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chipbreaker series

For automatic lathes

Molded sharp edge chipbreaker series

Introducing PR1535 for long tool life and stable machining of stainless steel

Large lineup to solve common chip control problems
Positive and negative inserts available

High precision with periphery grinding and sharp edge specification



For automatic lathes

Molded sharp Edge chipbreaker series

Large lineup to solve common chip control problems.
Long tool life and stable machining with PR1535.

Excellent chip control in a wide range of machining applications

High precision with periphery grinding and sharp edge specification

Anti-welding properties with improved mirror surface finish

Low cutting force chipbreakers

SK chipbreaker: for low cutting force finishing
ap:0.5mmto3.0mm

The molded chipbreaker addresses
both sharpness and chip control.

Chip control comparison (In-house evaluation)
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Cutting conditions: Vc = 100 m/min, wet, DCGT11T302

Stable chip evacuation due to large slits
and large rake angle.
Chip control is improved in small depths
of cut due to chipbreaker projecting to

the corner tip.

The cutting force is reduced as the
cutting blade is lowered towards the
center of the workpiece.
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Cutting conditions: Vc = 100 m/min, wet, DCGT11T302

CK chipbreaker: Low cutting force for general purpose

ap:1.0to 2.5 mm
Smooth chip evacuation with a
large rake angle.

A large rake angle reduces cutting forces

and maintains stable chip evacuation.\
The cutting force is reduced as the

cutting blade is lowered towards the

center of the workpiece.

Chip control comparison (In-house evaluation)
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Cutting conditions: Vc = 100 m/min, wet, CCGT09T302



Chip control oriented

GQ chipbreaker: for small to Iarge ap Low cutting force design with a small
chipbreaker step.

ap:0.8to 5.0 mm (Steel) Good chip control in small depths of cut

0.8 to 3.0 mm (Stainless steel) due to the breaker dot projecting to the

For a wide range of applications. cutting edge.

Wide range of accetpable chip control is /

. . ) achieved due to advanced chip breaker design.
Chip control comparison (In-house evaluation)
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Cutting conditions: Vc = 100 m/min, wet, DCGT11T302 Cutting conditions: Vc = 80 m/min, wet, DCGT11T302

GF chipbreaker: for finishing

ap:0.25to 1.25 mm Chip control comparison (In-house evaluation)
Controlled chips during finishing. C45
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Chipbreaker dot extended to the
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cutting edge. Cutting conditions: Vc = 100 m/min, wet, DCGT11T302
= Divides the chips into smaller pieces.

CF chipbreaker: for minute ap

ap: 0.02to 0.2 mm Chip control comparison (In-house evaluation)
Excellent chip formation in small X5CrNi18-10
depths of cut. CF chipbreaker Conventional ground chipbreaker
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by preventing welding onto the insert. Cutting conditions: Vc = 100 m/min, wet, CCGT030102
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Mirror surface with sharp edge

Negative inserts for small parts machining optimal for workpieces @ 16 mm or larger

SK chipbreaker: for finishing to medium
processing

Chipbreaker for sharpness and chip control.

@ VNGG16 type added to the lineup.

Good chip control in a wide range of
/ machining applications with specialized
chipbreaker design for small parts.
\ Sharp edge lineup from

corner R (re) 0.1 mm.

Chipbreaker range

TK chipbreaker: for medium to roughing

Chipbreaker with low cutting force design for a
wide range of machining applications.

Excellent anti-welding
properties with mirror

surface. ﬁ.

Sharp Edge

1 7

Low cutting force with
dot-less structure

Wide support for various
depths of cut.

Fully flush cutting edge holder design

[ SK-V type application range

[ SK-V type application range
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Application range

Positive insert holders Negative insert holders

Steel
( PR1425 )
High speed
(Ve =150to 200 m/min)
( \PR1225
Medium speed | |— ~
(V=750 150 m/min) Q ) ]
\. J
Low speed
(Vc =75 m/min and Lower) PR930 PR1535
\ y.
Continuous Light interrupted | Heavy interrupted

1st recommendation: PR1425

High reliability in light interrupted cuts: PR1535
Stable machining at low to medium speeds: PR1225
Stable machining at low speeds: PR930

Stainless steel

4 \
PR1425
High speed
(Ve =125 m/min and Higher) ’ + N\
doo feeeerene ePR1225
Medium speed a
(Ve=50t0 125 m/min) - N\
A\ v,
N J
Low speed
(Ve =50 m/min and Lower) PR930 PR1535
N\ y.
Continuous Light interrupted | Heavy interrupted

1st recommendation: PR1535

Stable machining at low to medium speeds: PR1225
Longer tool life at high speeds: PR1425

Longer tool life at low speeds: PR930



MEGACOAT NANO P R 1 5 3 5

coating

PR1535 achieves long tool life and stable machining of stainless steel
with the combination of a tough substrate and a special nano layer

