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MEC endmill series lineup
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Different useage of MEC endmill series
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Notched insert breaks chips into small pieces
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For heavy milling
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Flute with flat-cut enables good chip evacuation
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Notched insert reduces cutting force and chattering and enables efficient

machining
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Ve =120 m/min
apxae=40mmx10mm,fz = 0.12mm/t
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Coolant hole for bottom insert (endmill only)
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Low cutting force
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Notched insert lowers and disperses cutting force, and
enables high feed rates by reducing Chattering
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PR1225, PR1230 & PR1210 (MEGACOAT: PVD coated insert) is now available

O®MEGACOAT
NEE/E2 LML) elol 21~ D&ItE S Al
Long tool life and high-speed milling due to high hardness and high oxidation resistance
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MECH Head Exchangeable Type
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Cost reduction of tool holder

1 ) §E-'| *1 I:I' = (2':f IIE-I&'HéI'” |'I| ) |' EX‘" Ol‘ —|—E-| Holder head portion will be separated from the body (by second cutting edge)

2) *1 I:I' = 7 |' J-l-l'—)'\— El T OEE Elﬁ?_l' NILE ) 7 |'6 If holder head is damaged, front piece can be exchangeable.
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Base unite and front piece is

Front piece is separated by second stage of the head.
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Chattering surface

A Work Material: S50C
Vc=120m/min
fz=0.12mm/t
apxae=40x7mm

(AL H| ) Internal evaluation
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A High Strength & Long Tool Life
S5 WS sntEe “ovoas
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An extensive grade lineup applicable to a wide range of work materials, such

as steel, stainless steel, cast iron and aluminum
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Low Cutting Force & Sharp Cutting Performance
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Smoothly finished shoulder wall and high squareness at shouldering with multipul passes

3324 920 S50C cutting Dia. 20mm / S50C
Vc=120m/min,apxae=5x10mm
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MEC tyep ENEDMILL Com: A Comp. B Dry(Wth COIIlpressed 31f)
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Efficient machining due to small diameter cutter that holds multiple inserts
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Recommended for small machines: low resistance and high strength design

3.8 JTEH0IH2L XFg JSE0|HE LS

it 4olg A

Covers a broad range of applications with the multi-purpose JT chipbreaker and the low resistance JS chipbreaker
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General JT Chipbreaker Low resistance JS Chipbreaker
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Lineup of MEC/MECX

Grade Lineup (PVD Coated Insert)

B X E 2flofE2]o] MEGACOAT (PVDR2Y) 2| "PR1225,2} "PR1210,2 &7t

PR1225 and PR1210 (MEGACOAT: PVD coated insert) are now available
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Long tool life and high-speed milling due to high hardness and high oxidation resistance Tic () MEGh::OAT
M
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Oxidation temperature
2_ EE'” Ol 3" -2 |—1 R E'”rl-l'EE-l Chipbreaker lineup and Corner Radius variation
SIAF AR (re) AR (re) Coner Radius
[eXo] Coner Radius
S T2 Description 0.2 0.4 0.8 1.2 1.6 2.0 2.4 3.1 4.0
BDMT0703...ER-JT o o [
‘ BDMT1103...ER-JT ® ® ®
BDMT11T3...ER-JT ® ® [ [ ® ® [ ®
2 JTE|0|3 General IT Chipbreaker | BDMT1704...ER-JT ® ® ® ® ® ® ® ®
BDMT0703...ER-JS ® ® ®
BDMT1103...ER-JS ® ® [
BDMT11T3...ER-JS ® ® ®
X Xg JISEH|O|H Low resistance JS Chipbreaker BDMT1704...ER-JS ® ®
i BDGT11T3...FR-JA ® ® ®
‘;-’"’_/
BDGT1704...FR-JA ® [ ® ®
L20|F8 JAE Eﬂol?‘i JA Chipbreaker for Aluminum
BDMT1704...FR ® ®
U205 CIO|OF2E PCD for Aluminum
3_ E—l'?;':-c.’.;l' E'”rl-l'EE-l | *l’ —E—) Various products lineup of MEC/MECX(Differrent useage of MEC and MECX)

