
MA90Držač za glodanje na 
90° sa pločicama sa 

4 rezne ivice

Jedinstveni tangencijalni dizajn držača za glodanje na 90° 
pruža širok izbor različitih operacija obrade
Novi dizajn pločica sa tehnologijom presvlakom iz serije PR18 
Visokokvalitetna završna obrada površine i odlična tačnost 
zida obratka

Podržava multifunkcionalnu 
mašinsku obradu kao što je 3D 
glodanje

Pouzdana, stabilna, visokokvalitetna obrada sa produženim vekom trajanja alata

Tangencijalni držač za glodanje na 90° sa pločicama sa 4 rezne ivice

MA90     NOVO

*The content of this brochure was translated by Veltool Profi Alati
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Tangencijalni držač za glodanje na 90° sa  pločicama sa 4 rezne ivice

MA90
Originalni tangencijalni držač za glodanje na 90° sa ekonomičnim  pločicama sa 4 
rezne ivice. 
Nova serija PR18 i jedinstveni dizajn reznih ivica stvaraju visokokvalitetnu 
mašinsku obradu sa dužim vekom trajanja alata

1    Tangencijalni držači za glodanje MA90 pružaju veliki izbor operacija obrade

Konvencionalna glodala
- Iznenadni prelomi mogu prouzrokovati oštećenje držača
- Defekti pločice koji sprečavaju korišćenje sva četiri ugla 

Tangencijalno glodalo
- Prevremeno habanje alata može brzo da pogorša kvalitet završne 
obrade površine
- Slabija tačnost zida

Kyocerin tangencijalni držač za glodanje 
MA90 rešava ove probleme sa jedinstvenim 
oblikom pločice i tehnologijom presvlake iz 
serije PR18.

    Izazovi

  Solucija

Velika debljina 
centralnog dela 
glodala
Visoka rigidnost

Specifikacije 
perifernog brušenja
Odlična tačnost površine zida

Posebna wiper ivica
Veliki napadni ugao smanjuje habanje 
Visokokvalitetna završna obrada 
površine
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Multifunkcionalna (pločica G klase)
Podržava trodimenzionalnu obradu

Jedinstveni vrhunski dizajn
Odlična otpornost na lomljenje i dizajn niske sile rezanja

Novorazvijena 
presvlaka pločice
MEGACOAT NANO EX
PR18 serija pruža duži vek trajanja alata

Pouzdan alat donosi mir 
mašinskim operaterima
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Specijalni nano sloj x višeslojna laminacija

2  Nova serija pločica PR18 obezbeđuje znatno duži vek trajanja alata

Pločice nove generacije za glodanje

PR18 Serija
Kyocerina tehnologija presvlake sa 
nanoslojevima

Duži vek alata sa presvlakom nove 
generacije za glodanje

CG Image

Nano-sloj

Nano-sloj

High toughness High toughness 
suppresses crack growthsuppresses crack growth

High toughness High toughness 
suppresses crack growthsuppresses crack growth

Multi-layering of high-performance nano layersMulti-layering of high-performance nano layers
Increases toughness with suppression of crack growth and optimization of internal stressIncreases toughness with suppression of crack growth and optimization of internal stress

Multi-layering of high-performance nano layers
Increases toughness with suppression of crack growth and optimization of internal stress

AlCr-based coating AlCr-based coating 
with excellent abrasion resistancewith excellent abrasion resistance

AlTi-based coatingAlTi-based coating
with excellent heat resistancewith excellent heat resistance

Tehnologija dvostrukog laminiranja

Održava duži vek trajanja alata
Višeslojna struktura sa dva jedinstvena nano sloja 

Superiorna otpornost na abraziju i otpornost na lom

 NEW
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Tool life (min)
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MEGACOAT NANO EX
CompetitorA
CompetitorB

Tool life

Improved

*Micro-Vickers measurement

Materijal radnog 
predmeta P  Čelik M  Nerđajući čelik K  Liveno gvožde

ISO 01 10 20 30 40 01 10 20 30 40 01 10 20 30 40

Lineup
PR1825

1st recommendation1st recommendation

PR1835
1st recommendation1st recommendation

CA6535
High-speed machiningHigh-speed machining

PR1835
WetWet

Obimna linija presvlaka pokriva različite materijale i aplikacije za mašinsku obradu

PR1825  Wear resistance comparison  (Internal evaluation)

V-T graph

Coating characteristics (Internal evaluation) 

Poređenje progresije oksidacije (Interna evaluacija) 
Suzbija napredovanje oksidacije uz odličnu otpornost na oksidaciju

