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A—/N—HEH MTMSE
Super MENTORI-MARU MTMS Type

MTMS 6.5-15.5-45° MTMS 9-24-45°

@Dr

90°g|%: %M quﬂﬁ 90 gg ]]:jaﬂe

‘ 34 80

113

114

ORI A Y —hDORAICKY  BIRIFUINKZFHELE T @Smooth and excellent cutting are realized due to positive inserts

O 3MHEREH TR ERIN T A TIBE for turning machine.
OZTEX—N— DA VY —hEEBETRETI DT, @3 flutes design provides high speed cutting.

AV —MIMEIZ N (ERDZEEDTREER"Y) @Each maker’ s standard positive inserts can be attached and low cost.
OSAIEDRT +—E%5tT SEHRIC KD 1 VT —bDEERMRET (Ther is a possibility of change of screw)

@1 Y —MILBH MTMSIIFC7 MTMS6.51FCA.5F TRANTIDAE  @High strength design and high holding power due to 3 lock insert.
AIY—MINACENF T HIREF TERHEROS0%EEZERICLTTEL)  @Chamfering is possible depending on inserts, MTMS 9 is until C7,

@1 VT — & MTRHZZEANESBOWHIMICHIETES MTMS 6.5 is until 4.5.
OEFEDRENSTVRIILDKSITHITOI4E (Depending on cutting edge of insert, pls refer to about 50% of
OHRA VY - EZERVEREIFNIE. TEREIHIRSGTD recommend condition for cutting condition)

CERNTIRE @Changing material and cutting condition of insert can

take care many kinds of work.
@Can be used like an end mill to process unprocessed materials.
@Using recommended insert, below cutting condition is available.

BT mm
Emd1— R A oD &Dr R lEHRY LoF BELVY—b
Item Code Overall Length|  Screw Wrench Inserts
MTMS 6.5-15.5-45° 3 6.5 15.5 113 IMST-2.55 MFT-8 MT-DEO07020--*
MTMS 9-24-45° 3 9 235 114 MST-4S MFT-15 MT-DE11T30:--

¥R/ TEPDIFI—F—ROADA Y- E(ERLIHZEATT, Diameter of the minimum processing ¢D is using the insert of corner R0.4.

WiZHEYJHIZRHR Recommended cutting conditions

ngaﬁggz{ial Rec?n%\re\:c;:d_ Ilr:sert Vgﬁlii/%ngiin) fizi(r?l%
et MITS6.5 MT-DE070204RH CENT 50~300 0.05~015
i MTMS9~30 MT-DETTT304RH CENT 50~300 005~025
e MTMS6.5 R iy 50~200 0.05~0.15

Stainless steel MTMS9~30 LAERT USSP 50~200 0.05~0.2
Nonierrous metal MTMS9~30 B ity 100~500 0.05~0.25

¥U—FMER  Use cutting fluid  %RHIZR—=2%ff RH is R honing
HTHI R HETHRR TT AEBIN M. F+ o7 DRIMERYIHIAEDRRICL > TEBHERLET,
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.

ERYAE 45°
Chamfering angle 45°

MTMS 20-35-45° MTMS 30-45-45°

L1

¢Drl | T T T T - | ¢d

OEIEDRENS T VRIIVDKLSICHIIOTEE @Can be used like an end mill to process unprocessed materials.

O>VEVINT (a=3") T4 @Ramp cutting (a=3°)is possible.

OZA—N—DFERIA VY- EEBHE @Standard positive insert of each makers can use.

O@3MH. AAEFREHC KU FERA A OT8E @High speed cutting is possible due to 3 flutes and 4 flutes.

OBEX—A— DAL VY — M RETRER DT, @Each maker’ s standard positive inserts can be attached and low cost.
A VY —MMEIRMERDEEDTREEBY) (Ther is a possibility of change of screw)

OSRIMEDRT«—E%E5T 3EHERIC LD VT — DBEXRIFS  @High strength design and high holding power due to 3 lock insert.

O VY —hCEBN RAEWIC7F THILOHE @®Chamfering up to C7 is possible depending on inserts.

(VY —MINAICEIET LHIRAE FERERD50%EEZERICLTTEL) (Depend on inserts. Refer to below cutting condition by about 50%)
O Y — & NI TRHEEZINESEDHEIM IR TES @Many kinds of works can be used, if insert material or
—— cutting condition change.

