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MAY—MIBIFFELNET,  Inserts sold separately.
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Item Code
MTMS 1245110-R0.4
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@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.
@Positing accuracy of nose R0.4 is improved.

3% V-grooving is not recommended for holders other than nose R0.4 and tip angle 90 ° .
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Screw

( TR ¢2
Minimum cutting diameter ¢ 2

W=R-< Y —bk Dedicated inserts

s EIR4 Work Materials

mmd— R 49— b8 I<LVA AFettix Alumi
Item Code Materials rake angle |Tool cutting edge SUS304 lgrlr;g;lum
CEM1 P—=Xyhk . O
MT-SD09T204-45MS NATE CEMTEAICN 10 T TS 5 o o)
MT-SD09T204-45AL KG10 MK10+TiN 15° ©) ©)

KA10 MK10+AQCrN O ©) )]
¥MTMS1245110-RO.4EHTY . MTMS1245110-R0.4 only A —ME15854 AV Slnserts contained in one case.
KA —MEIRIE 75—TFSBBLTTFEL, Refer to page 75 for the insert model.

B mm
tom Code 0 » » 0 d N e .
MTMS 1245110 R 110 - 12
MTMS 1245150-S16 45 128 13.15 150 25
MTMS 13100130 40° 13 13.8
MTMS 145120130 30° 15.4
MTMS 145125130 27.5° 145 15.7 130 30 16 MST-35 MFT-9
MTMS 148130130 25° 14.8 16
MTMS 15135130 22.5° 15 16.25
MTMS 152140130 20° 15.2 16.5 -

B/ANIE ¢2

Minimum cutting diameter ¢ 2

W=R-< Y —bk Dedicated inserts

Xt EI44 Work Material

Em1— R 19— 8 g<VAE Rtttk umi
ltem Code Materials rake angle | Tool cutting edge SUS304 . uarR(l)r;lum
CEM1 T—Xvhk ©) O
MG15 CEM1+TiN = ©)
MT-SD09T208-45 MA15 CEM1+AQCrN 3 Chamfer honing ©) ©) ©)
MK10 B K1048 ©
KA10 MK10+AQCrN ©) O
CEM1 T—Xvhk . ©)
MT-SDOST208-45M5 MA15 CEM1+AQCIN 0 S F Ty o @) O
MK10 B K1048 Sharp @) ©) ©
MT-SD09T208-45AL KA10 MK10+ARCrN 15° [©] )]
NEW DLC10 MK10+DLC ©)

¥MTMS1245110-ROALISNDFRIVE - B TEET,
A Y —MIZIKIE 75—V ESRBLTT AL,
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Excluding MTMS1245110-R0.4
Refer to page 75 for the insert model.

A Y —hE15854 AW Slnserts contained in one case.
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Here's what's important.
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The cutting edge of the insert is angled so that the center line of the holder and
the cutting edge are coaxial.
As a result, high-precision cutting from 90 ° to 140 ° is achieved.

In addition, since the cutting edge comes into contact with the work material at
an acute angle, the occurrence of burrs is greatly suppressed.
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Insert model
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MT-SD09T204-45MS CEM1

Insert model

MT-SD09T204-45AL KG10

Insert model
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MT-SD09T208-45MS MA15

Insert model

MT-SD09T208-45 MG15

WIZEENHIRE Recommended cutting conditions

PHIEE
Vc(m/min)

T
Process

XV IRE
fz(mm/t)

L= _

Spotting 50-150 0.01-0.03 dt 2 | 078 | 0.45 | 0.49 | 0.39 | 0.36 | 0.33 | 0.31 | 0.28
VR 100-200 0.03-0.08 3 | 1.29 ] 0.95 | 0.91 | 0.68 | 0.62 | 0.57 | 0.51 | 0.45
=g i 4 179[1.45[1.33/0.97[088 | 0.8 | 0.72 | 0.64
Chamferin, 100-300 0.03-0.15 o 6 | 2.79 | 245 | 217 | 1.54 | 1.4 | 1.27 | 1.14 | 1.01

g d: I
F— 7IUS BRI, 3R, 250k Cutting diameter 8 |3.79] 345|301 212|192 1.73 ] 1.55| 1.37
Work Material AR A T h: ITRS 10| 4.79 | 4.45 | 3.85 | 2.7 | 2.44 | 2.2 | 1.97 | 1.74
e S Cutting  depth 12| 5.79 | 5.45 | 4.69 | 3.28 | 2.96 | 2.66 | 2.39 | 2.1
>:<Tzh%>l/§_-ﬁﬂf*®§wrneltm%ec¢}iléaéﬁtgtoffﬁiﬁfr‘a'fﬁzotbl 13 = = 5.11 | 3.57 | 3.22 | 29 | 259 | 2.28

e spotting conaitions ot stainless steel are % oOf e values Ol e table.
5 RRO.AE HIBOO" LUADIN S 13 VAN EHEI L E A, 14 — | - | - [386[349]3.14][279] 246

V-grooving is not recommended for holders other than nose R0.4 and tip angle 90 ° .

W0 T#6E (d-h) DBZ Recommended cutting conditions

KYTHIRFEHETHER T AEASN DM, F v 7 DRIERTIHRZEDORIRIC L TEBELE T

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.

ABEFT55!

Video is here !

BEMTMSHIIHI The example of MTMS

fEATE : MTMS 1245110

AP —k : MT-SD09T203-45AL MK10

#HIE © AS2S

B - MC BT50
SAEREEH : Emulsion

Vc : 80m/min(5100/min)
fz 1 0.03mm/t

OEIVY
Spotting

OViENT
V grooving

OEHY
Chamfering

X
5%
S
i
=
]
B
D
)
A
U

75



CN G SHE R Y I

%

(X*7)
S CIRIERIT ﬁnn

£OBI3 ZERO,
X~/ —Eﬁ'ﬂ. = EF~ZERO~

ERYMI % LRI
Ta2bhbedAKLLS

MIEBIZ Y « A= Y B

TRONELEICE > TR

COE-Ta2RA!
i %Qhﬂ&gﬁL 27

-“\\,

THE CUT® .
R—H—EHME/U —X

BEOMEHFRES L
RN~ (K b
\ BHHEL- J
T /;} ﬂ;/ "
MC T X ; 3—As TH
CHEHITHEZ B e i

\  BIECRZOSS
\ EXZITRE S

e BRI 7 ¢ 7500
, B TERS |

P
THECUTOEhﬂﬂgk\f“-—*HHHE

PhABHOEDUBZERLTH
RELL-AERELSHES !




SA Zhi b
SOP2LD {
r3z5ra 4

bhoTHHET )
SHLWTT

ZABWVWEZA
o 2L
MIZFAY v ME
oD ?

v, 2hid
Fou7bEEL
FHHIRVDOT
Shi@EicLy

A\ ZETL:H

TEMXWEET R

bLhaCHERE
W bkD?

LHRBWLZA
ZwlsA |

v, THH6IT
hoTkb s

Ehic !
L LEHG, ST
IZAPAYy FREUT
WhEFEEVWET

EOICRVETRR

(£ 35/ AAIRY /1

7 ZhUedRLE
—%B-oTAD L !

BOHESTEVET ]
fArBED TEHBYILES
BREVEbE(EIVA

by
%
S
a
=
|
B
U
i
A
b}