Procena žilavosti sloja premaza (Interna evaluacija) 
Odlična žilavost premaza sa malom dužinom pukotina

Life criteria: 
Flank face wear = 0.10 mm

Cutting conditions: 
Vc = 160 / 300 m/min
ap × ae = 2.0 × 110 mm, fz = 0.12 mm/t 
SCM440  Dry
PNMU1205ANER-GM (MFPN)
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Conventional
MEGACOAT NANO EX

PR1810
1st recommendation1st recommendation

PR015S (GH)Hardened 
materialH CA6535 (PR1835) PR1835Heat-resistant 

alloy Titanium alloyS

Oxide
coating
layer

Oxide
coating
layer

1.0μm

Coating
layer

*Section after holding at 1,200 degrees for 30 minutes in air

MEGACOAT NANO EX Conventional



5

MA90

Competitor F (Tangential mill)
Competitor E (Tangential mill)
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Wiper edge wear amount

Good

MA90

Competitor F (Tangential mill)
Competitor E (Tangential mill)
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Surface roughness

Good

Conventional tangential type

Postiže pouzdane rezultate pomoću oblika pločice dizajniranom 
za visokokvalitetnu mašinsku obradu i dug vek trajanja alata 
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Cutting conditions: Vc = 200 m/min, ap x ae = 1 x 37.5 mm, fz = 0.1/0.12 mm/t, Dry  S50C  Φ50 (6/7 inserts)  BT50

Jedinstveni dizajn rezne ivice pruža visoku otpornost na lomljenje i niske sile rezanja

Specijalne wiper ivice i specifikacije perifernog brušenja obezbeđuju visok kvalitet završne obrade i dug 

životni vek alata

Excellent Odlična završna obrada         

Prednost
A.R. i napadni ugao wiper ivice su veliki. 
Niska otpornost i odlična završna obrada površine

MA90

A.R. :
Small

A.R.: 
Large

Relief angle: Small

Relief angle: Large

Jedinstven 
dizajn
rezne ivice
Vrhunska otpornost 
na lomljenje i niska 
sila rezanja

Main
cutting
edge

Main
cutting
edge

Wiper edge

Wiper edge

Specijalna wiper ivica
Veliki napadni ugao: Odlična završna obrada površine i suzbijanje habanja 
Stepenasti uglovi: Dizajnirani da spreče oštećenje sedišta

 Wiper edge wear Surface finish roughness (Bottom surface)

Specijalni dizajn wiper ivica sprečava širenje abrazije ivice. Održava visokokvalitetnu završnu površinu 

Poređenje habanja i završne obrade površine (interna evaluacija)

Arc lineArc line

Straight lineStraight line
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Machining
accuracy

Good

8.0μmRz (1.3μmRa) 20.6μmRz (2.2μmRa) 14.9μmRz (3.0μmRa)

Good Cloudy finish Surface finish 
deteriorating

Abrasion progress: Small Wear progress: Large Wear progress: Large

Good Good Good

Spark 
generation

Spark 
generation

Cutting conditions: Vc = 150 m/min, ap x ae = 3 x 5 mm 4 passes, fz = 0.1 mm/t, Dry  S50C  Dia.20 (3 inserts)  BT50

Dug radni vek alata i brza obrada

Odlična tačnost zida

Test 1
Čak i ako je glavna rezna ivica u dobrom stanju, alat 
dolazi do kraja radnog veka zbog loše završne 
obrade površine koja ne daje dobre rezultate

Test 2
Obrađen sa smanjenom brzinom rezanja jer 
se površinska obrada rano pogoršala.

Wall accuracy comparison (Internal evaluation)

Specifikacije za periferno brušenje
Jedinstveni, nagnuti, oblik ivice
Temeljna periferna površina obezbeđuje 
veću preciznost

Stanje ivice i gotove površine

Excellent

MA90 MA90

MA90 Competitor E  Tangential Competitor F  Tangential

Wiper ivica

After
3.8 min

After
6.5 min

After

13.1 min

Glavna rezna ivica

Gotova površina

Rezultat
Glavna rezna ivica: Dobra 
Habanje wiper ivice: Mala 
pohabanost
Dobra završna obrada površine i 
može se nastaviti sa upotrebom

Glavna rezna ivica: Dobra 
Habanje wiper ivice: Napredno
Loše obrađena površina

Glavna rezna ivica: Dobra 
Habanje wiper ivice: Napredno
Loše obrađena površina

Arc lineArc line

Straight lineStraight line

Step on the wall

1mm

0.01mm

Wall condition

MA90 Competitor C  Tangential Mill Competitor D  Conventional Mill

0.006 0.017 0.014

(mm)(mm)(mm)
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Toolholder Dimensions　09 Size (LOGU09 ...)

