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Replaceable head tools
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KA Y —MIRIFEERUE T, Inserts sold separately. ¥+ 7IERI5EEANE T,  Shank sold separately.
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©Carbide shank enables machining with long protrusion.
OAll replacement heads and shanks have coolant holes for
good cutting swarf removall
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ESVESn el ©®Work efficiency is improved by providing a spare replacement head with inserts!
B D mm
g Rang g
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 | 24.5 9.35 33.5| 27 7 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 25 125 | M12 ITW-22
KENHIRMIL. 106/R—VEBHELTTF A, Refer to page 106 for standard cutting conditions.
HEMAA Y-k Recommended inserts WYY —RHEE  Insert Materials
19— s IS LS — : S Work Material
CEM1 -
NEW LA15 cpP
MT-DC07-2.5 ',\\AAEJS IMSSC PF145C-M10 CEM1 H—Xwhk © O
KA10 Kp NEw | LA15 | CEM1+AQTIN O O O
NEWDLC10 5 MG15] CEM1+TIN © O O
CEM1 MK10| #B8E K108 @) @)
NEW LA15 c KA10| MK10+AQCIrN O
MT-DC11-3.5H ',\\AAE:(‘;’ IMSSC PF245C-M16 | New [DLC10| MK10+DLC O
KA10 K
NEWDLC10 [k Part
o i,
NEW ’\5%1155 Ay REIE For tightening inserts
MT-DC0703-12° MK10 IMSSC M125C-M8 Replacement head @ ti32s| L=
KA10 Wrench
NEWDLC10 1 NO#I\VL\Iark IMSSC PF145C-M10 | MSP-2.55 MFP-8
o f/'i';"; IMSSC PF245C-M16 |MST-4L060| MFT-15
NGTE IMSSC M125C-M8 | MSP-2.55 | MFP-8
MT-DC1104-12° MK10 IMSSC M205C-M12 IMSSC M205C-M12 |MST-4L060| MFT-15
KA10
NEW DLC10

A H—ME1F5/E AV 5 inserts are contained in one case.
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Replaceable head tools

B4 mm
a D VvV IRRITRELYF
Item Code 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

ME/IITRID]IE. 3—F—R0O.4DA Y —MEERALHETY ., Diameter of the minimum processing [D] is using the insert of corner R0.4.
MYDHIRME. 106 —JESBBLTTAL, Refer to page 106 for standard cutting conditions.

[WEH« Y —~ Recommended inserts B VY —N & Insert Materials
EmmI—F (A YY—I B A |ZENES| @nikILY — RAHNYE Hm#EIH Work Material
Item Code Materials | Tool cutting edge| Mark Holder Maximum Chamfer 12— 8 8 [ g | FBER
CEM1 CH Materials Castnon No,l,n feetrarlous
MT-DE070204RH |—MK10 | Rit—=>7" | KH Mt | F—xwh | © O
SG20 | R honing SH . o Y7190
NEw DLC1 KH =
CE%MO C | IMTMS65-45 M8 | C4.5 B k=270
N o SG20 |BRHTFEETICON] O O O
MT-DE070204R MK10 | ¥v—TTvY| K New DLC10| MK10+DLC ©
SG20 |  Sharp S I
NEw DLC10 K [EB& Part
E/\EKA% o cK:: 19— raotE [
MT-DE11T304RH R/T\—_./Q‘ A REUE For tightening inserts ;
5G20 | R honing SH Replacement head |g (32 3 %
NWDLE10 KH | mTvsg-5- 10 c7 =
CEM1 C IMTMS6.5-45°-M8 | MST-2.55 | MFT-8 +
. MK10 | v—TITwy K IMTMS9-45° -\M\10 MST-4S MFT-15 o
MT-DE11T304R $G20 Sharp S
NEw DLC10 K

ALY —ME1FE10MBAY 10 inserts are contained in one case.

B4 D mm
mEd— R 5 D b | yrvomrELYF

Item Code Shank Tightening Wrench
IZERO-45°-M6 45° 1 13 13.2 30 16 6 6.5 M6 ITW-8

/I TEID]IE, 3—F—R0.4D1 Y —ba(EHLAHE T, Diameter of the minimum processing [D] is using the insert of comer RO.4.
sYIHIZE IR 106~—UEBBRLTTF &L, Refer to page 106 for standard cutting conditions.