(MEC / MECXH

BDMT070304ER-JT

MEC25-S25-11T

MEC-11 Type
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BDMT11T308ER-JT

MEC25-S25-17

MEC-17 Type
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BDMT170408ER-JT
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1) Multiple edges, capable of increasing table feed and
high efficiency machining

2) Design with low resistance and high toughness,
optimum for turning mill and small machines

1) Actualized low resistance and high toughness with an
insert with 11mm edges

2) Actualized high efficiency machining by ensuring
toolholder toughness and increasing edge contact

1) Substantial cut is available with an insert with 17mm
edge length




.I—-!EI- E Applicable Insert
AEEE2 J|&F  Guidance of usage choice [ | * | K | Y
H | x| % Y| Y
* 1 2P/ 1358 (& : Roughing/First Choice) AHIAZL  Staintess steel * o | %
Fo 1 2P/ 2258 ¢ - Roughing/Second Choice) 3|ZA Gray castlron * A S
W /X125 (W : Finishing/First Choice) CIEF2l =& Ductile castIron * bxe %‘ E;
O : HAY/H|2258(0 : Finishing/Second Choice) | HAZZ  NonFerouslon = 2
(DHEX= 45HRC O[5te] 22) * Y 2 5
(High Hardness material is applicable only under 45HRC) > __T'_ gb
0 0 HE
Xz (mmy) 2e() | MIE MEGACOAT PVDY =4 Al
—— Dimension Angle PVD Coated Carbide
e ?_@“@“‘c@ 2188 %
A|T|ed W refa |B | S| 8|85 |2 |2|2]|=
= |E|E|E|> || |®
BDMT 110302ER-JT 0.2 ™ o | o °
110304ER-JT | 6.3 |3.00| 2.8 |11.0| 0.4 | 18° | 15° [ J [ J ® o P15
110308ER-JT 0.8 o [ J o [ J
BDMT 11T302ER-JT 0.2 [ J [ J [ J [ J
11T304ER-JT 0.4 [ J [ J o [ J o
11T308ER-JT 0.8 [ J [ J o [ J o
nTarERT | |12 ° oo °
11T316ER-JT 1.6 [ J [ J o [ J
11T320ER-JT 2.0 [ J [ J o o
11T324ER-JT 2.4 o [ J ® [ J
1T331ER-JT 3.1 o [ J ® [ J
- g BDMT 170404ER-JT 0.4 ° o |0 ° E}g
170408ER-JT 0.8 [ J [ J [ J o o
170412ER-JT 1.2 [ J [ J [ J [ J
1oat6ER0T | | | (18] ° oo °
170420ER-JT 2.0 [ J o [ J o
170424ER-JT 2.4 ® [ J [ J [ J
170431ER-JT 3.1 o [ J [ J [ J
170440ER-JT 4.0 ® [ J o [ J
BDMT 110302ER-JS 0.2 [ J o o
110304ER-JS | 6.3 |3.00| 2.8 |11.0| 0.4 | 18° | 15° [ J o o P15
110308ER-JS 0.8 ® o [ J
| BDMT 11T302ER-JS 0.2 [ J [ J o
| 11T304ER-JS | 6.7 | 380 | 2.8 |11.0| 0.4 | 18° | 13° [ J [ J o
11T308ER-JS 08 ° oo ne
BDMT 170404ER-JS 96 | 490 | a4 | 170 0.4 180 | 13 [ J o [ J
170408ER-JS 0.8 ® o [ J
g a STLEE BDMT 11T308ER-N2 | 6.7 |3.80| 2.8 |11.0| 0.8 | 18°| 13° o o [ J o o
1 w2 | e .7 |3. : 0| 0.
2113 2 Notched %
o LB . | BDMT 11T308ER-N3 | 6.7 |3.80| 2.8 |11.0| 0.8 | 18°| 13° o o [ J [ J o
ol p7
313 $:Notched Eg
' | ’]‘ 7. P10
hgli %ﬂ BDMT 170408ER-N3 | 9.6 |4.90| 4.4 [17.0] 0.8 | 18° | 13° o | o |0 |0 ®
3133 Notehed Eﬂ*
ﬂ! % E . | BDMT 170408ER-N4 | 9.6 |4.90| 4.4 |17.0| 0.8 | 18°| 13° o o [ J o o
403 4 otted &
- = o e e e B e e e e i S O]
Cipotens ey 5 gentat pngose) 15 (v i frcr I shmma & now ey 1 02 EX0H ZHE 107H 222 HIOJ A RILICE. nerts e soldin'10 piec bos._ |