Description Stock
Number

of
Inserts

Dimensions (mm)
Coolant 

hole Shape Weight

Maximum 
number of 
revolutions

(min-1)
DC DCON LF LH APMX

Standard shank

MA90 - 16S12-09T2C

2

16 12
100 23

8 Yes Fig.1

0.1
29,500 

18S16-09T2C 18

16

27,900 

20S16-09T2C
20

110 26 0.2
26,600 

20S16-09T3C

322S20-09T3C 22

20

25,400 

25S20-09T3C
25

120 29 0.3
23,900 

25S20-09T4C 4

28S25-09T3C 3 28

25

22,600 

30S25-09T4C
4

30

130 32 0.5

21,900 

32S25-09T4C
32 21,200 

32S25-09T5C 5

35S32-09T4C 4
35

32

150 50

0.9 20,300 
35S32-09T5C 5

40S32-09T4C 4
40 1.0 19,000 

40S32-09T6C 6

50S32-09T5C 5
50 120 40 0.9 17,000 

50S32-09T7C 7

Same size shank

MA90 - 16S16-09T2C
2

16 16 100 26

8 Yes Fig.2

0.1 29,500 

20S20-09T2C
20 20 110 30 0.2 26,600 

20S20-09T3C
3

25S25-09T3C
25 25 120 32 0.4 23,900 

25S25-09T4C
4

32S32-09T4C
32 32 130 40 0.7 21,200 

32S32-09T5C 5

Long shank

MA90 - 20S18-09T2CL

2

20
18

150
30

8 Yes

Fig.1
0.3 26,600 

20S20-09T2CL 20 40

Fig.225S25-09T2CL 25 25 170 50 0.6 23,900 

32S32-09T2CL 32 32 200 65 1.1 21,200 

: Standard Stock

MA90  glodalo

Maksimalni broj obrtaja
  Podesite broj obrtaja u minuti unutar preporučenih režima brzine naznačenih pored radnog predmeta na strani 12.
  Ne koristite glodala ili držače sa maksinalnim brojem obrtaja ili većim jer centrifugalna sila može uzrokovati oštećenja čak i bez opterećenja.

Fig.1

Fig.2
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MA90  glodalo

Toolholder Dimensions　12 Size (LOGU12 ...)

Description Stock
Number

of
Inserts

Dimensions (mm)
Coolant 

hole Shape Weight

Maximum 
number of 
revolutions

(min-1)
DC DCON LF LH APMX

Standard shank

MA90 - 25S20-12T2C

2

25 20
120 29

12 Yes Fig.1

0.3 18,300 

28S25-12T2C 28

25

0.4 17,300 

30S25-12T2C
30

130 32 0.5

16,800 
30S25-12T3C 3

32S25-12T2C 2
32 16,300 

32S25-12T3C

335S32-12T3C 35

32

150 50
0.9

15,600 

40S32-12T3C
40 14,600 

40S32-12T4C
4

50S32-12T4C
50 120 40 13,100 

50S32-12T6C 6 0.8

Same size shank

MA90 - 25S25-12T2C
2

25 25 120 32

12 Yes Fig.2

0.4 18,300 

32S32-12T2C
32 32 130 40 0.7 16,300 

32S32-12T3C 3

Long shank
MA90 - 25S25-12T2CL

2
25 25 170 50

12 Yes Fig.2
0.6 18,300 

32S32-12T2CL 32 32 200 65 1.1 16,300 

: Standard StockMaksimalni broj obrtaja
   Podesite broj obrtaja u minuti unutar preporučenih režima brzine naznačenih pored radnog predmeta na strani 12.
  Ne koristite glodala ili držače sa maksinalnim brojem obrtaja ili većim jer centrifugalna sila može uzrokovati oštećenja čak i bez opterećenja.

Parts / Applicable Inserts

Description

Clamp screw Wrench Anti-seizure compound Arbor bolt

09 Size
(LOGU09...)

End Mill
Modular

MA90-16...-09... SB-44865UTRP DTPM-8

P-37

-

MA90-18...-09... -

MA90-20~50...-09...

SB-44880UTRP DTPM-8

-

Face Mill

MA90-040R-09... HH8×25

MA90-050R-09...
HH10×30

MA90-063R-09...

