TYPE

— MQT Type + MSN Carbide Shank holder
; NEWS

Fig.1 XPHW/T Type Fig.2 YPHW Type I
Maximym inclination angle @° ‘ Inclination angle §° D 35 35¢% TG o5 D
| U ESTE] \;c 1 | x075 | %06 | x05 No. 489 D
‘ < < < < -
‘ Carbon steel | dPmm | =15 | =12 | =12 | =10 I

M,-\QT Definition of flute shape for programming MQT Recommended cutting conditions for MQT P RO D U CT //DIJE I ®

$50C, $55C de(mm) <0.12 <0.10 <0.10 <0.10
(C50,C55) Ve (m/min) 600 450 360 300
Below 250HB

‘ | ‘ f03 RO fz(mm/t) 0.2 0.2 0.2 0.2 ﬁ ﬁ ﬁ
— % 1 4 oo apom [ =15 [ =12 [ =12 [ =10 HighiprecisicniOIVIRIVITISS
@ Dc (Intersection|of Ra) @ Dc (Interection w(th 6°) SKD61, SKD11 de (mm) <0.12 <0.10 <0.10 <0.10 N EW P RO D U CT
- ; ; ; _ ~_ (1.2344,1.2379) Ve (m/min) 500 375 300 250
Accuracy of tool dia. with master inserts —0.02 0.05 Below 255HB — % % Modular head type
i Cat. No Dc Ra Rh |Inclination z(mm/t . . 0.2 0.2 Ty p e e

Fig (mm) | (mm) | (mm) | angle Vo steel |_@0mm | =12 | =10 | =10 | =<o0s @16~ @35
° LR old stee — = — — houlder Milling
1_|MQT-2016A03-M8 | 155 |R64.19 | 8.76 | 1'"~6° HPM7,Pxs.p20 | demm) | <0.12 | <0.10 | <0.10 | <0.10
1 [MQT-2016A05-M8 | @155 |R6434 | 10.98 |3~ 123120 | Ve amin 450 337 270 s
1 MQT-2020A03-M10 | @ 13-2 ﬁ:ig S'SZ ;,,NZO O mn | 02 02 0.2 02
BT e T L ' ' apeom | =10 | =08 | =08 | =06
o ) - . 20 go Mold steel
° Tool dia. with YPHW Type inserts (Inclination angle: 3° 5°) NAKSO, HPM1, P21 de (mm) <012 | <010 | <o0.10 | <o0.10
i Dc | Inclination (12311,P21) .
Fig Cat. No. == arclo B Ve (m/min) 400 300 240 200
2 | MQT-2016A03-M8 Q16 3° fz(mm/t) 0.2 0.2 0.2 0.2
2 [MQT-2020803M10 | ©20 | 3° SKgélf DSdeDIHA gemm) | <010 | <008 | <0.08 | <0.08
2 | MQT-2020A05-M10| @20 5° (123;‘4’1.2'379) Vc (m/min) 250 187 150 125

42~52HRC fz(mm/) 0.15 0.15 0.15 0.15

— Grey & Nodular| _ap(mm) =15 =122 =12 =1.0

Fig.3 XPHW/T Type castiron aemm) | <012 | <0.0 | <0.10 | <0.10
|_ Maximum inclination angle 0 i Vem/min) | 600 450 360 300
| Below300HB | fzmm) | 025 | 025 | 0.25 025
} ap (mm) =12 | =10 | =10 | =08
! Sta";{)eszz:tee' aemm) | <0.12 | <0.10 | <0.10 | <0.10
| g Below 250HB | Ve (m/min) 500 375 300 250
! ¢ fz(mm/o) 0.2 0.2 0.2 0.2
| <  Theoretical cusp hight: XPHT/W Type
@Dc
> Accuracy of tool dia. with master inserts —0.02~ —0.05 Cusp height(um)|  dp(mm) Cusp height(um)|  dpmm)
ig]  CatNo. | B | | M [ — o = e i
3 |MQT-2016A00-M8 | @16 |R63.27 | 548 |0'~3 097 0.7 335 13
3 | MQT-4020A00-M10| (20 |R64.29 | 548 |0°~3° 1.27 0.8 3.89 1.4
3 |MQT-5025A00-M12 | (25 |R63.26 | 548 |0°~3° 161 0.9 4.46 1.5
3 |MQT-6035A00-M16 | ¢35 |R62.16 | 548 |0°~3" 1.98 1.0
o Tool dia. with YPHW Type inserts (Inclination angle: 0°) Note
Fig Cat. No. (n%) Incalrglt;on 1) The parameter to be adjusted according to the machine rigidity or worl regidity.
— | MQT-2016A00-M8 ©16 0 2)In case of chatter occurring, recommend to reduce the depth of cut ap and Pick
— | mar4020A00-M10| @20 | © N pedae.
— | MQT-5025A00-M12 (pig g 4)In case carbon steel or die steel machining by CX75 inserts, reduce 80% above
— | MQT-6035A00-M16 | @

