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- For bottom surface cutting even surface roughness is obtained, thus miller

surface finish is available
- For side surface cutting a highly efficient machining is available.
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Side Cutting
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Slotting Cutting Conditions
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Item code Stock f’]‘l?tg ®Dc L ®Ds ap L1 ¢s Shape Inserts Suggested retail price(¥)
MX31100 e 1 10 70 | 10 85| 20 50 A . 12,240
T0920::
MX31120 e 1 12 80 | 12 85| 25 55 A MT0920:/33 12,750
:I‘J:“ _| MX31160 e 1 16 90 | 16 | 14 30 60 A 17,650
Eg; MX31200 e 1 20 110 | 20 |14 30 80 B 18,770
T MX32250 ® 2| 25 |120| 25 |14 40 80 B 30,600
MX32320 ®| 232|130 32 (14 | 40 | 90| B | MmT1530233 33,360
MX32400 ® 2| 40 [ 150 | 32 |14 40 | 110 B 35,190
g« MX31200-20 e 1 20 | 200 | 20 |14 50 | 150 A 22,040
% Z, MX32250-22 ® | 2| 25 | 220 | 25 |14 60 | 160 A 35,400
% 7| MX32320-25 ® 2| 32 | 250 | 32 |14 80 | 170 A 37,850
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Fig.1 Fig.2
n ﬁﬁ] Carbon steels . ‘ ‘ . . —ﬁﬁtﬂﬁu * %_?Eﬁ General cutting, First recommended
= . P—Xw b J—F¥& | TR | BERIGEEE
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Item code Corner radius Shape Suggested
Max 1 retail price (¥)
MT0920133 o 0.4 Fig 1 1,410
MT0920233 ° 0.8 & 1,410
MT1530133 [ 0.4 Fig o 2,150
18.
MT1530233 ° 0.8 & 2,150

OF] | iZEREERCTY.,. @ : Stocked items.

208




BEEES  Parts

%B;‘Fﬁ% Parts 73775‘3'&“/ |" Clamp piece set 75)71@ U Clamp screw L>’F wrench
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Cutter body moxs (FRIEMEEE) goxEs |(FRIEERE)) gozs  |FRIGEEHEE)]
Parts No. Suggested retail Parts No. Suggested retail Parts No. Suggested retail 2
price(¥) price(¥) price(*) e
MX31100 S
NK32520 K400 meret 1e70 MXSS4T 470 MXLT15 290 .
MX31160 MX31200-20 _ _
MX32250-22 MX32320-25
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O %'—Etﬂ ‘ﬁﬂ%ﬁ:i Recommended cutting conditions
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<JBHID > Shoulder milling

WA tIEIRE | —NHDDED ® 10 p12 ¢ 16 ¢ 20
. m/min mm/t = ED RS = %03 = ED RS = %03

oo | oy | o, | WER | E0SE | mem |wosw | mem | sos¥ | mem | s
—hg SR 5,090 660 4,240 550 3,180 410 2,550 330
Mild steels 80~180 | 0.1 ~0.15
(200HB I'F) ve=160m/min fz=0.13mm/t ap=1mm ae=0.8Dc
KEHE a5 3,820‘ 500 3,180‘ 41o| 2,390\ 31o| 1,910\ 250
Carbon steels, Alloy steels 60 ~ 150 0.1 ~0.15
(B0HRC 'F) ve=120m/min fz=0.13mm/t ap=0.5mm ae=0.8Dc
bRl - S5 2550  260| 2120 210/ 1590  160| 1,270 130
Carbon steels, Alloy steels 60~ 120 0.08 ~0.15
(40HRC UTF) ve=80m/min fz=0.1mm/t ap=0.5mm ae=0.8Dc

A tIHIRE  [—N=DbDED ¢ 25 ¢ 32 @ 40
) m/min mm/t = EDEE % EDE i EDERE

—RE SR 2,040 530 1,590 410 1,270 330
Mild steels 80~180 | 0.1 ~0.15
(200HB I'F) ve=160m/min fz=0.13mm/t ap=1mm ae=0.8Dc
- A5N 1530  400| 1190 310] 950|  250] |
Carbon steels, Alloy steels 60 ~ 150 0.1 ~0.15
(B30HRC ) ve=120m/min z=0.13mm/t ap=0.5mm ae=0.8Dc
KR A2 1,020\ 2oo| soo\ 160| 640‘ 130| \
Carbon steels, Alloy steels 60~120 |[0.08~0.15
(40HRC IF) ve=80m/min fz=0.1mm/t ap=0.5mm ae=0.8Dc
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