12 Size
(LOGU12...)

End Mill
Modular MA90-...-12...

SB-40104TRP DTPM-15 P-37

-

Face Mill

MA90-040R-12...-M HH8×25

MA90-050R-12...-M
HH10×30

MA90-063R-12...-M

MA90-080R-12...-M HH12×35

MA90-100R-12...-M
-

MA90-125R-12...-M

MA90-080R-12... HH12×35

MA90-100R-12...
-

 MA90-125R-12...

Tightening torque for clamping insert 1.2 N m

Tightening torque for clamping insert 1.2 N m

Tightening torque for clamping insert 3.5 N/m
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Dimenzija držača alata　09 size (LOGU09...)

Description Stock
Number

of
Inserts

Dimensions (mm)
Coolant 

hole Shape Weight
(kg)

Maximum 
number of 
revolutions

(min-1)
DC DCSFMS DCB DCCB1 DCCB2 LF CBDP KDP KWW APMX

Metric Spec

MA90 - 040R-09T4C-M 4
40 38 16 15 9

40

19 5.6 8.4

8 Yes Fig.1

0.2 26,600
040R-09T6C-M 6
050R-09T5C-M 5

50
48 22 18 11 21 6.3 10.4

0.4 23,900
050R-09T7C-M 7
063R-09T6C-M 6

63
0.5

21,200
063R-09T9C-M 9 0.4

: Standard Stock

Dimenzija držača alata　12 size (LOGU12...)

Description Stock
Number

of
Inserts

Dimensions (mm)
Coolant 

hole Shape Weight
(kg)

Maximum 
number of 
revolutions

(min-1)
DC DCSFMS DCB DCCB1 DCCB2 LF CBDP KDP KWW APMX

Metric Spec

MA90 - 040R-12T3C-M 3
40 38 16 14 9

40

19 5.6 8.4

12 Yes

Fig.1

0.2 14,600 
040R-12T4C-M

4
050R-12T4C-M

50
48 22 18 11 21 6.3 10.4

0.3 13,100
050R-12T6C-M

6
063R-12T6C-M

63 0.4 11,700
063R-12T8C-M 8
080R-12T7C-M 7

80 70 27 20 13
50

24 7 12.4 1.2 10,400
080R-12T10C-M 10
100R-12T9C-M 9

100 78 32 45
-

30 8 14.4
Fig.2

1.5 9,300
100R-12T13C-M 13
125R-12T12C-M 12

125 89 40 55 63 33 9 16.4 2.5 8,300
125R-12T16C-M 16

Bore Dia.
Inch Spec

MA90 - 080R-12T7C 7
80 70 25.4 20 13

50
27 6 9.5

12 Yes

Fig.1 1.2 10,400
080R-12T10C 10
100R-12T9C 9

100 78 31.75 45
-

34 8 12.7
Fig.2

1.5 9,300
100R-12T13C 13
125R-12T12C 12

125 89 38.1 55 63 38 10 15.9 2.6 8,300
125R-12T16C 16

: Standard Stock

MA90  čeono glodalo

Maksimalni broj obrtaja
   Podesite broj obrtaja u minuti unutar preporučenih režima brzine naznačenih pored radnog predmeta na strani 12.
  Ne koristite glodala ili držače sa maksinalnim brojem obrtaja ili većim jer centrifugalna sila može uzrokovati oštećenja čak i bez opterećenja.

Maksimalni broj obrtaja
  Podesite broj obrtaja u minuti unutar preporučenih režima brzine naznačenih pored radnog predmeta na strani 12.
  Ne koristite glodala ili držače sa maksinalnim brojem obrtaja ili većim jer centrifugalna sila može uzrokovati oštećenja čak i bez opterećenja.

Fig.1 Fig.2
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Dimenzija držača alata　09 size (LOGU09...)

Description Stock
Number

of
Inserts

Dimensions (mm)

Coolant hole

Maximum 
number of 
revolutions

(min-1)
DC DCSFMS DCON OAL LF CRKS H APMX

MA90 - 20M10-09T2C 2
20 18.8 10.5 48 30 M10×P1.5 15

8 Yes

19,000
20M10-09T3C

3
25M12-09T3C

25 23 12.5 56 35 M12×P1.75 19 17,000
25M12-09T4C

4
32M16-09T4C

32 30 17 62 40 M16×P2.0 24 15,100
32M16-09T5C 5

: Standard Stock

Dimenzija držača alata　12 size (LOGU12...)