I EFTL @ : Standard Stock
=




@ XI5t El

= B B Applicable Insert
*I‘%-E—-Er 7|—7.f— Guidance of usage choice * * 71\3
* * | ¥
* ! %AP/X‘"'I —;‘F—;F_‘I(* : Roughing/First Choice) ﬁl,':ﬂ E‘"ﬁ%" Stainless steel * b w
¥ ! %A*/HIZ-’F—H(\;% : Roughing/Second Choice) S| =& >+ e x
1 -
M : HAHX|122% (W : Finishing/First Choice) 7 T B
S S
[ : A 22H (0 : Finishing/Second Choice) * |0 = EE‘I %
13EX= orel 8% A 5
(DF=XHE= 45HRC Of8te] HR) T 5t 5
(High Hardness material is applicable only under 45SHRC) * Pxe [ ] __T'-I_l gb
| =~
U 0|2
Xz (mm) ZY=(°) | MEGACOAT PVDRE %7 | CHOlot2E X
Dimension Angle PVD Coated Carbide PCD
w4 O D
Description A T dlw s e = § § § < g =
e re c|B|Z 82 2|5 |88
o- o- -
BDGT 11T302FR-JA 0.2 ®
11T304FR-JA | 6.7 (380 28 |[11.0( 0.4 | - |18 | 13° ®
11T308FR-JA 0.8 [ J
) BDGT 170404FR-JA 0.4 °
170408FR-JA 0.8 ®
———— 196|490 | 44 | 170 - | 18° ] 13° P15
170420FR-JA 2.0 ® P16
170431FR-JA 3.1 ®
[ i BDMT 11T302FR 0.2 ® o
lﬁllq ——— 1 6.7 | 380 | 2.8 | 11.0 36|18 | 13°
10 : I 11T304FR 0.4 ® ®
BDMT 170402FR 0.2 ® o
4 ——— 106|490 44 | 170 44 18| 13°
B 170404FR 0.4 ® ®
= IT,EIIII BDMT 070302ER-JT 0.2 ° e o | o
| Kl E—
Ql - . 070304ER-JT | 4.6 | 2.6 |23 | 67|04 | - [16°[15°| @ o oo
070308ER-JT 0.8 [ BN BEEN BRI BNEN J P23
. BDMT 070302ER-JS 02 ° AR P24
ﬁ 070304ER-JS | 4.6 |26 (23| 6.7|04 | - |16°|15°| @ o o | o
070308ER-JS 0.8 ® o o | o
xHY0|H 8= M HYO|AH (JT) , MM 22o|A (JS) , Y=0|5-HE 22o|H (JA)
Chipbreaker Lineup: JT (general purpose), IS (low cutting force), JA (aluminum & non-ferrous)
.%E‘I -F'rj—:" J_'_l' 1—1-6,;," E Toolholder and Applicable Insert
2L 74 3t el H|T
Toolholder Applicable Insert Remarks
BDMT BDMT
MEC....-11 10300ER-JT | 1030 OER-JS - -
LIZEel Al8S
MEC....-11T BDMT BDMT BDGT BDMT BDMT11T308ER-N2 | 259451 X] Qb25L|CE.
MEC.-R-11 1M1T3OOER-JT 11T3OOER-JS 11T3OOFR-JA 11T3OOFR BDMT11T308ER-N3 Using notched insstt is ot
ded.
MEC....-17 BDMT BDMT BDGT BDMT BDMT{70408ER-NS |
MEC--R-17 17040 OER-JT 17040 OER-JS 17040 OFR-JA 17040 OFR BDMT170408ER-N4
BDMT BDMT BDGT ) BDMT11T308ER-N2 | | |5e10) 112K
MECGH =11 HT3O0ERJT|  11T3O0ERJS| 11T3OOER-JA BDMTHT308ER-NG Olfltur AT
=] .
MECH...17 BDMT BDMT BDGT ) BDMT170408ER-N3 | Notched insert is first
17040 0OER-JT 1704OOER-JS| 17040 OFR-JA BDMT170408ER-N4 | recommendation.
BDMT BDMT
MECX... 070300ER-JT|  070300ER-JS - - -
@ : EZI @ : Standard Stock




