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BN Finishing of Design reglstration Seat Side Processing(Chamfering and Counterbores)
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Seat surface of oil pressure part is important
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We released the tip replaceable cutter only for seat dz - TR 4
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MI&4S Processing part
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SHB LI OERPO—{HFF s STy @Frocessing only for fabricated burnishing drill or brazed carbide
a2l T EREA0—F o1k drill was changed to standard throw-away.

OEXIVOU—HITE EAORNT. FFUETIEEEY @Frocessing is performed at the same time from seat processing

SEMETETCIERA. S =7 JAFERENICIER for each screw and R processing of top to counter bore,

S OFEIC oW TR IERICRLET ®Tool cost & running cost are reduced due to unnecessary re-grinding,

g UALAITEEMSSBEFIn T HEsvA ®We provide conclusion for the other standard.

The object for halical cutting and the object for Metric thred cannot
perform countestsone cutling
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Item Code Inserts Screw | Wrench
MSSC PF1/4 11415624 130 | 100 | 145 20 [11.4| 156 | MT-DCO725 MT-CC 0602041 MET2.55] MFT-8

MSSC PF3/8 1518628 [137.5] 100 |145] 25 [15.0(18.6 | MT-DCO725 MT-CC 0602041 MST2.55| MFT-B

MSSC PF1/2 18722634 137.5) 100 |14.5] 25 (187|226 MT-DCO725 MT=-CC 09T 304 L WETEMNGTS MFT-2/0FT-15
MSSC PF3/4 2412984515060 100 | 20.6 | 32 | 241 | 29.8| MT-DC1135 MT-CC 09T7304L] MST4S | MFT-15
MS5C PF3/4 2413054515060 100 | 206 ] 32 [241 ] 305 MT-DC1135 MT-CC 0973040 MST4AS | MFT-15
MSSC PF3/4 241307451150.6] 100 | 20.6] 32 [ 241 | 30.7 | MT-DC1135 MT-CC 0573041 MST4S | MFT-15
MS5C PF1 30435851 1506 100 | 206 32 (304|358 MT-DC1135 MT-CC 0ST304L] MSTAS | MFT-15
MSSC PF1 1/4 |3944862 1506 100 | 206 | 32 | 39 | 448 MT-DC1135 MT-CC 08T304L] MST4S | MFT-15
MSSC PF1 1/2  |45150868[1506] 100 | 206 32 | 451|508 | MT-DC1135 MT-CC 09T304L] MST4S | MFT-15
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] MSSC PF1/4~1/2 |PF145C | 122 | 100 |6.31| 20 - | 14.5 ] MT-DCO725 - MSP255| MFT-8 3
L MSSC PF3/4~11/2|PF245C 1325 100 | 9.35| 32 = | 245 MT-DC1135H - MSTALDED | MFT-15 E
MS5C M8 06810 95 | 75 |396]| 16 [ — 10 | MT-DCOY03-12 = MEP2.55| MFT-B 2
MSSC M0 08812 95 | 75 | 396 16 — 12 | MT-DCOY03-12 — MEP2.55] MFT-8 2
MSSC M12 105135 | 127 1100 11 | 16 |10.5]13.5] MT-DCD703-12 — MSP2.55] MFT-8 2
MSSC M14 125155 127 100 11 16 [12.5[ 155 MT-DCO703-12 — MSP2.55] MFT-8 2
MSSC M6 145175 | 127 1100 11 | 20 [145] 175 MT-DCO703-12 = MEP2.55 | MET-8 2
MSSC M1E 165195 127 1100 ] 11 20 1165195 MT-DCO703-12 - MEP255| MFT-8 2
ME5C M20 185235 |135]100)] 13 | 25 |185| 23 5| MT-DC1104-12 = MSTALOED | MFT-15 2
MESC M2 225275 |135 100 | 13 | 25 | 225|275 MT-DC1104-12 - METALDRD | MFT-15 2
MSSC M27 255307 |135 100 13 | 32 | 255|307 | MT-DC1104-12 = METALDED ) MFT-15 | 2
MSSC M30 285335 135|100 13 | 32 |28.5|33.5|MT-DC1104-12 — METALDG0 | MFT-15 [ 2
MSSC M33 315365 |135|100] 13 | 32 |31.5]|365)MT-DC1104-12 — METALDED | MFT-15 [ 2
MSSC M36 345395 [135|100 ] 13 | 32 |345]|395)MT-DC1104-12 — METALDED | MFT-15 [ 2

L] MSSC MI12—-M18JMI125C 1195100 4 20 = | 125 MT-DCO703-12 = MSP2.55] MFT-B8 3
L] MESC M20~-M36|M205C 12751100 | 56 | 25 = [205)MT-DCT104-12 - MoTALOED | MFT-15 3
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co-packer:M Tool CO.LTD.

MS5C-M MSSC-M125C

M1 - 1250C

MIiB-1651 05
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The standard of a plug screw

PF1/4 24.0 15.6 $o4 45 15 0.2 2.7 0.2 1.5 12.0 18.0
PF3/8 28.0 18.6 9454 45 15 0.2 2.7 £0.2 2.0 12.0 18.0
PF1/2 34.0 22.6 Tay 45 15 0.2 2.7 0.2 25 16.0 24.0
PF3/4 45.0 29.8 9o, 45 15 0.2 3.7 02 25 17.0 250
PF3/4 45.0 305 9, 45 15 0.2 3.7 0.2 25 17.0 25.0
PF3/4 45.0 | 207 B, 45 15 0.2 3.7 0.2 2.5 17.0 25.0
PF1 51.0 | 3589, 45 15 0.2 3.7 £0.2 25 21.0 30.0
PE1 1/4 62.0 448 ¥, , 45 15 0.2 3.7 0.2 25 21.4 30.0
PF11/2 f8.0 50.8 Yo 45 15 0.2 3.7 0.2 35 21.4 30.0
B = 10 401 60 12 0.5 3.15 +0.15 i i i
M10 - 12 0 &0 12 0.5 3.15 0.5 i ] i
12 - 13.5 201 60 12 0.5 3.15 +0.15 i i i
14 - 15.5 0. a0 12 0.5 3,15 2015 i b 4@
M16 — 17.5 01 &0 12 0.5 3.15 015 # # 3
M18 — 19.5 £0u &0 12 0.5 3.15 £0.15 f i #
M20 = 23.5 01 &0 12 0.5 4,15 £0.15 ¥ b i
24 - 27.5 00 &0 12 0.5 4,15 015 i #
M27 - 30.7 0 &0 12 0.5 4,15 4015 i i it
M30 - 33.5 0o el 12 0.5 4.15 2015 i i £
M33 = 36.5 w0 60 12 0.5 4,15 +0.15 3 i £
M36 — 39.5 0 &0 12 0.5 4,15 £0.15 B i 4
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The example of cutting
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B a4 —=RE-=F=F The material of inserts and cutting conditions.
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Materials Work Material |Velm/min) | fzimm/t)
CEM FEdksE ML DR
{(H—=Awp) Stesl
ME10 BRET-FEREAE
(FERERK 10 st inon and nonlerous medall
MGTS  |semusomsus| 10100 | 0.04~0
(B —2lw+TIN) | Steel and SUS
8G20 SUS-EEEEEE
{BE AR+ TICIN) |55 and high hardress steel
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