Description Stock
Number

of
Inserts

Dimensions (mm)

Coolant hole

Maximum 
number of 
revolutions

(min-1)
DC DCSFMS DCON OAL LF CRKS H APMX

MA90 - 25M12-12T2C
2

25 23 12.5 56 35 M12×P1.75 19
12 Yes

18,300 
32M16-12T2C

32 30 17 62 40 M16×P2.0 24 16,300
32M16-12T3C 3

: Standard Stock

MA90   Modular

Dimensions

Description Stock
Dimensions (mm)

Coolant hole

Arbor
(Two-face clamping) Applicable End Mill (Head)

LF BD DCONWS CRKS CCMS

BT30K- M10-45 45 18.7 10.5 M10×P1.5
Yes BT30

MA90-...M10-..
M12-45 45 23 12.5 M12×P1.75 MA90-...M12-..

BT40K- M10-60 60 18.7 10.5 M10×P1.5
Yes BT40

MA90-...M10-..
M12-55 55 23 12.5 M12×P1.75 MA90-...M12-..
M16-65 65 30 17 M16×P2.0 MA90-...M16-..

Coolant Hole
(Center through system)

Assembling drawing

Gauge Line
(Gauge face)

CRKSD
CO

N
W

S
BD

LF

CCMS

Applicable end mill Applicable arbor

: Standard Stock

Maksimalni broj obrtaja
  Podesite broj obrtaja u minuti unutar preporučenih režima brzine naznačenih pored radnog predmeta na strani 12.
  Ne koristite glodala ili držače sa maksinalnim brojem obrtaja ili većim jer centrifugalna sila može uzrokovati oštećenja čak i bez opterećenja.

BT Arbor for Modular   (for exchangeable head/two face contact)

A

OAL

D
CS

FM
S

DC+0
-0.2

D
CO

N

A CRKS
HLF

APMX
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Actual End Mill Depth

Arbor description
Applicable End Mill (Head) Actual End Mill Depth(mm） 

Description
Cutting Dia. (mm) Dimensions (mm)

LUX
DC LF

BT30K- M10-45 MA90-20M10-... 20 30 36.8

M12-45 MA90-25M12-... 25 35 42.8

BT40K- M10-60 MA90-20M10-... 20 30 38.7

M12-55 MA90-25M12-... 25 35 44.6

M16-65 MA90-32M16-... 32 40 51.2

LF

D
C

LUX

BT Arbor for Modular   (for exchangeable head/two face contact)

Applicable Insert

Usage Classification P
Carbon steel/Alloy steel
Mold Steel

:
 1st recommendation

:
 2nd recommendation

M
Stainless steel

Austenitic
Martensitic
Precipitation hardening system

K
Gray cast iron
Ductile cast iron

S
Heat-resistant alloys
Titanium alloy

H Hardened material 

Shape Description
Dimensions (mm) MEGACOAT

(PVD coating)
CVD

Coating

W1 S D1 INSL BS RE PR1825 PR1835 PR1810 PR015S CA6535

General Purpose 
(G-class)

LOGU 090404ER-GM

4.3

6.77

3.33 8.89

1.29 0.4 –

090408ER-GM 6.71 0.90 0.8 –

090412ER-GM 6.65 0.49 1.2 –

090416ER-GM 6.59 0.10 1.6 –

Low Cutting Force 
(G-class)

LOGU 090404ER-SM

4.3

6.77

3.33 8.89

1.29 0.4 – –

090408ER-SM 6.71 0.89 0.8 – –

090412ER-SM 6.65 0.49 1.2 – –

090416ER-SM 6.59 0.10 1.6 – –

Tough Edge (G-class)

LOGU 090408ER-GH 4.3 6.71 3.33 8.89 0.90 0.8 –

General Purpose 
(G-class)

LOGU 120604ER-GM

6.6

10.10 

4.55

13.28 2.50 0.4 –

120608ER-GM 10.04 13.28 2.14 0.8 –

120612ER-GM 9.97 13.28 1.79 1.2 –

120616ER-GM 9.92 13.28 1.44 1.6 –

120620ER-GM 9.85 13.28 1.08 2.0 –

120624ER-GM 9.79 13.28 0.72 2.4 –

120630ER-GM 9.69 13.28 0.20 3.0 –

Low Cutting Force 
(G-class)

