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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.

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

MAY—MIRIEELYET,  Inserts sold separately.
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MTMS 1245110-R0.4 45° 13 13.2 110 12 MST-3S MFT-9
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Minimum cutting diameter ¢ 2
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MTMS 1245150516 45 12.8 1315 150 25
MTMS 13100130 40° 13 13.8
MTMS 145120130 30° 15.4
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MTMS 148130130 25° 14.8 16
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Excluding MTMS1245110-R0.4

Refer to page 85 for the insert model.

A H—ME1F54 AW Slnserts contained in one case.
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Here's what's important.
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ZERO 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.
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In addition, since the cutting edge comes into contact with the work material at §
an acute angle, the occurrence of burrs is greatly suppressed. g
Y
+
i
A VY — MR A4 VP — MK 4 VY — MK 49— MK
Insert model Insert model Insert model Insert model
[ — s [ —
20 w30 w7 20 wy| O ww
Em — —— —
MT-SD09T204-45MS CEM1 MT-SD09T204-45AL KG10 MT-SD09T208-45MS MA15 MT-SD09T208-45 MG15

WIZENEISRF Recommended cutting conditions  EAIT&EE (d-h) DBZ Approximate machining range

T
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Spotting 50-150 0.01-0.03 0.78 | 0.45 | 0.49 [ 0.39 | 0.36 | 0.33 | 0.31 | 0.28

v r\g?vin 100-200 0.03-0.08 1.29 |1 0.95 | 0.91 | 0.68 | 0.62 | 0.57 | 0.51 | 0.45
ﬂﬁﬂiu 100300 0.030.15 1.79 | 1.45|1.33 ] 0.97| 0.88| 0.8 | 0.72 | 0.64
Chamfering e d:HTE 279|245 | 217 | 1.54 | 1.4 | 1.27 | 1.14 | 1.01
- 7L RISE. Beae. S55k Cutting diameter 3.79 | 3.45|3.01 | 212|192 | 173 | 1.55| 1.37

ME  ALSSSLILICFCFCDSUS Cutting - depth 5.79 | 5.45 | 4.69 | 3.28 | 2.96 | 2.66 | 2.39 | 2.1

- — | 511357 |322| 29 | 259 | 2.28
- - - 3.86 | 3.49 | 3.14 | 2.79 | 2.46
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The spotting conditions of stainless steel are 40% of the values of the table.
¥ —ZRO4EXHAI0 LIADKRILE—1 VENTEHRERLE LA,
V-grooving is not recommended for holders other than nose R0.4 and tip angle 90 ° .
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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.
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Video is here !

BMTMSHIIHI The example of MTMS

fBRATE : MTMS 1245110
429 —k : MT-SD09T203-45AL MK10
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