(ST Ramp cutting]

|
(&)

- :;'r:i-

ABEFIE5!A
@Dr Video is here !
By mm
Bmd—R IEHRY | LUF BaAVY—b
Iltem Code Screw | Wrench Inserts
MTMS 20-35-45° 3 20 35 32 100 70 MST-4S | MFT-15 MT-DE11T30---
MTMS 30-45-45° 4 30 45 32 100 70 MST-4S | MFT-15

MR/ IEGDIFI—F—ROADT Y~ {EALIHETT .  Diameter of the minimum processing ¢D is using the insert of corner R0.4.
HAZHENHISFIE56~x— 888, Refer to page 56 for standard cutting conditions.

EACYY—FORR Feature

TL—H—DF<KVAEEZ20°E L. ERORIERD AN —MBD ZZ L TEBICKY . SIBOBEE M
———— HRIFTT,

PIBOINS B A—)VIRICHBIL THIH SN LML L IFEZB2 BN TEEXT,

Tl BEDHHIMICHUT. A VY —hDREFGFHRIELTVET,

By removing the straight portion of the R shape at the insert with the breaker's
squeeze angle of 20 degrees, the discharge property of the chips is good.

The finished surface is beautiful because the insert is wound small and discharged.
Long service life for many kinds of work materials.
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NAERWAYI— FUXY

General-purpose chamfering cutter "KIREMEN"
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O A1 VY —NEHMBDORTFABEICKY INKIRE TEEUEEA  @Sharp and stable due to dedicated insert and unique body.
ORT '« — (A EIRAT DBICLY . MEREICEBNMR L DIREE  @Excellent wear resistant and durable due to special steel body.
ORI E RN RS R—ILETOIEENBZIITAET @Handling with drill press is easy due to high chamfering property
O — AN TEMEBEOUNEN R HDVI—IVT KN and centripetal.

SYZVIIAAMERTERT @®Running cost is reduced due to unnecessary re-grinding

O Y —NIBEFEBM TESHRL 3D—F—EHTEDDTREN and insert exchange type.
@Durable insert  due to carbide base material and economic due to
3 corner available.
@®More effective if use with THECUT tapping spray.
#Pls be careful in the case there is swing with main shaft
when use with drill press.

O THECUTYWEY TR T — 2T ERIEL & KUZIRN
R—)VBRETTERORE, FRITRND HRHERITERTEW

BTt mm

Bmd—R

Iltem Code
MTMB0425-S12 45° 1 25 4.2 12 26.8 50 76.8
MTMBO0425-S10 45° 1 25 4.2 10 26.8 50 76.8
MTMB1031-512 45° 1 31 10 12 28 50 78
MTMB2041-S12 45° 1 41 20 12 30 50 80
MTMB0430-120-512 30° 1 30 4 12 27 50 77

W=AA Y —bk Recommended inserts
Emd—R A4 — 18 XHIREIR HESEND T oRM4

Item Code Materials Work Material E#5% n(min-1)

MK10 k- IERER
(#BEEK 10482)  |Cast iron and nonferrous metal
MT-TD160304 e Hix IHATIR 100~600

(K10-+TiCN)  (Castiron and nonferrous metal
SP30 FEE RIS OH-SUS
(P30+TiCN) Steel and SUS

A Y —NMI1FE5EAY) 5 Inserts are contained in one case.

MNHIRMFEHETHRR TT AEBSN B, F v 0 ORI YIEIAZEDORRICL>TEBELET,
These conditions are for general guidance. Therefor they are subject to change to the situation of R0.4
the machine used, the tool hold rigidity. cutting oil, etc.

13.891

$9.525

W& Part
LEHRY LoF

Clamp screw Wrench
MST-4S MFT-15

ABEIT55!

A—N\N—HEH# FE~ZERO~
Super MENTORI-MARU  ~ZERO~

MTMS 1245110 MTMS 1245150-516 L
L o ’ ‘
2\ 1 AN
D a°§ : Idhe D n I "
5= B \v4
DEgﬁiC,:,Ege dl &K&E Maximum diameter bl Egteticr;c(‘l;ve dl &AE Maximum diameter
E diameter z diameter

4 K’ Feature

OEZV/IIIATIAE

@1 VY- R T . BIfETE

OFRIMNT —EFRA VY — N TRAERINT
OEFDIRENSTYRIIVDKRSBINIHTEE

@Spot cutting can be performed.