Anincrease in cobalt content yields a substrate with greater toughness. &

Fracture toughness values are improved by 23 % over previous grades. Fracture
toughness
The coarse grain structure and uniform particle size correspond to
improved heat resistance, with conductivity values decreased by 11 %.
MEGACOAT NANO for long tool life and stable machining.
Coating properties
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(racking comparison by diamond indentor (in-house evaluation) KT

Long cracks Short cracks

@——— MEGACOAT laminate base layer structure

PR1535 is a good solution for
unstable conditions such as early

fracturing and variable tool life
during steel machining

Abrasion resistance evaluation (In-house evaluation)
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Cutting conditions: n = 1,273 min™" (Vc = 80 m/min), f = 0.025 mm/rev, wet (Oil-based)
Workpiece: X5CrNi18-10 (220)

Defect resistance comparison (In-house evaluation)
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PR1535 defects
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Cutting conditions: Vc = 80 m/min, f = 0.12 mm/rev, wet (Water-soluble)
Workpiece: X5CrNi18-10 (2 50, 10 mm groove width 4 pieces)
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The PR1535 lineup development includes ground chipbreaker, cut-off, and back-turning

Pin X5CrNiCuNb16-4

Ve =~55m/min p
(n=3,600 min") N

ap=0.1~0.7 mm ) \
f=0.03 mm/rev

Wet (Oil-based)
DCGT11T302MFP-GQ
PR1535

25

Number of processes Tool life

GQ chipbreak
(I?RSISI,!:S)rea o 1,600 pcs/corner m
Competitor K 1 ,200 pcs/corner

« Unstable tool life due to sudden defects for competitor K.
« GQ chipbreaker (PR1535) is capable of stable machining without
defects, with tool life improved to 1.3 times. (User evaluation)

Valve X105CrMo17 ‘

Vc =100 m/min

(n=3,600 min)

ap=0.1mm o _
f=0.06 mm/rev ©

Wet (Oil-based)

DCGT11T302MFP-SK

PR1535 20
Number of processes Tool life
SK chipbreaker

(PR1 5?5) 600 pesicorner m

SK chipbreaker (PR1535) tool life 1.3 times.

(User evaluation)




