CN G- CEE SRR I

NEW
NEW
NEW
NEW

86

IMTMS
IZERO
IDFC
IMSSC

Spelrelx

ASEEY  VENL NERY FENI EISVS  EER

=2 VJI]I{%

YRR TR

@Dr| D -

Replaceable head tools

JU—X

ST MRS I LY -
Co- packer M Tool CO.,LTD.

_‘

T 1.}

= I

12
I I
L3 IMSSC PF “ IMSSC M
ALY —MIFIFEEANET,  Inserts sold separately, ¥ +>7I35I55£4ET,  Shank sold separately.
4§ K | Feature
@iBEY v I DERAICKY  BEHULORWII I A OIAE! @Carbide shank enables machining with long protrusion.

OETDN\YREV Y INT =SV RUTED T U BHEHERIF!

OFHAYRZZHRIEE A VY —h2EBULTHBLET,

@AIl replacement heads and shanks have coolant holes for

good cutting swarf removal!

3Bl @Work efficiency is improved by providing a spare replacement head with inserts!
B D mm
BI—R T4 v v IRALYF

Eﬁ Code ‘ Cutbtli]ngilg:nge T?)gfgh o ‘ D ‘ 13005 ‘ H ‘ t ‘ B ‘ Shank Tigﬁg]in?Wrench
IMSSC PF145C-M10 | PF1/4-PF1/2 20.1| 14.5 6.3 26 | 25 10.5 | M10 ITW-15
IMSSC PF245C-M16 | PF3/4-PF1"1/2 5 32 | 245 9.35 33.5| 27 2 16.5| M16 ITW-24
IMSSC M125C-\M8 M12-M18 146|125 4 24 | 23 85 | M8 ITW-14
IMSSC M205C-M12 | M20-M36 23.6 | 20.5 5.6 32 | 25 12.5 | M12 ITW-22

HATHISEML, 88— % SBBL TTFAL, Refer to page 88 for standard cutting conditions.
l%ﬁﬁ»f P —hk Recommended inserts

MT-DCO07-2.5

CEM1

MG15

MA15

CpP

MK10

KA10

MT-DC11-3.5H

CEM1

KP

IMSSC PF145C-M10

MG15

MA15

MK10

KA10

IMSSC PF245C-M16

CEM1

MG15

MT-DC0703-12°

MA15

MK10

KA10

CEM1

MG15

MT-DC1104-12°

MA15

MK10

KA10

;U

IMSSC M125C-M8

No Mark

IMSSC M205C-M12

B>V —b#tE  Insert Materials
19— 8

YirnEHI  Work Material

EWEELS ﬁfﬁgﬁi
metal
CEM1 P—=Xyhk O O
MG15| CEM1+TIiN (©) O O
MA15| CEM1+AQCrN O O O
MK10| B8 K104 ©) @)
KA10| MK10+AQCrN O

WER5 Part

1 Y — st IF A
For tightening inserts

fHfTIFRY LF
Screw Wrench

Ny RBEIFE

Replacement head

IMSSC PF145C-M10 | MSP-2.55 MFT-8
IMSSC PF245C-M16 | MST-4L060| MFT-15
IMSSC M125C-M8 MSP-2.5S MFP-8
IMSSC M205C-M12 | MST-4L060| MFT-15

A Y —MI1FE5ME AV 5 inserts are contained in one case.
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By D mm
Mmd— R c VvV IRmITAL Y F
Item Code “ D ‘ or ‘ H ‘ t ‘ L2 ‘ d ‘ WD ‘ Shank Tightening Wrench
IMTMS6.5-45° -M8 45° 3 6.5 15.5 28 19 6 8.5 M8 ITW-12
IMTMS9-45°-M10 45° 3 9 23.5 38 19 6 10.5 | M10 ITW-17

MR/ININI&ZID]E, 3—F—R0.4DA Y —hE(ERALIHETT, Diameter of the minimum processing [D] is using the insert of corner RO.4.
KADHIEFIE. 88—V RS BEL T &L, Refer to page 88 for standard cutting conditions.

SG20 Sharp S IMTMS9-45°-M10 | MST-4S | MFT-15

#A Y —MI1FE10/E AL 10 inserts are contained in one case.

BEH VY —k Recommended inserts BAUY—RHTE Insert Materials
S g = 2 9 RAHNY = HiREl Work Material
e oae daterld o]0 :'l:‘ d oLge d d e 'fy‘j'"“ﬂg ﬁbm H - il
CEM1 N CH Materials
MT-DE070204RH| MK10 | R"==7 q CEMT|  H—wh 0 0
5G20 R honing SH -
IMTMS6.5-45° M8 c4.5 MK10| & K101 0109 l
CEM1 | o oS SG20 | BMEFRETICN| 0 | 0 | O
MT-DE070204R | MK10 K A
$G20 Sharp S WS Part %
CEM1 __ .| cH 1 VY — MESIITFE i
MT-DE11T304RH | MIK10 Rg‘h_o ;,:87 KH Ay REIE For tightening inserts [l
5G20 I SH Replacement head (@323 LyF B
o 7 il ~
CEM1 | . [ C | MImMs3-45-Mm10 c Screw | Wrench [
MT-DE11T304R MK10 | ZPTTYY ¢ IMTMS6.5-45°-M8 | MST-2.55 | MFT-8 g
5]

BGT D mm
Emd— R a’ D D Yy IORSITREL Y F
Item Code Shank Tightening Wrench
IZERO-45°-M6 45° 1 13 13.2 30 16 6 6.5 M6 ITW-8

MER/NINIEID] . 23—F—R0.4DA Y —ha{ERALIHETT, Diameter of the minimum processing [D] is using the insert of corner R0.4.
KADHISEMEIE. 88—V ESBBLTT AL, Refer to page 88 for standard cutting conditions.