@Insert exchange type and re-grinding is unnecessary.

@High efficiency cutting due to high rigidity body and exclusive insert.
@Can be used like an end mill to process unprocessed materials.

MSEHRA100° L EERO.4IFVIEI T IR HELEEA #Mor than 100° of pointangle and nose R0.4 doesn’ t recommend V grooving. ABERTE5!
@®./—XRO.AIFEICIBROIEEMD L @Positing accuracy of nose R0.4 is improved. Video is here !
B mm
g a— R 2y | LYF £ Y9—h
Item Code ‘ a ‘ D ‘ Screw | Wrench ‘ Insert
MTMS 1245110 90° 12 13.25 - 110 12 MST-3S | MFT-9 | MT-SD09T208-45
NEW MTMS 1245110-R0.4 90° 12 13 = 110 12 MST-3S | MFT-9 | MT-SD09T204-45 |
MTMS 1245150-S16 90° 12 13.25 25 150 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 13100130 100° 13 13.8 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 145120130 120° 14.5 15.4 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 145125130 125° 14.5 15.7 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 148130130 130° 14.8 16 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 15135130 135° 15 16.25 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 152140130 140° 15.2 16.5 - 130 16 MST-3S | MFT-9 | MT-SD09T208-45
( EEil/JffJulﬁﬁl 2 %/ - ZRO.4 :‘_"RO..S(D?' 'y.7ﬂ—(“(171<)b5577)f§7§{? D3
Minimum diameter ¢ 2 Using holder is different in nose R0.4 & RO.8 inserts!

WAV —RMZR  Insert
A4 V5 — MZIK Emd—R

49— MtE it El+
Insert Item Code Materials Work Material

Els oAby ok il
MT-SD09T208-45 CEM1 T—Xyh For steel except for nonferrous metals
MT-5D09T208-45 O HEHE (K1 018) %)ﬁr*.c;akg_ﬁ;\iﬂr?jﬁstainless steel
MT-SD09T208-45 MG15 CEMT+TIN | BEEE R F

For high hardness steel and hard to cut materials

MT-SDO9T208-45AL | MK10 | #BH8(K1048Y) | Fixsm

For nonferrous metals
MT-SD09T208-45MS |  CEM1 g—xyh | EPEE R
MT-SD09T204-45AL | MK10 | #8EE (K104gy) | ZFEAEM. 277 2/L X 80F

For low carbon steel and mild steel
For nonferrous metals and stainless steel

ALY —MI1FES T A

Sinsers contaied i MT-SDO9T204-45AL |  KG10 MK10+TIN | R R nd stainless steel
MT-SD09T204-45MS |  CEM1 I S s e O R

For steel except for nonferrous metals
JHEORARIC K SHEEN TN TEE By original form, high precision cutting is possible. BEZ#&# Finishing of Design registration
WiRHEYIHIZRE Recommended cutting conditions  MADIT&EE (d-h) DB%E Recommended cutting conditions

AT Y %1)RE , : , : ,
. IR a |90'R04)|90°RO.8) 100°ROE) 120°RO8)[125°RO8)130°ROE)135°ROE) | 140°RO.

d
Vs
Spotting 50-150 0.01-0.03 1] — | — ] = Jlo1]lo0o1]01]o01] 01
v I}gfvin 100-200 0.03-0.08 2 078 | 045|049 | 0.39| 0.36 | 0.33 | 0.31 | 0.28
|V grooving |
— 3[11.29/095]091]068]|062]057]|051|0.45
chamfering | TGS 4179145133 097|088| 0.8 | 0.72 ] 0.64
" 7 L= AR R, S50k . = 6 2792451217 (154 | 1.4 | 1.27 | 1.14 | 1.01
Work taterial A A A o es Giometer | 8 | 3.79 | 3.45 | 3.01 212|192 | 1.73 | 1.55 [ 1.37
O P FEDN h: TR 10| 479 | 445 [ 385 | 2.7 | 244 22 [ 197|174
272 LRETOEI VS OB AR LRERDA% Cutting  depth 12] 579|545 | 469 | 3.28 [ 296 | 266 | 239 | 2.1
The spotting conditions of stainless steel are 40% of the values of the table. 13 — — 511 357 | 3.22 29 259 | 2.28

MR EHETHER TT AERASNBHE. Fv o7 ORI YIHIAEORRICL->TEBHELET .
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.
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A—NN—EBHA ZE~ZERO~

hEBE A

Effective
cutting
dlameter

dl &X#E Maximum diameter

Super MENTORI-MARU ~ZERO~ For lathes

NC-MT-1245150H

%j[]l Effective
cutting
= diameter

@Internal lubrication specification and shank design which is specialize in lathe.
@Spot cutting can be performed.
@Insert exchange type and re-grinding is unnecessary.