1) Shape of cutting edge is different depends on combination of inserts and holder. Please refer to the table above.
2) Regarding detail of the tool shape,we will provide DXF file so please contact our closest distributor.
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___ ) Through coolanthole MD
4,"];7,,, g
|
MD
4HI|J_+§
|
Dimensions (mm) Parts
Inclined No. of Applicable Clamp screw| Wrench | .
angle 6° | Catllo.Socinsens) o pe | 1f |@Db| MD | C | W | inserts /<§ Fig
MQT-2016A00-M8 | @ 2 16 | 23 |14 M8 8 | 12 * TSW-2556H
o |MQr-4020A00-M10{ @ | 4 | 20 | 30 [18 |M10| 9 | 14 | _ % 2 [TSW-2556H i
MQT-5025A00-M12| @ 5 | 25| 35 |225 | M12| 10 | 17 = ?\e‘ o |DSW-2563H
© Tool life comparison(5® tilted wall) h MQT-6035A00-M16| @ 6 | 35| 43 |29 |Ml16| 12 | 22 § % % |DSW-2563H
2 ————e 5 |MQT-2016A03-M8 @ [ 2 | 16 | 23 [14 [ M8 | 8 [ 12| & % % [TSW-2556H A-08
. | | MQT-2020A03-M10| @ | 2 | 20 | 30 (18 |M10| 9 | 14| = & 8 |TsW-2556H ;
' Material: S50C  Tool dia.: 16X 2N 5 MQT-2016A05-M8 | @ | 2 | 16 | 23 |14 | M8 8 | 12 % = 5 |Tsw-2556H
o o o
N o Vem6032m/min (1=12,000min) MQT-2020A05-M10| @ | 2 | 20 | 30 |18 |M10| 9 | 14 | % £ R [TSW-2556H
‘ o fz=0.2mm/t (Vf=4,800mm/min)
= o;p:].sn;n;],aezo.um;:m min §> Note) 1. All cuttersare supplied without inserts. 2. All cuttersare supplied without wrench & MOLY. Clamp screw | Recommended torque
E 0.08 Down cut, Overhung length: £ =60mm, Air blow A Tow-2556n (N1'_1m)
§ A ‘ M QT DSW-2563H 11
—:‘% 0.06 | Competitor A A 0 TYPE
o For tilted wall finishing For finishing side face
';’ (XPHW100308ZER-R) (XPHT100308ZER-R) (YPHW1003 * 3 ZER-15) (YPHW100308ZER-F) (YPHW100308ZTR-F1)
A

[
0 |

(YPHW100303ZER-15)

0.04 / £
0.02 A

}j/m 5;/% 0°
\Reo | 1]

(XPHW100308ZER-R

OB

0 80 160 240 320 400 480 A
L Cutting length (m) ) e/ 50 LT
e s ~ ﬂm = (YPHW100308ZER-F) (For low feed machining)
@ Surface roughness (After 486m machining)(Feed dir ©Cusp height(After 486m machining)(Vertical direction of fe fE ,/A 0
£ T
) X ~ o (XPHT100308ZER-R) 1oy
XPHTgJ(():(;g?g)ZER R Com(p;s’g’;orA XPHTgJ(():(;g?g)ZER R Com(gs’g;[orA Shoulder milling insert(From semi- (YPHW100308ZER-15)
—= finishing to finishing)
‘ﬂl ‘ﬂl ] (ZPMT1003 * > ZER-PL) 4
Photo of [ £ g
work ] | ] SANS i ‘:_,:
surface =
L B Surface e LT [
iy B B l"‘\ roughness : ] : D ( )
urface A : A 2N) PVD coated Cermet imensions (mm
roughness| 7 e . 1 // \v\w/ Ly 7 Venical B l R Type Cat. No. Tolerance
2 it direction ) ’ JC8015JC8118| DH102| CX75 AT B | re | 6°
directtion F; 0?9 = R“ 112;3 ””””” F: 0";4 = R” 20”2 — of feed ) . @ For tilted XPHW100308ZER-R H [ ] O 10.06| 3.35 6 08 | 11°
a=0u. m hz=1. m a=0. m Rz=_2. m ° 1 ° P o
. e o wallfinishing | XPHT100308ZER-R | H | @ © 1006/335 | 6 | 08 | 11
time - - Ll L \\ | YPHW100303ZER-15| H | @ ° ° 1006/335| 6 | 03 | 11°
S Sl Forfinishing | YPHW100308ZER-15| H °® ® 1006|335 | 6 | 08 | 11°
Cusp height H=4um Cusp height H=26 um side face YPHW100308ZERF | H ® 1006335 | 6 | 08 | 11°
Material: S50C Cutting conditions: ( Material: S50C Cutting conditions: )
Tool dia.: @ 16X2N ° Vc=603.2m/min (N=12,000min"") Tool dia.: @ 16X2N ° Vc=603.2m/min (N=12,000min"") Shoulder milling | ZPMT100304ZER-PL M © © © 10.08| 34 6 04 | 11°
F0dmmey (E4@ommmin) > F=0dmmires (V=4 &00mmiin) e <™ ZPMT100308ZERPL| M | O | © | ® ° 1008/34 | 6 | 08 | 11°
°Up=Il.omm pass ective), de=0.1Zmm o Up=I.omm, de=0.12Zmm o h . °
Down cut, Overhung length: £ =60mm Down cut, Overhung length: £ =60mm finishing) ZPMT100320ZER-PL M o o o 10.08| 34 6 20 11
- J >, 10insertsper case.
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@ : Standard stock items

© : Soon to be stocked

O '@ Soon to be deleted