LOGU 120604ER-SM

6.6

10.10 

4.55

13.28 2.50 0.4 – –

120608ER-SM 10.04 13.28 2.14 0.8 – –

120612ER-SM 9.97 13.28 1.79 1.2 – –

120616ER-SM 9.92 13.28 1.44 1.6 – –

120620ER-SM 9.85 13.28 1.08 2.0 – –

120624ER-SM 9.79 13.28 0.72 2.4 – –

120630ER-SM 9.69 13.28 0.20 3.0 – –

Tough Edge (G-class)

LOGU 120608ER-GH 6.6 10.16 4.55 13.25 2.26 0.8 –

: Standard Stock

RE

W1
BS

S

D
1

IN
SL

RE

D
1

S

BS
W1

IN
SL

Unmarked : GM
 : SM
 : GH

Unmarked : GM
 : SM
 : GH
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Preporučeni uslovi rezanja 1st recommendation      2nd recommendation

Boldovanim fontom su označeni preporučeni početni režimi rezanja. Podesite brzinu rezanja i posmak unutar gore navedenih režima  prema aktuelnoj obradi.  Obrada sa 
sredstvom za hlađenje se preporučuje za vatrootporne legure na bazi nikla i titanijumske legure. Ukoliko ste odabrali obradu sa emulzijom(mokra obrada) za neke druge materijale 
obratka smanjite brzinu rezanja na 70% ili manje. Za rezanje u pun materijal se ne preporučuju nasadna glodala (slotting/pocketing). Prepročujemo da se širina rezanja podesi na 
75% ili manje. Preporučujemo tip držača sa manjim brojem pločica za širine rezanja 30% ili više. Rad iznad preporučenih režima rezanja ili dugotrajna upotreba može oštetiti vijke. 
Preporučuje se redovna zamena vijaka.

In
se

rt
 S

ha
pe

Workpiece Material

Toolholder Description and Feed rate (fz: mm/t) Recommended Insert Grade (Cutting speed Vc: m/min)

09 Size (LOGU09...) 12 Size (LOGU12...) MEGACOAT NANO EX MEGACOAT 
HARD CVD coating

MA90-16~
MA90-18

MA90-20~MA90-50
MA90-040~MA90-063

MA90-25~
MA90-30

MA90-32~MA90-50
MA90-040~MA90-125 PR1825 PR1835

PR1810
PR015S CA6535

G
en

er
al

 G
M

Carbon steel (SxxC) 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.16 0.05 – 0.1 – 0.18 0.06 – 0.15 – 0.23
120 – 180 – 250 120 – 180 – 250 – – –

Alloy steel (SCM, etc.) 0.05 – 0.08 – 0.12 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.16 0.06 – 0.13 – 0.2
100 – 160 – 220 100 – 160 – 220 – – –

Mold steel (SKD, etc.) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18
80 – 140 – 180 80 – 140 – 180 – – –

Austenitic stainless steel
(SUS 304, etc.)

0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18
100 – 160 – 200 100 – 160 – 200 – – –

Martensitic stainless steel
(SUS 403, etc.) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 – 150 – 200 – 250 – – 180 – 240 – 300

Precipitation hardened  
stainless steel(SUS 630, etc.)

0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 – 90 – 120 – 150 – – –

Grey cast iron (FC) 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.16 0.05 – 0.1 – 0.18 0.06 – 0.15 – 0.23 – – 120 – 180 – 250 – –

Ductile cast iron (FCD) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 – – 100 – 150 – 200 – –

Ni-based heat resistant 
alloys 0.05 – 0.06 – 0.08 0.05 – 0.08 – 0.1 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.15 – – – – 20 – 30 – 50

Titanium alloy (Ti -6Al -4 V) 0.05 – 0.08 – 0.1 0.05 – 0.09 – 0.12 0.05 – 0.09 – 0.12 0.06 – 0.1 – 0.15 – 30 – 50 – 70 – – –

Lo
w

 C
ut

tin
g 

Fo
rc

e 
SM

Carbon steel (SxxC) 0.05 – 0.08 – 0.11 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.14 0.06 – 0.1 – 0.18 120 – 180 – 250 120 – 180 – 250 – – –

Alloy steel (SCM, etc.) 0.05 – 0.07 – 0.1 0.05 – 0.08 – 0.12 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.14
100 – 160 – 220 100 – 160 – 220 – – –

Mold steel (SKD, etc.) 0.05 – 0.07 – 0.1 0.05 – 0.08 – 0.1 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.14 80 – 140 – 180 80 – 140 – 180 – – –

Austenitic stainless steel
(SUS304, etc.) 0.05 – 0.08 – 0.11 0.05 – 0.08 – 0.12 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.14