@High efficiency cutting due to high rigidity body and exclusive insert.

@i TOREAICHHEUIc BB RE Y v T5RE
@ EZV /I TIAE

@Y — R T B ETR
OEAIENT 1 —EBRA VY — b TRAERINT

B : mm
BHmd—R xRy | LF 45—
Item Code ‘ a ‘ D ‘ d1 ‘ 2 ‘ L ‘ d Screw | Wrench Inserts
NC-MT 1245150H 90° 12 13.25 25 150 16 MST-3S | MFT-9 | MT-SD09T208-45
NC-MT 145120130H 120° 14.5 15.4 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45

( =ANIE ¢2

Minimum diameter ¢ 2

WY —MZIRIFE8R—IUBHR  Insert selection of please refer to page 58

WiZHELHIZRE Recommended cutting conditions

T BIHIEE 3RV RE
Process Vc(m/min) fz(mm/t)

EZVH
e 50-150 0.01-0.03
ca i .
o 100-300 0.03-0.15
" 7V REIGE, FesRE. S55k
SIS 505 4 L% X7~/ LR
Work Material By SRINIeN el T RIS

XZAFULZTOEI VT DBEIF ERBEHDA0%
The spotting conditions of stainless steel are 40% of the values of the table.

WHI&EE (d-h) DB%Z Recommended cutting conditions

90’

120°

0.1

RS e—

0.45

0.39

0.95

0.68

1.45

0.97

d:plT# Cutting diameter

2.45

1.54

1
2
3
h 4
6
8

3.45

2.12

h: 0T3RS Cutting depth

4.45

2.70

5.45

3.28

3.57

3.86

KB EBETORRTY AN, Fr o ORIECYIRIAZEORRICE > TEBRLET,
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.

BEMTMSHIIH| The example of MTMS

fEATE : MTMS 1245110 MK10
#HIA : A52S

SRR - MC BT50

S4ER4G3H : Emulsion

Vc : 80m/min(5100/min)

fz 1 0.03mm/t

OE=

Vi
Spotting

OVENT
V grooving

[l
Chamfering

@/\EHEY Chamferin

@Rzl Engraving

EREEAS°

7, Chamfer angle 45°
mEEY VY — 2
[.L
Double Face cutter z

DFC11-58-80L

O T— ng

DFC15-S10-110L
4

~

(T

14
83

DFC20-512-110L

DFC20-S12-110L 3NT N

4 E Feature

0.0
-0.015

2
:

OXREEOHANVRIEDVEIN LA TIRE
OFREBMWNIICHENT.HRAC2.8XTOEMHTIHE

@V-groove processing for both side (face & back) and side is possible.
@Up to C2.8 is possible for face chamfering.
OSEAA VY —N4d—7—) DIFRAICKY. BREMNTZER  @High accuracy processing is realized due to dedicated insert (4 corners).

B i mm
e RIMIE BACHE DUBATE
IteErI; Code Minimum diameter | Maximum C hanfer ’\é‘f‘fg'crm;"
diameter
DFC11-S8-80L 6 10 2.3 1.18 10.6 11 1 80 8
DFC15-S10-110L 9 155 2.8 2.18 14.7 15 2 110 10
DFC20-S12-110L 14 20.5 2.8 2.97 19.7 20 3 110 12

WIZELJEISRF Recommended cutting conditions
#&HEI##  Work Material

EDHLEE Vc(m/min)

| 3 EE fz(mm/t)

KRR (515C. S5400) 100-200 0.04-0.1
=R (S45C, S55C) 60-150 0.04-0.1

T 58 (SK. SKH) 40-100 0.02-0.08
#ik (FC250.FC300) 100-200 0.04-0.1
97941 )Lk 80-150 0.04-0.1
7 IL=E%(Si<13%) 120-300 0.04-0.1
7IL=E:(5i213%) 60-150 0.04-0.1

AT VLA (SUS304.316) 40-100 0.02-0.06

MR EHETHER TT AEAS B, F v ORI YIHIAEORRICL->TEBHELET .
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.

