " |100~180 80~150
Non-ferrous Metals ~0.6 - - - - 100~300

Note) Reduce the ap by 20-50% when machining with long overhang length or using long shank types.

% : 1st Recommendation ¥t : 2nd Recommendation
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MRP Radius Mill

/

@ Cutting Performance of Radius Mill (Standard-type)

Workpiece ;
. Slottin
Material 9
2D(Cutting Dia.) @Cutting Conditions
C50 Tooholder: Standard
(S50C) o Vc=120 ~ 150m/min (See below table)
[ ap = varied fz=varied Dry
W / Overhang Length = L1 (See below table)
Description Z
MRP012-S16-08 MRP016-S16-08 MRP020-S20-08
N=3980min"" (Vc=150m/min) N=2980min"! (Vc=150m/min) N=2390min"" (Vc=150m/min)
L1=42mm L1=42mm L1=42mm
5 ap (r:nm)‘ 5 2 (r:nm)‘ 5 P (mm)‘
4 ) Lt SR S 4
08 type
(RDMTOBT2MO-H) | & 3 g3 g3
2 [ 2 2
1 1 1
0102 03 04 05 0102 03 04 05 0102 03 04 05
Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t)
MRP025-S25-10-3T MRP032-S32-10-4T
n=1910min""! (VC=1 50m/min) Nn=1490min"! (\/C=150m/min)
L1=60mm L1=80mm
6 B (mm) g 3 (mm)
5 L F: S
10 type
(RPMT10T3MO) | & ¢ g4
3 3
2 2
0.1 0.2 0.3 0.4 05 0.1 0.2 0.3 0.4 0.5
Feed Rate (mm/t) Feed Rate (mm/t)
MRP032-S25-12 MRP040-S32-12 MRP040-S32-12-4T MRP050-S42-12
Nn=1490min"" (VC:1 50m/min) n=1195min""! (\/C:150m/min) n=1195min""! (\/C:150m/min) N=765min"! (\/C:120m/min)
ﬂ L1=80mm L1=80mm L1=80mm L1=80mm
W% 7 ap(mm) 7 ap(mm) 7 ap(mm) 7 ap(mm)
= 6 6 6 6
= 12 type
= (RPMTI204MO-H) | & 5 g5 g s g s
— 4 4 4 4
3 3 3 3
0.2 0.3 0.4 0.5 0.6 0.2 0.3 0.4 0.5 0.6 0.2 0.3 0.4 0.5 0.6 0.2 0.3 0.4 0.5 0.6
Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t)
MRP040-S32-16 MRP050-S42-16 MRP063-S42-16
N=1195min"" (Vc=150m/min) N=765min"! (Vc=120m/min) N=605min"" (Vc=120m/min)
L1=90mm L1=90mm L1=90mm
g P (mm) g 2P (njm)‘ 6 2P (:mm)‘
7 7 5
16 type
(RPMT1606MO-H) | & © g6 g 4
5 5 3
4 4 2
0.2 0.3 0.4 05 0.6 0.2 0.3 04 0.5 0.6 0.2 0.3 04 05 0.6
Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t)

M140




@ Cutting Performance of Radius Mill (Long Shank type)

