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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. z
@®Can be used like an end mill to process unprocessed materials. [B]7%
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WAEIEE100° L EERO.AEVIEIM TIHIEELER A #Mor than 100° of pointangle and nose RO.4 doesn’ t recommend V grooving. AEFﬂ&_Bb'
@/ —XROAFEICAIBRDIEEM L @Positing accuracy of nose R0.4 is improved. Video is here !
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Item Code a Screw | Wrench Insert
MTMS 1245110 90° 12 13.25 - 110 12 MST-3S | MFT-9 | MT-SD09T208-45
New MTMS 1245110-R0.4 90° 12 13 - 110 12 MST-3S | MFT-9 | MT-SD09T204-45
MTMS 1245150-S16 90° 12 13.25 25 150 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 13100130 100° 13 13.8 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 145120130 120° 14.5 15.4 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 145125130 125° 14.5 15.7 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 148130130 130° 14.8 16 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 15135130 135° 15 16.25 30 130 16 MST-3S | MFT-9 | MT-SD09T208-45
MTMS 152140130 140° 15.2 16.5 - 130 16 MST-3S | MFT-9 | MT-SD09T208-45
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Using holder is different in nose R0.4 & R0O.8 inserts!
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Item Code Materials Work Material
MT-SD09T208-45 CEM!1 Yxuh | EREer Sicamt for nonferrous metals
MT-SD09T208-45 MK10 | #BHE (K10t8) | B 2T L2  inless steel
MT-SD09T208-45 MGT5 | CEMIHTIN | EoPREn Ro dnees steel and hard to cut materials
MT-SDO9T208-45AL | MK10 | BB (K1048Y) | FEXERA | @ etals
MT-SD09T208-45MS | CEMI Y—xub | B oW carban steel and mild steel
MT-SD09T204-45AL | MK10 | & (K10#8) | FoXRm 2 S and stainless steel
MT-SD09T204-45MS |  CEM!1 Pk | B nonferrous metals
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WIZEYHIRF Recommended cutting conditions

T E
Process

Spotting 50-150 | 0.01-0.03 1 — | - [o01]01]01]01] 01
v r\(l);?Vin 100-200 0.03-0.08 2078|045 |0.49| 0.39| 0.36 | 0.33 | 0.31 | 0.28
JWL 100300 005015 3/1.29[0.95]0.91]068]|062] 057051045
Chamfering ) et 4 1179|145 | 133|097 | 088 | 0.8 | 0.72 | 0.64
e NN : = 6 2791245217 (154 | 1.4 | 1.27 | 1.14 | 1.01
ot ToI(VERATIUR d ’é”jt:gmg giameter | 8 | 3.79 | 3.45 | 3.01 | 212 | 1.92 | 1.73 | 1.55 | 1.37
h: IIITRS 10| 479 | 445|385 | 2.7 | 244 | 22 | 197 | 1.74
HAFLLAMTOES V7 OB AR LRERDA0% Cutting depth 121579 545 4.69 | 3.28 | 2.96 | 2.66 | 2.39 | 2.1
The spotting conditions of stainless steel are 40% of the values of the table. 13 — 511 357 | 3.22 29 259 | 2.28
14 = — | 386|349 | 3.14 | 2.79 | 2.46

KYDBIRMFRBETHER TTAERSN M. F v 7 DRIMERTEAZ DRSS TEHHLET,
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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By original form, high precision cutting is possible. EEZ#&d Finishing of Design registration

WHTEE (d-h) DB% Recommended cutting conditions