WAV —MZR  Insert

A Emd— R BE |[K—=v7 Fi% size (mm)
r“—ﬂ ltem Code accuracy | honing A T re
> E MT-SDMO050204AM V125 M &) 5.09 2.38 0.4
—H {f‘f - - 2TV LR - #BEPVDI—T 12 (TIALN) For steel, stainless and cast iron carbide PVD coating
~= ) e MT-SDH050204US MK 10 H BL | 509 [ 239 | 04
| - 7IV=EIEEER #BIEK1 0482 (SEft _EI1F) For nonferrous metal almost carbide K10(mirror finish)

WZE  Part
RS54 N—

Driver

MSP-2L043 MDP-6
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NEWKILR—F

STimaBFRAZAA
New shape of tip

SHIVY—h

Dedicated insert

G HASH T LY -

co-packer:M Tool CO.,LTD.

@Cutting swarf removal & cutting are improved due to new form point.
@Sharp due to designated insert.

@ STImERFTAZ IR TUIRIALIR S GBI DRI C[E) £
OF A VY — MK EBICYv—TIREINEKERR

New Tornado

YiEE i

Chip bite suppression

HFEL1.5mm

@7 )L—ERFRAR T B8 7 4]
O T —[THAIZER A MR Al 7Zm

OKERT —3 > MIE CHI B = R (CfE) L

FERTDINEK! FHDY T g 5—!!

Mervelous Performance!

The most Excellent Counter Bore of All!!

IV IRK
RENAICKT Bh—IURFJUP

A hold power for the torsion power is improved
by large diameter shank

@Cutting swarf is controlled due to new form flute part.
@\Wear resistant and durability are improved due to special steel.

@Cutting swarf removal is impro the best coolant position.

BT D mm
Emd—R MRRIL b A5 —b
ltem Code Bolt Size Inserts
SGLT 9-10-M5 1 9 4 10 25 60 90 M5 MT-CP040104L
SGLT 11-10-M6 1 11 4 10 33 60 95 M6 MT-CP040104L
SGLT 14-16-M8 1 14 4 16 35 70 110 M8 MT-CC060204L
NEW SGLT 14-16-M8-2NT 2 14 6 16 35 70 110 M8 MT-CP0404104L
SGLT 17.5-20-M10 2 17.5 6 20 44 70 120 M10 MT-CC060204L
SGLT 18-20 2 18 6 20 46 70 122 MT-CC060204L
SGLT 18.5-20 2 18.5 7 20 46 70 122 MT-CC060204L
SGLT 20-20-M12 2 20 8 20 50 70 125 M12 MT-CC060204L
SGLT 21-25 2 21 6 25 60 80 145 MT-CC080204L
SGLT 22-25 2 22 7 25 60 80 145 MT-CC080204L
SGLT 23-25-M14 2 23 8 25 60 80 145 M14 MT-CC080204L
SGLT 24-25 2 24 9 25 60 80 145 MT-CC080204L
SGLT 25-25 2 25 7 25 60 80 145 MT-CC09T304L
SGLT 26-25-M16 2 26 8 25 60 80 145 M16 MT-CC09T304L
W=AA Y —bk Recommended inserts
FHmad—R 45— 8 DRI LVF
Item Code W ENEELS Screw/Wrench
CEM1 (F—Xwhk) MST-2(M5)
MT-CP040104L-SE MK 10 (F8TEK10) MST-2L040(M6)
MG15 (B —Xvk+TiN) /MFT-6
CEM1 (B—Xwhk) MT-CC060204L MK10
MK 10 (858K 10)
ONRSGOEOATEL MG15 (B —Xv+TiN) SIS TR W1 Y —MFE-  The material of inserts and cutting conditions.
SG20 (BfHLEBIE+TICN) 45— tE xR A+ YIHIRE EVRE
CEM1 (U—Xwhk) Materials Work Material |Vc(m/min) | fz(mm/t)
MK10 (88K 10) CEM1 FESKE B D
MT-CCO80204L G 15 (g —xwh+TiN) | MOT-35/MFT-9 (H—xXwh) Steel
SG20 (BHLEBIE+TICN) MK10 k- FEEREE
CEM1 (U —Xwhk) (#BEBEK10)  [Cast iron and nonferrous metal
60~150 |0.02~0.08
MK10 (#81#K10) MG15 B RIS DE-SUS
MT-CCO9T304L |1 G15 (15— +TiN) | MO T-45/MFT-15 (H—xwh+TiN) | Steel and SUS
SG20 (BfHIETE+TICN) SG20 SUS-StEER
AL M1 FESE AN (RBHARIEBIE+TICN) |SUS and high hardness steel