Fig.1 Fig.2
.Il%k— Toolholder Dimension
H
o Sp_a'r_e PEans 15k El
| ot | ef | wr X|Z=(mm) BAZ(C) | & X3t E
f c_l;_; = /E\ Dim_e';sion(mm) CR)ﬁke Elgle 3 3T Ag2 | ARHHIT|R App?ca?)le ‘I:rllsert
_Flr71 a = =T | T Al 20— ,_Xl T3 o |
Descrigtlion Y [N o — e Clamp Screw ‘Wrench Anti-seize Compound @ P5
Flute | Stage | Tnsert AR. s / ) @ P11
o |od| L [L1|s|qfi RR. E %,/
MECH 025-S25-11-4-2T | @ 3 4 | 8 | 25|25 (120| 46 | 37 | +21°| -10°
032-832-11-5-2T | @ 10 Fig.1
5 —— 32 140| 55 | 46 -9°
032-832-11-54T | @ 20 32
: BDMT11T308ER-N2
040-S32-11-6-4T | @ i | & |94 ag 150 e | 58 | some | Fig.2 | SB-2555TRG DTM-8 MP-1 BDMT11T308ER-N3
040-S42-11-6-4T | @ 160 Fig.1
050-S42-11-74T | @ 28 42 )
7 —— 50 170| 75 | 64 -7° | Fig.2
050-S42-11-76T | @ | 6 42
MECH 040-S32-174-2T | @ ol alsla0 32 |160 73 | 59 Fig.2
N _ _ _ BDMT170408ER-N3
040-S42-174-2T | @ - 170 +19°| -7° | Fig.1 | SB-4070TRN DTM-15 MP-1 RDMT170408ER-N4
050-S42-17-54T | @ | 4 | 5 |20 | 50 185|188 | 74 Fig.2
—;F—ﬁ Jgé‘r_;s_a For recommended cutting conditions, see page @ P1 2
AX XA (MP-1)= B8 NS 1 2HIE A320| TZSH0] FAA|L. Coat Anti-scize Compound (MP-1) thinly on clamp screw when insert is fixed.

B MECHS a1
o =
76‘*"7—"'(0) Rake Angle
=27
oI [ARMAY | RR.
MECHees-11- +23° -8°
. MECHsse-17- | +19° | -7
Fig.1 Fig.2
.Il —J|k— Toolholder Dimension
(=1
Spare Parts
ok | o | o Il¢(mm) = & El
HEIEE S s | an | MO | e | ISR
.F'IJ_:“ B || SAb | Clamp Screw | Wrench | Authseze Compand | Mounting bolt pp@ p5
Description Stock | No.of | No.of | No.of Shape - < & P11
flae | Sige | 155 | o1y | ol |odt [od2| H [E | a [ b | S I /
MECH 040R-11-4-4T-M ® | 4|4 (16|40(16|15| 9 |50|19|5.6(8.4]|37 HH8X25 BDMT11T308ER-N2
050R-11-5-6TM | @ | 6 | 5 |30 |50 | 22 |18 |11 |63 | 21 6.3 ]104] 46 SB-050TRG) DTM-8 | M1 ioXa0 | BDMTI1T308ERA3
MECH 050R-17-2-4T-M ® | 4|2 |8 52 30| - HH10X30
050R-T7-44TM | @ | 2 | 2 [16|°0 |22 | 18| 752" |53| 104 5g Fio! HH10X40
063R-17-3-4T-M @ | 4|3 [12]|63[27 20|14 |70 |24 7 (124] 45 SB-4070TRN | DTM-15 MP-1 HH12X40
080R-17-4-6T-M @ |6 |4 (24|80(32|26|18|85|28| 8 [14.4]|59 HH16X45 | BDMT170408ER-N3
100R-17-4-6T-M @® | 6| 4 |24|100/40|56| - |85|30| 9 |16.4]59 | Fig.2 - BDMT170408ER-N4
MECH 063R-17-3-4T @ | 4|3 [12)|63(254|/20 (14|70 (26| 6 (95|45 Fig.1 HH12X40
080R-17-4-6T @ | 6|4 (24|80 (3175126 |18 |85 |32| 8 [12.7| 59 g SB-4070TRN | DTM-15 MP-1 HH16X45
100R-17-4-6T @® | 6 | 4 |24|100|381|56| - | 85|38 10 |15.9]| 59 | Fig.2 -
—;F—jf‘_-l gé’-a{_a For recommended cutting conditions, see page @ P1 2
AXRIX|H (MP-1)= B8 YY1 2UE A320|| TZ=S10 FAA L, Coat Anti-scize Compound (MP-1) thinly on clamp screw when insert is fixed. @ Z=X{11 @ : Standard Stock