[WEHA P —bk Dedicated inserts [UEB5 Part
EEI— R AVY— I HE | 3KVA Nttt KA Work Material A VY — NS
Item Code Materials rake angle | Tool cutting edge | "s45¢ | sUs304| FC |y ™ A REUE For tightening inserts
. ) CEM1|  #=Xuh . ©) O Replacement head @y 32| LyF
MT-SDOST204-45M3 | e ats [camreagrv] 10 o 0|0 Wrench
MK10| 88 K108 Ir—=TFIvY O | © | © | |[IZERO-45°-M6
KG10| MK10+TIN . Sharp O | O
MT-SD09T204-45AL KAT0 VKT 0HAICIN 15 o) o
NEw DLC10| MK10+DLC @)
MT-SD09T204-45MSH [New KA10 [MK10+AQCIN|  10° Rik—=22" O O ©)

A Y —ME1FESE AL 5 inserts are contained in one case.
B mm

BRAMITE RACHE BRABEME BRAIE Y 9
BEI—NK Minimum MammumEC s e i VIRV F

o

Tooth cutting diameter chamfer ing di i d | MD | Shank Tightening
OOt Front| % Back | & Front| 3 Back Wrench

IDFC20-M6 | 45° | 3 20.5 2.8 2.97 19.7 20 25 | 16 6 | 65| M6 ITW-8
KYDHIRMIE. 106 —JESBBLTT AL, Refer to page 106 for standard cutting conditions.

Item Code

[WEHA P —bk Dedicated inserts [UEB5 Part

HREIR Work Material
Emd— 12— h#HE = Biirine S 4
Item Code Materials accuracy |Tool cutting edge [ eiae|

A VY — hMEDHHFH
Ay REIE For tightening inserts
Replacement head |ty LuF
Wrench
MSP-2L043| MDP-6

B+ TIAN ——7
MT-SDMOS0204AM (V125 | aan came|  na | T =27
TIAQN PVD coating honing
MK10 ] Kwﬁ(ﬁg%ﬂﬂ

caroiae w
Mirror finish Ip—TITvY
MT-SDH050204US BEKI0T0LC H Sharp

NEW|DLC10Q|  carbide K10
+DLC

ALY —ME1FET10MBAY 10 inserts are contained in one case.

IDFC20-M6
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Work Material
—RAEIE
General structual steel
Carbon steel
ATFVUVA
Stainless steel
773
Cast iron

El=v e
Nonferrous metal

Replaceable head tools Recommended cutting conditions

BIHIRE IRV TRE
Vc(m/min) fz(mm/t)

40~100 0.04~0.1

MATHIR MR HETHER T SERSNAHM, Fr o7 DRI P TIHIHBSDIRTICE > 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.

IMTMS

- poinetid ) BIHIRE X RE
’\) Work Material Vc(m/min) fz(mm/t)
N — SR
S General structual steel 40~100~200
s Carbon steel
=
T ZF7ILA o _
El Stainless steel 40~100~150 0.03~0.2

b7 73 190
ElS w3 ~200~
Nonferrous metal 100~200~300

NATHIR AR BETHER TTEASNBHEM, Fro 7 DRI P THAZEDRRICE - 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.

IZERO
MNIAE BIHIRE IR IRE
Process Vc(m/min) fz(mm/t)

IV
Spotting 20~50~100 0.01~0.03
TYEERY) Yy -
Chamfering 30~100~150 0.03~0.15
IR 7 V= REISE, sREE. 5ik
Work Material SIIA )ik AT VLR
AL,SS,SCJCJC,FC,FCD,SUS

WRF UL ZTOEIVIINIOGEE . EREEHDI0%EEIERTT.
The spotting conditions of stainless steel are 40% of the values of the table.
HYMHIR AR H<ETHER TTERINBHEM, Fro 7 DRI PTHRSORRICE > 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.

IDFC

HHE A
Work Material

PIEIRE Vc(m/min)

EWIRE fz(mm/t)

KR (S15C,55400) 100~120~200 0.04~0.1
=i (545C.S550) 60~80~150 0.04~0.1
TE#H (SK,SKH) 40~60~100 0.02~0.08
ek (FC250,FC300) 100~120~200 0.04~0.1
094 )Lk 80~100~150 0.04~0.1
7IL=G%F (Si<13%) 120~180~300 0.04~0.1
7IL=G%E (Siz13%) 60~80~150 0.04~0.1
AT VLR (SUS304.316) 40~60~100 0.02~0.06

HHIZE I SH<ETHRER T ERIN AN, Fr o 7 DRI P TIEIRZORRICE > TEBBLE 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.
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