5 Inserts are contained in one case.

KB H<ETORR TY ERSNAHIE. F o7 ORIECYIRIMZ ORI E->TEE)

BLET,

These conditions are for general guidance. Therefor they are subject to change to
the situation of the machine used, the tool hold rigidity. cutting oil, etc.

MTMS-WM

MTMA EZ 1030

Two Side(s) Cutter

MTMS-WM1131-45 MTMA-1436-45

42

O DAEOEBVIITZ. REARFICITAF T @Two side board chamfering processing can do at once.
Q1 VY —NFBEBM TEHERNRL . 3T—F—(FHTEDDTEEN  @Durable insert due to carbide base material and economic
due to 3 corner available.

B i mm
Em1— R
Item Code
MTMS-WMO020-45 90° 2 29 25 20.7 0 47.6 80.5 128.1
MTMS-WMO121-45 90° 4 38 32 21.5 1 47.6 80.5 128.1
MTMS-WM1131-45 90° 4 38 32 31.4 10.5 57.3 80 137.3
MTMA-1436-45 45° 2 36 32 = = 51 70 121

% MTMA-1436-45 (3. RERDAELENET, MTMA-1436-45 is available only for back side Chamfering.

BERA Y —bk Recommended inserts
Bmd—R

WIZHELJHIZRHR Recommended cutting conditions

SRR XV TRE
Vc(m/min-1) fz(mm/t)

4 89— I8
W EWELS

It EI+
Work Material

Iltem Code

MK10 SEek. JESE DR 60~150 0.02~0.15
(FBEEK 104B2)  |Cast ron and nonferrous metal| DM (I < E THRR T LS NBHEM. F o7 DBIED
R EBESEDRRICE > TEBRLET
MT-TD160304 SK1 0 %ﬁi aEﬁﬁE These conditions arje for general guidance. Therefor they are
(KTO+TiCN)  |Castiron and nonferrous metal subject to change to the situation of the machine used,
SP30 3F§%§Euﬂ0)ﬁﬂﬂ'sus the tool hold rigidity. cutting oil, etc.
(P30+TiCN) Steel and SUS

ALY —ME1FE5BAY) 5 Inserts are contained in one case.

WZfE  Part
IEHRY

Clamp screw
MST-4S

MFT-15

13.891

RO.4
08
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MSSC

REEREH
Finishing of Design registration

Y—bEAYY—

Seats Surface Cutter

MSSC PF

EERZS7 Plug for oil-pressure piping

v

SHMESRRICH1F Y — bEISHEHEZTSERE T,
RIBBBULWLWHEIITEMRTY .

B TRINETITIE >IN/ ONDZEN L.

Y—MEINIERAOF Y SRR Ny I —ZRFELE LI L

Seat surface of oil pressure part is important

and severe for processing.

>—MEMIL (ERY)+YT)

Seat Side Processing(Chamfering and Counterbores)

d3| d2

d]Lff et | L |d
o

\ L1

d2| 1| A s Id
i i

| L1

We released the tip replaceable cutter only for seat 42 B Lt | o 1g
surface processing by using oridinal technologies.

T
T
|
|
[
|
|

hITERS

Processing part

OHEUNZY VT DR P O— T 94 FTUD

HRGH TN I ZREAO—F Tk

OZXIYDY—MITE EEDORIMNI. BT UK TIEZERN

OEHEARECIESEA. SV VI IRNRENICER
OtDIFEICDOVTHTHRITIHUET
KAUDIINTHEMRX Y B TUNMTIEEEE A

The object for helical cutting and the object for Metric thred cannot

perform counterbore cutting.

