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2 head holder for automatic Lathe

. 7T

=

=X

Ak

L1

_h_ L1 h - -
N 1 1 .32 ..
/T 11 I = F2
P — N :
Ea . F1 s[—1 (W
=93’ Lt 4
T EFH
L5 [ ) — = i
e gl i' — A _: H .
ABEFTH5! i —+ |H
Video is here ! L.
L2

BFEZ$#:5516105495 Design registration:No.1610549
5 K& Feature

WA Y —NIBITTELVET

2T ATEYRIAT

Inserts sold separately.
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Item Code

@Revolutionary structure with rough processing (MT-DE11-forward rotation)
and finish processing (MT-DEQ7reverse) by a single holder!

@®L-shaped comb-shaped tool post of automatic lathe with
restriction using efficiently is realized.

@High efficiency and long life is realized due to development of
optimum breaker for turning process.

@since the offset type can be processed without returning the workpiece to
the guide bush by changing the cutting edge position, there is no possibility
of breakage due to chips entering the guide bush.

Coupled with the effect of the dedicated insert, stable processing and

excellent discharge chips are realized [

MTUDC-07111216JX 2 12 16 120 20 16 16 - -
MTUDC-07111216JX-F15 2 12 16 120 20 16 28 12 15
MTUDC-07111616JX 2 16 16 120 20 16 16 - -
MTUDC-07111620JX-F15 2 16 20 120 20 16 28 8 15
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Item Code Screw
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Wrench Insert Wrench
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MTUDC-07111216JX MT-DE070201(2)L| MST-2.5S MLT-8 MT-DE11T301(2)R MST-4S MLT-15
MTUDC-07111216JX-F15 MT-DE070201(2)L| MST-2.5S MLT-8 MT-DE11T301(2)R MST-4S MLT-15
MTUDC-07111616JX MT-DE070201(2)L| MST-2.5S MLT-8 MT-DE11T301(2)R MST-4S MLT-15
MTUDC-07111620JX-F15 MT-DE070201(2)L |  MST-2.5S MLT-8 MT-DE11T301(2)R MST-4S MLT-15
WERA/ VY —k Recommended inserts
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em Code ateria Processing pecificatio 3 TU—H—DI<KVWAEZ20°E L. SR DRIZRD AL —
MT-DEO070201L CEM1 P TwS C FMBRZIRLTEICKY  EIBOBFHENRIFCI LIBHN
MT-DE070201L MK10 o (e K SRA—IVRICHML TR HE N ELWHE LT EZ1S 55
tt kA (¥%5) Sharp .
MT-DE070201L | SG20 Finishing S DTEFT I SBOKEIMICHLT A VY —bDRE
MT-DE070202L | CEM1 . e ) C HORRELTVFT,
MT-DE070202L | MKio | (COkWis®) | v SthJ “ K
MT-DE070202L | 5G20 arp 3 Feature for the dedicated insert
MT-DE11T301R | CEM1 S FPTy C By setting the rake angle of the breaker to 20 * and
MT-DE11T301R| MK10 . = 7 K eliminating the straight portion of the R shape at the tip,
e (IEEE) Sharp . . . . L.
MT-DET1T301R SG20 Roughing S the discharge chip property is good.The chips are divided
MT-DET1T302R | CEMT | o nter clock wise) S—F T C into small curled shapes and discharged, and a beautiful
MT-DE11T302R | MK10 Sharp K finished surface can be realized.In addition, the long life
MT-DET1T302R 5G20 S of the insert is realized for various work materials

W/ —ZRIF R TIAFAAEICHELTVET, Cormers R are minus tolerances.
ALY —MI1 7 —Z10fBAV) 10 Inserts are contained in one case.
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Cast iron
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Nonferrous metal
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CEM1 Cermet o O
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MK10 Carbide o o
B FHBIE+TICN

5G20 Ultralfine carbilde o © O
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Work Material Vc(m/min)| fz(mm/t)
— RIS Steel 50~250
ksl Carbon steel 50~250
27 YU A Stainless steel| 50~200 |0.03~0.15
#t% Cast iron 50~300
JEf%EE Nonferrous metal| 100~500
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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.