M=A« Y —~ Dedicated inserts MR Part
5 5 5 g ' ork Materia A4 Y — MEoHFITR
e ode ateria ake angle |Too g edge | 54 04 AT Ay REIE For tightening inserts
: i CEM1| H=Xyk ) 0 Replacement head #wHREIFRY| LyF
MT-SDOIT20445M [ S e cemremic|  1© Ty | 0 | 0 | 0 Wrench
MK10| BE K101 Sharp 0 0 0 IZERO-45°-M6 MST-3S MFT-9
MT-SD09T204-45AL |[KG10| MK10+TiN 15° 0 0
KA10 | MK10+AICN 0 0 0
XA —MI15E5E AY) 5 inserts are contained in one case.
BT mm

! BIVMITE A CHE RATIE s ANl s
ERI—R o | I Minimum N K ! “x ] i

a cutting diameter Lf | L1 | L2 | d |MD | ShankTightening
Item Code Tooth = = Wrench

IDFC20-M6 | 45°
KANHISEMHIE. 88—V ESBBLTT AL, Refer to page 88 for standard cutting conditions.

WEH~ VY —bk Dedicated inserts MR Part

= . - . R AR Work Material
Emd—F 149 — M8 EE Ppings ] IR ey

1 Y — Mt IT R
Ay REIE For tightening inserts

Item Code Materials accuracy |Tool cutting edge sgel SUS Caﬁﬁon Norerrous
metal

Replacement head wHRFRY LYF

HATHBEE+TIAIN —=v7 Screw Wrench
MT-SDMOS0204AM 10 21 carb 5 | o
VM2 T costng | honing | ° | © | © IDFC20-M6 MSP-2L043| MDP-6
H )iy — w3
MT-SDH0S0204U5 [nik 10| eamaciio | W | T 7TV o
Mirror finish Sharp

¥AH—MI1F10MBAY 10 inserts are contained in one case.
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Replaceable head tools Recommended cutting conditions

IMSSC

poinetidzl) ‘ SHERE XV IRE

Work Material Vc(m/min) fz(mm/t)
—AxtEiE FASH

General structual steel

il
Carbon steel
ZFIDR
Stainless steel
Cast iron
ElS o]
Nonferrous metal
HYTHIRGF R HETHER T AERINBHER. F v 7 ORIMERYTTHAZORRIC L TEHRLET,
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.

40~100 0.04~0.1

IMTMS

pointiidEll) SIHERE XV IRE
Work Material \Vc(m/min) fz(mm/t)
—HRAEIE AR - R A

General structual steel 40~100~200
Carbon steel

ATFILA
Stainless steel 40~100~150 0.03~0.2

2573 ~120~
Cast iron 40~120~300

ElS 5l ~200~
Nonferrous metal 100~200~300

MYTHIRAF R BETHER TTAEAINBHER. F v 7 DRIMERTHAFDORRIC L TEHRILET,
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.

CN G- CEE SRR I

IZERO

MNIRS PHIRE XV IRE
Process Vc(m/min) fz(mm/t)

=7 o "
Spotting 20~50~100 0.01~0.03
JNEEXY) 100 —
Chamfering 30~100~150 0.03~0.15
TR 7V R B BREREE. Bk
Work Material FTIAViEHR AT VLVA
ALSS,SLICICFCFCD,SUS

¥RFLZBTHOEIVIINIOHE I, EREHFDI0%IZENBRTT .
The spotting conditions of stainless steel are 40% of the values of the table.

MYTHIR AR BETHER TT AERINBHEM. F v 7 DRIERTHAZE DR RIC L TEBHLET,
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.

IDFC
Woriﬁﬁll{gerial YIHIRE Ve(m/min) EWEE fz(mm/t)
KRl (S15C.S5400) 100~120~200 0.04~0.1
=ik (S45C,S550) 60~80~150 0.04~0.1
TE (SK,SKH) 40~60~100 0.02~0.08
% (FC250,FC300) 100~120~200 0.04~0.1
FI9A )LiEek 80~100~150 0.04~0.1
ZIL=EFE (5i<13%) 120~180~300 0.04~0.1
TIL=EE (Si=13%) 60~80~150 0.04~0.1
A7V (SUS304.316) 40~60~100 0.02~0.06

MYTHIRG R BETHER T AEAINBHEM. F v 7 DRI THRFORRIC L TEHRILET,
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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