Emd— R
Iltem Code

‘ L ‘ L1 ‘L2+~°61

MSSC-M

WR—MRZIRYER  Port size
TSI RIEE

The standard of a plug screw

MSSC-M125C

L2

@®Processing only for fabricated burnishing drill or brazed carbide

drill was changed to standard throw-away.

@Processing is performed at the same time from seat processing

for each screw and R processing of top to counter bore.

@Tool cost & running cost are reduced due to unnecessary re-grinding.
@®\We provide conclusion for the other standard.

d‘d1‘d2‘d3

gHA Y-k
Inserts

H I UNITHA
Inserts

lEHRY
Screw

B mm

LoF
Wrench

‘ Fig.

MSSC PF1/4-11415624 | 130 | 100 | 14.5] 20 |11.4|15.6 | 24.0 | MT-DC0725 MT-CC 060204L| MST2.55 | MFT-8 1
MSSC PF3/8-1518628 |137.5| 100 | 14.5| 25 | 15.0|18.6 | 28.0 | MT-DC0725 MT-CC 060204L| MST2.55 | MFT-8 1
MSSC PF1/2-18722634 |137.5| 100 | 14.5| 25 |18.7|22.6 | 34.0 | MT-DC0725 MT-CC 09T304L [MST255/MSTAS MFT-8/MFT-15| 1
MSSC PF3/4-24129845 |150.6| 100 | 20.6 | 32 | 24.1|29.8 | 45.0 |MT-DC1135 MT-CC 09T304L| MST4S | MFT-15 1
MSSC PF3/4-24130545 [150.6| 100 | 20.6 | 32 |24.1|30.5|45.0 |MT-DC1135 MT-CC 09T304L| MST4S | MFT-15 1
MSSC PF3/4-24130745 |150.6| 100 | 20.6 | 32 |24.1|30.7 | 45.0 | MT-DC1135 MT-CC 09T304L| MST4S | MFT-15 1
MSSC PF1-30435851 150.6] 100 | 20.6| 32 |30.4|35.8|51.0 ) MT-DC1135 MT-CC 09T304L| MST4S | MFT-15 1
MSSC PF1 1/4-3944862 |150.6| 100 | 20.6 | 32 | 39 |44.8|62.0 | MT-DC1135 MT-CC 09T304L| MST4S | MFT-15 1
MSSC PF1 1/2-45150868 [150.6| 100 | 20.6 | 32 |45.1|50.8 | 68.0 | MT-DC1135 MT-CC 09T304L| MST4S | MFT-15 1
MSSC PF145C(PF1/4-1/2)| 122 | 100 |6.31| 20 | — |145| — |MT-DC0725 - MSP2.55| MFT-8 3
MSSC PF245C(PF3/4-1.1/2) [132.5/ 100 |9.35| 32 | — |245]| — |MT-DC1135H - MST4L060 | MFT-15 | 3
MSSC M8-06810 95 | 75 |396| 16 | — 10 | — | MT-DC0703-12 - MSP2.55| MFT-8 2
MSSC M10-08812 95 | 75 |396| 16 | — 12 | — |MT-DC0703-12 - MSP2.55| MFT-8 2
MSSC M12-105135 127 1100 | 11 | 16 |10.5]|13.5| — [IMT-DC0703-12 - MSP2.55 | MFT-8 2
MSSC M14-125155 127 1100 | 11 | 16 |125]|155| — |MT-DC0703-12 - MSP2.55| MFT-8 2
MSSC M16-145175 127 | 100 | 11 | 20 |145]|175| = |MT-DC0703-12 - MSP2.55| MFT-8 2
MSSC M18-165195 127 1100 | 11 | 20 |16.5]19.5| — [MT-DC0703-12 - MSP2.55| MFT-8 2
MSSC M20-185235 135|100 | 13 | 25 /185|235 — [MT-DC1104-12 - MST4L060 | MFT-15 | 2
MSSC M24-225275 135100 | 13 | 25 1225|275 — |MT-DC1104-12 - MST4L060 | MFT-15 | 2
MSSC M27-255307 135]100 | 13 | 32 |255|30.7| — |MT-DC1104-12 - MST4L060 | MFT-15 | 2
MSSC M30-285335 135|100 | 13 | 32 |285|335| — [MT-DC1104-12 - MST4L060 | MFT-15 | 2
MSSC M33-315365 135|100 | 13 | 32 |31.5|36.,5| — [MT-DC1104-12 - MST4L060 | MFT-15 | 2
MSSC M36-345395 135|100 | 13 | 32 |345|395| — [MT-DC1104-12 - MST4L060 | MFT-15 | 2
MSSC M125C(M12-M18) [119.5| 100 | 4 20 | — |125| = [MT-DC0703-12 - MSP2.55| MFT-8 3
MSSC M205C(M20-M36) |127.5/ 100 | 5.6 | 25 | — |20.5| — |MT-DC1104-12 - MST4L060 | MFT-15 | 3
@~ UALIIATY, For helical cutting. HA Y —NE 1 FESEAY