Available inserts

Positive insert

Dimensions (mm) Grade sh Dimensions (mm) Grade
Shape - wilealen ape frq AR
Description . Hole | Comner | Relief |53 || g Description ) Hole | Corner |Relief| 3| S| N
i i 1.C. | Thickness dameter | R(te) | Ange é % % Left-hand shown 1.C. | Thickness diameter | R (re) |Angle E E E
= g DCGT  070201MP-CK <01, |@oe|®
2 wer SOomEE Las | e | 19 | 1olelel |E o7oa0amp-ck | 035 | 238 | 28 1 5| 7 lele|e
é‘ g Sharp edge / Mirror | DCGT ~ 11T301MP-CK 9525 | 397 44 <0.1 70 [ 2K A J
% Sharp edge / Mirror CCGT  040101MP-CF 43 18 23 <0.1 7 [ 2K 2K J S| surface finish 11T302MP-CK ' : : <0.2 [ 2K 2K J
£\ urtae finsh 040102MP-CF <02 hdhdhd B DCGT  070201MFP-GQ <01 00
CCGT  060201MFP-GF <0.1 [ 2K 2K J 3 070202MFP-GQ | 6.35 238 28 <027 ©©®®
060202MFP-GF | 6.35 238 28 <02 7 0 ©®® g 070204MFP-GQ <04 [ JK K
£ 060204MFP-GF <04 oo = DCGT  11T301MFP-6Q <01 oleo/e
E CCGT  09T301MFP-GF <0.1 o0 e :‘_é' Sharp edge / Mirror 11T302MFP-GQ | 9.525 | 3.97 44 <027 @@ e
Sharp edge / Mirror 09T302MFP-GF |9.525| 3.97 44 <02 7 © 0 ® surface finish 11T304MFP-GQ <04 [JLIL
surface finish 09T304MFP-GF <04 [ 2K 2K J s
CCGT  060201MFP-SK <0.1 e oo |5
060202MFP-SK | 635 | 238 | 28 | <02| 7 |@|@|®| |5 TBGT ggg]g;mgg 7| 159 | 23 | s Siele
g 060204MFP-SK <04 ®(0® = s/ timr b
£ CCGT  09T301MFP-SK <0.1 [ 2K 2K J =| surfacefinish
Sharp edge / Mirror 09T302MFP-SK |9.525| 3.97 44 <027 © 0O 5 TPGT  080201MP-CF 0.1 olole
surface finish 097304MFP-SK <0.4 (2 2K ] “g 080202MP-CF 476 | 238 23 :0:2 1° olele
2 CCGT  060201MP-CK <0.1 [ 2K 2K J 3
g o 635 | 238 28 7 2 | charmedae / Mirror |TPGT  090201MP-CF <01 ..|l00®
E‘ 060202MP-CK <0.2 o0 e ! as'uprfGa(geeﬁnistl:mr 090202MP-CF 5.56 238 3.0 <02 " oo o
g iror| CCGT  09T30TMP-CK <01 eee =
2 | Sharp edge / M 0 B
R T |+ 3 R I IO VPGT  11030TMP-CF 01 o ole
B g <0. o
£ CCGT  06020TMFP-GQ <0.1 o0 e < ' 110302MP-CF 635 | 3.8 2 <02 1 o el0
2 060202MFP-GQ | 6.35 | 238 28 | <02| 7° |@|@|@| |Z|shapedge/Mimor
g 060204MFP-GQ <04 o|@@ || sucfnsh
£ (CGT  09T30TMFP-GQ <0.1 [ 2K 2K J = Y
Z | Sharp edge / Mirror 0OTOMP-GQ (9525 397 | 44 |<02| 7 |@|@|® S| L VPGT NOSUMEESE 1635 | 38 | 28 | 00| |QlSle
=1 surface finish 09T304MFP-GQ <0.4 o0 e = surface finsh -
g DCGT  070201MP-CF Q01| 5 000 |x VPGT  080201MP-CK <01 ,.|®|@@®
% 070202MP-CF BB 2% 2 <0.2 v [ 2K K J § 080202MP-CK 476 | 238 23 <02 1 T X
ESh dae/Mirror| DCGT  11T30TMP-CF <0.1 . oee ' | Sharp edge / Mirror | VPGT  110301MP-CK <0.1 . |00 e
2 oM |9B| 397 | 44 | 00| T g|e|e| |E| e nosomp-ck | 83| 38 | 28 15 |1 ele e
DCGT  070201MFP-GF <0.1 [ 30 K J §
070202MFP-GF | 6.35 | 2.38 28 <02 77 © 0 ® =
= € WBGT 060101TMPR/.-CF <0.1 ., 00 e
% 070204MFP-GF <0.4 [ 2K 2K J i 060102MPR/L-CF 3.97 1.59 23 <02 5 oleole
£ DCGT  11T301MFP-GF <0.1 [ 20 2K J 2 | Sharp edge / Mirror
Sharp edge / Mirror T1T302MFP-GF |9.525| 3.97 44 02| 7 0 ©®® =|  surfacefinish
surface finish 11T304MFP-GF <0.4 [ 2K 2 ] ] ) ) ) )
Inserts with corner R (re) with a sign of inequality (e.g.: < 0.05, < 0.1,and < 0.2)
Dear g;ggg;m:;gﬁ 635 | 238 28 :g; 70 : : : are products with a negative tolerance
g 070204MFP-SK | ' | <04 eoloe ® Available
£ DCGT  11T301MFP-SK <0.1 [ 2K 2K J
Sharp edge / Mirror 11T302MFP-SK [9.525| 3.97 44 <02 7 © 0 ®
surface finish 11T304MFP-SK <04 [ 2K 2K J
Negative inserts
Dimensions (mm) Grade Dimensions (mm) Grade
Shape - || wn Shape L |1 [
' Description ) Hole | Comer R[S N ' Description ) Hole | Comner | 2|9 NI
Right-hand shown L. | Thickness | oo otor Re) |=|=| = Right-hand shown L. | Thickness | .o oter IAEEE =S
g g
§ (NGG  120402MFP-SK <02 @ ®® g| TNGG  160404FP-TK 04 @@ e
E) _ 120404mppsK | 1270|476 516 04 le|el@| |2 Te0d0srpTk (9525|476 | 536 | o |gle
£
| Sharpedge/ Mirror 3 | Sharp edge / Mirror
£ surface finish 2| surface finish
E“ = £ VNGG  160402MFP-SK <02 ®O®®
e (NG6 ggigg;;_}ﬁ 12.70 476 5.16 gg : : : 5| Sharp edge / Mirror 160404MFP-SK 9525| 476 381 <04 @ O®®
é Sharp edge / Mirror ! E surface finish
2| surfacefinish B
M oiomis (2| 478 | 38| o HH
s DNGG  150402MFP-SK <02 @ O®®
2 ' 15040aMp-sk | 1270 | 476 3161 04 le|e|e
| Sharp edge / Minor E TNGG  160402R/1- 02 @@
£ surface finish £ 160404%1-S  [9525| 476 | 381 | 04 |@|@
2 = 160408R/1-S 08 @@
=S Sharp edge
g DNGG  150404FP-TK 12.70 476 516 04 OO0 e
1= _ 150408FP-TK ) . : 08 @ ©® e Inserts with corner R (re) with a sign of inequality (e.g.: < 0.05,< 0.1, and < 0.2)
3 Sha'Pfedgef_/M;]""’ are products with a negative tolerance
= surface Tinisi
E Cermet inserts, (TN620/PV720), are not sharp edge inserts (R honing)
E NG T6040TMFP-SK <01 |o|® ® fvalable
2 160402MFP-SK | 9.525 476 3.81 <02 @ ©®®
£| et 160404MFP-SK <04 |@|®
= surface finish
7oy
L> I(HDEERE ©2016 KYOCERA Corporation | www.kyocera-unimerco.com/contact-us TZE00098
p Y/