. M ECH _BTSO-CI,C-; (OI'HI' %t-"'{’g : 2%% gi%)(lntegralArborType: No coolant hole)

y \\
Q@
g - Bl EI N (s e
0 .| e
;\ W iHo
s ol BT-50 shank
L 101.8 Fig 1
.II—+— Toolholder Dimension
H iz
Ty E)
M| e | oy I'-)F(mm) AAZEC) SpaBals 3 El
- c_l;_; I/_\ /E\ DAy Releo AVle = SHLAIR x| ﬁzf th|I1| Applicable Insert
-'jrj_:“ - = e - cg)g Clamp Screw ‘Wrench Anti-seize Compound @ P5
Dsepition Stock | No.of | No.of | No.of Sl 5
Flute | Stage | Insert oD L S A.R. R.R g / @ P11
(MAX)| E Y
MECH 050R11-8-4T-BT50 | @ | 4 | 8 |32 |50 |143| 73 | +23° | -7° SB-2555TRG| DTM-8 | MP-1 | BRMITIISOSERNE
MECH 050R17-7-4T-BT50 | @ 50
063R17-7-4T-BT50 | @ 4 28 | 63 Fig.1
7 173[104 | +19° | -7° SB4O70TAN| DTM-15 | MP-1 | EDMTITOSOCERTE
080R17-7-4T-BT50 | @ 80
100R17-7-6T-BT50 | @ 6 42 |1 100

kIHI-Q' O:PE:’ Llﬂ Ship parts

-Vc=150m/min
(n=955min™"

-ap x ae=70mm x 10mm
fz=0.2mm/t
Vf=764mm/min

44 by
-MECH050-542-17-5-4T

4|éroeq 4 Flutes

-BDMT170408ER-N3
-BDMT170408ER-N4

2550

R °WA 6 \\

ucmn“l

PR830

Ad\,a“cmg

A =2 Q=534cc/] Chipremoml Q=334cctin.

*X-I X-I*I'XJ-I For recommended cutting conditions, see page @ P1 2

ZH A2, Coat Anti-seize Compound (MP-1) thinly on clamp screw when insert is fixed.

AlS{—
= A

.%E‘"OlE Plate
-Vc=150m/min
(n=955min™")

-ap x ae=70mm x 10mm

fz=0.2mm/t

Vf=760mm/min

44 Dy
-MECH050-542-17-5-4T

4|él'oeq 4 Flutes

-BDMT170408ER-N3
-BDMT170408ER-N4
PR830

\\\\

ucmn“l

A °‘“

Adv a\'\ cm

|
1

B

| Z=2F Q=532¢C/E Chip removal Q=332ce/min,

EFARED | % 5% Q=170cc/
Comp. D Chip removal Q=170cc/min.

EtAEC & 82 Q=115cc/8
Comp. C | Chip removal Q=115cc/min.
EFAHECO] & B2 Q=115cc/ 2ol HI8H, MECHE] & HiZ2e Q=534cc/
£ O MANO| 4,66 B4

«Comp. C removed 115cc of chips per minute. In contrast, MECH removed 534cc per minute.
Machining productivity improved to 4.6 times.