HEXIDY—MITE LEORMITIGERF v TER,
Seats cutting and counterbore use the inserts.

5 Inserts are contained in one case.

PF1/4 24.0 15.6 30.1 45 15 0.2 2.7 £0.2 1.5 12.0 18.0
PF3/8 28.0 18.6 %01 45 15 0.2 2.7 0.2 2.0 12.0 18.0
PF1/2 34.0 22.6 91 45 15 0.2 2.7 0.2 2.5 16.0 24.0
PF3/4 45.0 29.8 20_1 45 15 0.2 3.7 £0.2 2.5 17.0 25.0
PF3/4 45.0 30.5 30.1 45 15 0.2 3.7 £0.2 2.5 17.0 25.0
PF3/4 45.0 30.7 9.1 45 15 0.2 3.7 £0.2 2.5 17.0 25.0
PF1 51.0 35.8 Q01 45 15 0.2 3.7 £0.2 2.5 21.0 30.0
PF1 1/4 62.0 44.8 20_1 45 15 0.2 3.7 £0.2 2.5 21.4 30.0
PF1 1/2 68.0 50.8 30.1 45 15 0.2 3.7 0.2 35 21.4 30.0
M8 = 10 0.1 60 12 0.5 3.15 #0.15 b3 S P
M10 - 12 0.1 60 12 0.5 3.15 +0.15 % P P
M12 = 13.5 0.1 60 12 0.5 3.15 +0.15 P3 P *
M14 - 15.5 0.1 60 12 0.5 3.15 #0.15 X ¥ P
M16 = 17.5 0.1 60 12 0.5 3.15 +0.15 P P b
M18 — 19.5 0.1 60 12 0.5 3.15 +0.15 P ¥ S
M20 = 23.5 #0.1 60 12 0.5 4.15 £0.15 ¥ X b3
M24 — 27.5 0.1 60 12 0.5 4.15 +0.15 ¥ ¥ ¥
M27 — 30.7 0.1 60 12 0.5 4.15 £0.15 * X P
M30 - 33.5 0.1 60 12 0.5 4.15 £0.15 P P DS
M33 = 36.5 0.1 60 12 0.5 4.15 +0.15 ¥ S ¥
M36 - 39.5 0.1 60 12 0.5 4.15 £0.15 % P P
HKi2-13-t4ld 21—V —HRICE-TRAENET, The size of t2, t3 and t4 changes with users.
WY —M8E-%H The material of inserts and cutting conditions.
45— M8 K tREIA BHEIERE EWUERE
Materials Work Material | Vc(m/min) | fz(mm/t)
" CEM1 FEERER LIS D
(F—Xwhk) Steel
d‘z gR - MK10 kISR
‘ (FBTEK10) Cast iron and nonferrous metal
= | Z 2 MG15  |membpomcus| 407100 | 00401
1 (—Xybh+TiN) | Steel and SUS
| o Bl SG20 SUS-EStERESA
L | g (RBHAKIEBRE+TICN) |SUS and high hardness steel
! MYTBIRMAF R BETHER TTAERSIN M. F v 7 DRIMERTEAZEDRRICS - TES
S 1 HMLET,
| These conditions are for general guidance. Therefor they are subject to change to
| the situation of the machine used, the tool hold rigidity, cutting oil, etc. AE’JE(;:BBI
| .
WiIHl  The example of cutting O o O
#HEIFt  S50C M12
g Dry M27 (@) (@) M24
Vc : 60m/min M18 M14
fz: 0.06mm/t o O o
M16 M36 M16
o O
M14 M18
(o]
) O
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