100 – 160 – 200 100 – 160 – 200 – – –

Martensitic stainless steel
(SUS403, etc.) 0.05 – 0.08 – 0.11 0.05 – 0.08 – 0.12 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.14 – 150 – 200 – 250 – – 180 – 240 – 300

Precipitation hardened  
stainless steel(SUS630, etc.) 0.05 – 0.08 – 0.11 0.05 – 0.08 – 0.12 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.14 – 90 – 120 – 150 – – –

Ni-based heat resistant 
alloys 0.05 – 0.06 – 0.08 0.05 – 0.08 – 0.1 0.05 – 0.08 – 0.1 0.06 – 0.08 – 0.12 – – – – 20 – 30 – 50

Titanium alloy (Ti-6 Al-4V) 0.05 – 0.08 – 0.1 0.05 – 0.08 – 0.12 0.05 – 0.08 – 0.12 0.06 – 0.09 – 0.12 – 30 – 50 – 70 – – –

To
ug

h 
Ed

ge
 G

H

Carbon steel (SxxC) 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.16 0.05 – 0.1 – 0.18 0.06 – 0.15 – 0.23 120 – 180 – 250 120 – 180 – 250 – – –

Alloy steel (SCM, etc.) 0.05 – 0.08 – 0.12 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.16 0.06 – 0.13 – 0.2
100 – 160 – 220 100 – 160 – 220 – – –

Mold steel (SKD, etc.) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 80 – 140 – 180 80 – 140 – 180 – – –

Austenitic stainless steel
(SUS304, etc.) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18

100 – 160 – 200 100 – 160 – 200 – – –

Martensitic stainless steel
(SUS403, etc.) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 – 150 – 200 – 250 – – –

Precipitation hardened  
stainless steel(SUS630, etc.) 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 – 90 – 120 – 150 – – –

Grey cast iron (FC) 0.05 – 0.1 – 0.14 0.05 – 0.1 – 0.16 0.05 – 0.1 – 0.18 0.06 – 0.15 – 0.23 – – 120 – 180 – 250 – –

Ductile cast iron (FCD) 0 0.05 – 0.08 – 0.1 0.05 – 0.1 – 0.12 0.05 – 0.1 – 0.14 0.06 – 0.12 – 0.18 – – 100 – 150 – 200 – –

Ni-based heat resistant 
alloys 0.05 – 0.06 – 0.08 0.05 – 0.08 – 0.1 0.05 – 0.08 – 0.12 0.06 – 0.1 – 0.15 – – – – –

Titanium alloy (Ti-6 Al-4V) 0.05 – 0.08 – 0.1 0.05 – 0.09 – 0.12 0.05 – 0.09 – 0.12 0.06 – 0.1 – 0.15 – 30 – 50 – 70 – – –



(User evaluation)

MA90 je pokazao dobro stanje rezne ivice i stabilnu 
mašinsku obradu. Postignut 1,6 puta duži vek trajanja 
alata. (User evaluation)

MA90 je pokazao 1,5 puta veću efikasnost obrade od 
svojih konkurenata. Poboljšan vek trajanja alata (3 do 4 
komada)

Vc = 125 m/min
n = 1,600 min-1

ap x ae = 1.0 x 25 mm
fz = 0.12 mm/t
Vf = 570 mm/min
Dry
MA90-25S20-09T3C
LOGU090408ER-GM （PR1835）

Mold parts   Stainless steel
Vc = 135 m/min
n = 535 min-1

ap x ae = 3.4 x 25 mm
fz = 0.15 mm/t
Vf = 560 mm/min
Wet
MA90-080R-12T7C-M
LOGU120616ER-GM （PR1810）

Brake parts   FCD500

Case Studies
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Performanse rezanja

Cutting Dia. DC :   ø16 ~ ø18

Cutting Dia. DC :   ø25 ~ ø30 Cutting Dia. DC :  ø32 ~ ø125

Cutting Dia. DC :  ø20 ~ ø63

09 Size (LOGU09...)　Machining for Steel (Dry)

12 Size (LOGU12...)　Machining for Steel (Dry)

fz (mm/t)
0.100

2.0Cu
tt

in
g 

de
pt

h 
ap

 (m
m

)

0.20 0.30

4.0

6.0

8.0 10% or Less GM GH
10~30%  GM GH
30~100% GM GH
10% or Less SM
10~30% SM
30~100% SM

fz (mm/t)
0.100

4.0

2.0

0.20 0.30

6.0

8.0

10.0

12.0

Cu
tt

in
g 

de
pt

h 
ap

 (m
m

)