«Comp. D removed 170cc of chips per minute. In contrast, MECH removed 532cc per minute.

21724 7} Bvaluation by the customer

EFAED] 2 B Q=170cc/2of tieH, MECHO % tiZ
O MARO| 318 B, IE, 7HE HBIE 94

2F2 Q=532cc/&2

Machining productivity improved to 3.1 times and finished wall condition was excellent.

2174 I} Bvaluation by the customer

@ : EZX{11 @ : Standard Stock

Case studies Achievement of productivity improvement and machining time reduction



=P -
|*_1 El_r J_I'—gl_}él M EC H -63 oél EI ;é ﬂ E DEI MECH Head Exchangeable Helical Endmill Type
B MECH-BT50SA3(o2= oi2) oput @HE (#0jA QUE +Z2E DA 17)+ 23U S 2E)

MECH-BTS0SA (No coolant hole) Integral Arbor type (Base Unit+1Front Piece+Clamp Bolt)

[

—— > \
o

a 1 g Pk s

© C S A -

X

L1 38
L 101.8

&0 7
Holder structure

SYI 2E LD2E mjA HlO| A L|E
Clamp Bolt Front Piece Base Unit

B MECH-BT50-A%,

to
o
Mlfok
Q
bjo

AOLIE ;
=TmH-=
) No coolant hole H'Ilol I—-l Base Unit

[

7
Y

c
<
St —L o BT50
2 -
L1
L 1018
.%E‘l K| Holder dimension
72 0 |gEEs s Tl
Pescripton i 2872|720 | L L1 | ¢ | st | s2|aR|RR |
of & |MECH 050R11-4T-BT50SA | +- 8 32| 50 | 143 | 99 | 07 | 55 | 73 | +23° | -7° 4.8
bt 5 063R17-4T-BT50SA | = | 4 63 5.8
@ %% 080R17-4T-BT50SA | 4 1% e | 173 | 130 | 13 | 75 | 104 | w100 | -7 76
R 100R17-6T-BT50SA | = | 6 | 7 | 42 | 100 9.8
H| MECH 050R11-4T-BT50-A | % 6 24| 50 | 125 | 81 | 07 | 10 | 85 | +23° | -7° 4.6
@ il;f 063R17-4T-BT50-A e g | a5 63 5.4
ﬁlﬁ 080R17-4T-BT50-A | % 80 | 143 | 100 | 1.3 | 16 | 75 | +19° | -7° 6.8
E 100R17-6T-BT50-A | = [ 6 | 5 | 30 | 100 8.5
KK HAE A For recommended cutting conditions, see page @ P12
.%E‘l T Holder formation
=g 2 HIol2 SLIE = P9 mEE DA (1) > P10 EREEE
End Mill Base Unit 1Front Piece Clamp Bolt
MECH 050R11-4T-BT50SA MECH050R 11-4T-BT50-A MECHO050R11-4T-F HH12X35
063R17-4T-BT50SA | = | MECHO063R17-4T-BT50-A | + MECHO063R17-4T-F + HH12X40
080R17-4T-BT50SA MECHO080R17-4T-BT50-A MECHO080R17-4T-F HH16X40
100R17-6T-BT50SA MECH100R17-6T-BT50-A MECH100R17-6T-F HH20X40