Workpiece .
i Slottin
Material g
2D(Cutting Dia,) @Cutting Conditions
C50 Tooholder: Standard
(S50C) o V=120 ~150m/min (See below table)
222 « ap = varied fz=varied Dry
W / Overhang Length = L1 (See below table)
Description 7
MRP012-S16-08-160 MRP016-S16-08-160 MRP020-S20-08-180
Nn=3980min"! (Vc=150m/min) Nn=2980min"! (Vc=150m/min) Nn=2390min"! (Vc=150m/min)
L1=80mm L1=80mm L1=90mm
05 2P (rr\m) 05 2P (mm) 5 2P (f:ﬂm):
04 [t 04 - rrrrr PR
08 type P
(ROMTOST2MOH) | &%° | g 02 I
0.2 |- 0.2 - 2
0.1 0.1 1
0.1 0.2 0.3 0.4 05 0.1 0.2 0.3 04 05 0.1 0.2 0.3 04 05
Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t)
MRP025-S25-10-3T-180 MRP032-S32-10-4T-200
N=1910min"! (Vc=150m/min) N=1490min"! (Vc=150m/min)
L1=90mm L1=100mm
5 2 (r:nm)‘ 5 2 (r:nm)‘
4 L
10 type
(RPMT10T3MO) | & ° G T
2 2
1 1
0.1 0.2 0.3 0.4 0.5 0.1 0.2 0.3 0.4 0.5
Feed Rate (mm/t) Feed Rate (mm/t)
MRP032-S25-12-300 MRP040-S32-12-300 MRP040-S32-12-4T-200 MRP050-S42-12-300
Nn=1490min"! (Vc=150m/min) Nn=1195min"! (Vc=150m/min) n=1195min"! (Vc=150m/min) N=765min"" (Vc=120m/min)
L1=150mm L1=150mm L1=100mm L1=150mm ﬂ
5 2 m) 5 (M) 5 2P (mm)_ 5 20 (M) <z 2
4 4 4 4 E’
12 type =
(RPMTI204MO-H) | & 2 g3 g 8 g8 =
2 2 2 2 —
1 1 1 1
0.2 0.3 0.4 05 0.6 0.2 0.3 04 05 0.6 0.2 0.3 04 05 0.6 0.2 0.3 04 0.5 0.6
Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t)
MRP040-S32-16-300 MRP050-S42-16-300 MRP063-S42-16-300
n=1195min"! (VC:1 50m/min) N=765min"! (VC:1 20m/min) N=605min""! (VC:1 20m/min)
L1=150mm L1=150mm L1=150mm
5 2P (mm)_ 5 (r?ﬁm):
4 4 4
16 type
(RPMT1606MO-H) | & ° g ° g ?®
2 2 2
1 1 1
02 0.3 0.4 05 0.6 0.2 0.3 0.4 05 06 0.2 0.3 0.4 05 06
Feed Rate (mm/t) Feed Rate (mm/t) Feed Rate (mm/t)

M141



MRP Radius Mill

@ Guide for Drilling

[Depth of Drilling]
- See Pd value of Toolholder Dimension Table on page M127,
M128.

(Pd Shows the maximum plunge depth.)

[Traversing after DriIIing]
When Traversing after Drilling

(D Reduce the table feed by 50% until the center core part (do
not forget to grind) is completely cut off.
(The internal cutting edge's radial rake angle is larger in <:|
the negative direction)

(@ The Min. transfer length “L” to make the flat face is as

e

A

follows. .
Insert L (mm)
RDMTO08T2MO-H #D-7 Center Core -~
RPMT10T3MO @D-9
RPMT1204MO
RPMT1204M0-H eb-11
RPMT1606MO0-H oD-15
@ Guide for Ramping (slant Mmilling)
The transfer length “L” at the maximum slant angle a in the
ramping operation depends on the ap.
Toolholder Angle a (°) \ tan Formula of the Transfer Length “L” at Max.
MRP 012-S16-08(-160) Ramping is not available Slant Angle
016-S16-08(-160) 4° 0.070 ap
020-S20-08(-180) 14° 0.249 L= ———
MRP 025-S25-10-3T(-180) 14° 0.249 tan
032-S32-10-4T(-200) 8° 0.141
MRP 032-S25-12(-300) 15° 0.268
040-S32-12(-300) 10° 0.176 - L o
040-S32-12-4T(-200) 9° 0.158 - o
ﬂ 050-S42-12(-300) 7° 0.123 q
ez MRP 040-S32-16(-300) 20° 0.364
> 050-S42-16(-300) 13° 0.231 a
£ 063-S42-16(-300) 8° 0.141 #
s MRP 050R-10-6T 4° 0.070 ap
063R-10-7T 3° 0.052
MRP 050R-12 7° 0.123
063R-12 5° 0.087
080R-12 3° 0.052
080R-12-7T 3° 0.052
MRP 080R-16 6° 0.105
100R-16 4° 0.070
100R-16-7T 3° 0.052
125R-16 3° 0.052
125R-16-8T 2° 0.035
MRP 080R-20 8° 0.141
100R-20 6° 0.105

* Above is the value considering the clearance 1mm between the tool body and the workpiece.
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