10% or Less GM GH
10~30%  GM GH
30~100% GM GH
10% or Less SM
10~30% SM
30~100% SM

fz (mm/t)
0.100

4.0

2.0

Cu
tt

in
g 

de
pt

h 
ap

 (m
m

)

0.20 0.30

6.0

8.0

10.0

12.0

10% or Less GM GH
10~30%  GM GH
30~100% GM GH
10% or Less SM
10~30% SM
30~100% SM

fz (mm/t)
0.100

2.0Cu
tt

in
g 

de
pt

h 
ap

 (m
m

)

0.20 0.30

4.0

6.0

8.0 10% or Less GM GH
10~30%  GM GH
30~100% GM GH
10% or Less SM
10~30% SM
30~100% SM

aeae

DCDC

ae/DC 

ae/DC 

ae/DC 

ae/DC 

For other workpiece material, set ap and fz appropriately for each ae.

For other workpiece material, set ap and fz appropriately for each ae.

Machining e�ciency

MA90
(3 inserts) Q = 14.5cc/min

Q = 9.5cc/min

x1.5
Machining
e�ciencyCompetitor H

(3 inserts)

Number of Workpieces

MA90
(7 inserts) 1,000p c s

600p c s

x1.6

Tool life

Competitor G
 (7 inserts)



14

Notes

Face Milling & 
Shouldering

Helical Milling Contouring PlungingSlotting PocketingRamping

Za helikalno glodanje koristite prečnik koji je između minimalnog i 
maksimalnog prečnika glodanja. Smer glodanja treba da bude suprotan 
od kazaljke na satu (down cut) -pogledati sliku iznad.  Obrada treba da 
bude u sigurnom okruženju, dok god strugotina ostaje dugačka.

Description Minimum cutting diameter øDh1 Maximum cutting diameter øDh2
MA… - 09 - … 2×DC-4 2×DC-2
MA… - 12 - … 2×DC-6 2×DC-2

Description Maximum drilling depth Pd Min. cutting length X for 
flat bottom surface

MA… - 09 - … 0.25 DC-3
MA… - 12 - … 0.5 DC-5

øDh(cutting dia.)

Cutting
direction
Cutting

direction

DC
(Cutter dia.)

Za helikalno glodanje koristite prečnik izmedju minimalnog i maksimalnog prečnika glodanja

Centralno jezgro ostaje 
nakon obrade

Centralno jezgro 
udara u telo držača

Dostizanje 
maskimalnog  prečnika 

glodanja

  Dostizanje manje od    
minimalnog prečnika 

glodanja

L

ap

RMPX

Ugao nagiba treba da bude ispod  RMPX. 
Smanjite preporučeni pomak za  70%

Formula for Min. Cutting 
Length (L) at Max. 
Ramping Angle

L =
ap

tan RMPX

Smanjite ugao inklinacije ako strugotina postane duža

Preporučeno je da se smanji pomak za 25% od preporučenog dok se ne ukloni centralno jezgro  
pri vađenju nakog bušenja
Aksijalni pomak po obrtaju je preporučen f = 0.1mm/o  ili manji kada se buši

Primene

Tabela referenci za nagibno glodanje

Saveti za nagibno glodanje

Saveti za helikalno glodanje

Saveti za bušenje Saveti za vertikalno glodanje

Description Cutter Diameter DC (mm) 16 20 25 32 40 50

MA… - 09 - …
Max. Ramping Angle RMPX 1.16° 0.97° 0.64° 0.4° 0.23° 0.11°

tan RMPX 0.020 0.017 0.011 0.007 0.004 0.002
Description Cutter Diameter DC (mm) 25 28 30 32 35 40

MA… - 12 - …
Max. Ramping Angle RMPX 2° 1.7° 1.6° 1.5° 1.2° 1°

tan RMPX 0.034 0.030 0.027 0.026 0.021 0.017

Units: mm

Units: mm
Units: mm

X

Center core DC

Pd

Description Maximum width of cut (ae)
09 Size (LOGU09...) 2
12 Size (LOGU12...) 3

ae

Moguće za vertikalno glodanje (plunging)
Pomak treba da bude postavljen  fz = 0.1 (mm/t) pri 
vertikalnom glodanju 



The information contained in this brochure is current as of March 2023.
Duplication or reproduction of any part of this brochure without approval is prohibited.

Tangencijalni držač

Sigurno. Čvrsto. 
Kvalitetna obrada 
materijala
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