
New Si 3N 4 Ceramic Insert Grades

KS6050/CS7050
Fracture resistance improvement by high aspect ratio structure

 
Prevents chipping at processing scale and interrupted cutting

High speed cutting of cast iron by controlling grain boundary phase (good wear resistance)

Non coated grade (KS6050: for general use and interrupted cut / stability oriented)

 
Coated grade (CS7050: for finishing and continuous cut / speed and effciency oriented)

2 types of grades available

New Si3N4 ceramic insert grades for cutting cast iron
High effciency and high reliability at cast iron machining

KS6050/CS7050

   



一體式刀桿規格齊全

KS6050&CS7050
New Si 3N 4 Ceramic Insert Grades KS6050 & CS7050

Features

 High fracture resistance and wear resistance by controlling grain boundary phase and high aspect ratio structure of Si3N4

First recommendation for roughing and interrupted cut of cast iron
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High fracture resistance

Less damage at interrupted cutting

Chipping

Comp.A

3N4   CS7050 (coated Si3 N 4 ceramic)

Coated type for high speed �nishing of cast iron

High wear resistant phase (TiC base)

2 O 3 Special Al2O3 phase

3 N 4 Si3N4 substrate

High adhesion phase (TiN base)

Wear resistance improvement due to high coating adhesion. Suitable for high speed cutting.

 Difference of the grain boundary phase

Conventional Grade

lass

 
The grain boundary phase contained a 
high proportion of glass, therefore its 
toughness will be weakened by cutting 
heat.

Si3N4

glass

Si3N4Si3N4

glassglass

Mechanical and thermal property will be 
improved by controlling grain boundary 
phase.

glass

Si3N4Si3N4

glassglass



Stock Items

Edge Preparation 
Classi�cation of usage

Interrupted/1st. choice

Interrupted/2nd. choice

 
Continuous/1st. choice

 
Continuous/2nd. choice

K

Nodular Cast Iron (high speed)

Symbol Cutting edge condition Indication Nodular Cast Iron (low speed)

T
Chamfer Cutting Edge

T02025 
Chamfered Cutting Edge

Gray Cast Iron (high speed)

Gray Cast Iron (low speed)
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Application Map

Finishing

Continuous

High

Low

Vc

Medium

Light Interrupted

Roughing

Interrupted

KS6000

CS7050

KS6050

High Speed / Finishing

CS7050 KS6050

General Cutting / Interrupted



CP266-1   CAT/0T1012TYH

http://www.kyocera.co.jp/prdct/tool/index.html

FC250  
(with scale)
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 Facing (interrupted) 
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  KS6050
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Results

· Tool life of conv. B was reduced due to interrupted cutting by workpiece’s external boss.

· KS6050 reduced the fracture at the cutting edge compared with conv. B.

KS6050 increased the tool life to avg.740pcs/edge.

=>Tool life become 6.2 times and machining stabilized. Tool cost also reduced.

 Evaluation by the user

FC250  
(with scale)

  Cylinder

Boring

WET

  Cutter (3 edges)

KS6050

Competitor C

=>

KS6050

Results

Edge preparation was custom order for thin work material.

· Compared the cutting edge condition after processing �xed number of workpieces.

=>Comp. C’s chipping ratio was 17%. (5 out of 30pcs)

    KS6050 caused no chipping.

    Stable machining.

 Evaluation by the user
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Results

· CS7050 extended the tool life to 3.6 times of that of conv. C.

 Evaluation by the user
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   Bearing Parts

  External / Facing
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Competitor D
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Results

Compared wear condition after machining 300pcs/edge

· CS7050 reduced wear by 22% compared with comp. D. 

 Evaluation by the user

120 pcs/edge

Chipping rate

0%

100 pcs/edge

Avg.740pcs/edge 360 pcs/edge

0.18mm
Wear:0.18mm

17% Wear:0.23mm

 Case studies

6.2
6.2 times 3.6

3.6 times

-22
No chipping