9 2 REAQF Made to order



B MECH-F& (caz g

%) No coolant hole

E%E rLl A Front Piece

.% E.‘I I|—¢— Toolholder Dimensions

A ZAANFZH(®
oy X = =l =l Dxllln_e';s(li)g(rl;nm)l) cl{ateI-A_‘H g(;le) 5
Degz:l;i;{i on B Qé, _)'\_ _)'\_ T\;ﬂi(glil? )
Stock No. of Flute | No. of Stage | No. of Insert oD od L L1 C S A.R. R.R.
MECH 050R11-4T-F [ J 50 22 32 18 0.7 10 +23° -7° 0.2
g 063R17-4T-F o 4 2 8 63 22 0.4
080R17-4T-F o 80 32 44 30 1.3 16 +19° -7° 0.8
100R17-6T-F [ J 6 2 12 100 45 13
.x—-! -6|;||- E|=|'I Applicable Inserts
FETEE Hlo| 2 SL|E mEE ax X3t &1 > P5
End Mill Base Unit Front Piece Applicable Inserts
MECH 050R11-4T-BT50SA MECH050R11-4T-BT50-A MECH050R11-4T-F BDMT11T308ER-N2
063R17-4T-BT50SA MECH063R17-4T-BT50-A MECH063R17-4T-F BDMT11T308ER-N3
080R17-4T-BT50SA MECH080R17-4T-BT50-A MECHO080R17-4T-F BDMT170408ER-N3
100R17-6T-BT50SA MECH100R17-6T-BT50-A MECH100R17-6T-F BDMT170408ER-N4
£ Lli E % *l‘g'-é_l'f 7é —?—E ‘f'_l'E*l P 1 1 % 7&'_{6'-0:' —%:—ﬂkl 9_ _ For installation of notched insert, make sure tosee P11
.—I?I—% Spare Parts
(==
=
Spare Parts
Zam A2 HA o 2E dlx| AKFHEX|R|
EC?aI;p ;re_w-rr (:ga‘:'Hi éi%ﬁﬁ) EClljam_p B?lt_ (%E‘:'H£ %Eg_) Anﬁ-se?ze cC>ompound
‘Ijr 74 ‘Wrench (for Clamp Screw) ‘Wrench (for Clamp Bolt)
|
Description
)
W’)@'I
E c
Ot} MECH 050R11-4T-BT50SA SB-2555TRG DTM-8 HH12X35 LW-10
LA 063R17-4T-BT50SA HH12X40 LW-10
(ME) 080R17-4T-BT50SA S$B-4070TRN DTM-15 HH16X40 LW-14
Integral Arbor
type (Unit) 100R17-6T-BT50SA HH20X40 LW-17
MECH 050R11-4T-BT50-A SB-2555TRG DTM-8 HH12X35 LW-10
#l0] 2 063R17-4T-BT50-A HH12X40 LW-10
LS MP-1
ShselUmit 080R17-4T-BT50-A SB-4070TRN DTM-15 HH16X40 LW-14
100R17-6T-BT50-A HH20X40 LW-17
MECH 050R11-4T-F SB-2555TRG
oEE 063R17-4T-F
oA - _
E ) 080R17-4T-F SB-4070TRN
‘ront Piece
100R17-6T-F

SZEE nAQE Qi ok Fe HX|(FUZ A3FY) /ZUD ZE YL K] (S

If front piece is only purchased, wrench (for clamp screw)/clamp bolt or wrench (for clamp bolt) is not attached.

A% HEA (MP-1)= EE

Bs mEY

IEZEMI @ Standard Stock

Io EE_Q_) p=)
—=—0o/ «—

0 SWI AIR0| EZ8H0] AL, +Coat Anti-seize Compound (MP-1) thinly on clamp screw when insert is fixed.

4|0 JAX| HELICH

10



El A
mE HENs=
Number of Inserts Installed
© Jg' 7_C|P 7 H—)f— No. of Inserts Installed © Jg' 7_C|P 7 H—)f— No. of Inserts Installed
= | 2 | BDMT11T308ER- | BDMT170408ER- Z | 2 | BDMT11T308ER- | BDMT170408ER-
34 2 72 5| g
Description z “ v i 'i Description 4 “ ' 1] i
3| A } 1 , U I E 1
u | LU R u | 0
N2 N3 N3 N4 N2 N3 N3 N4
MECH 025-S25-11-4-2T 5 8 4 4 MECH 050R11-4T-BT50SA | 4 | 32 16 16 - -
032-832-11-5-2T 10 5 5 063R17-4T-BT50SA
—————— 1 4 |28 - = 14 14
032-832-11-5-4T 20 10 10 080R17-4T-BT50SA
040-S32-11-6-4T - - 100R17-6T-BT50SA | 6 | 42 - - 21 21
— | 4 | 24 12 12
040-S42-11-6-4T MECH 050R11-4T-BT50-A 24 12 12 = =
050-S42-11-7-4T 28 14 14 063R17-4T-BT50-A
— 1 4 |20 - - 10 10
050-S42-11-7-6T 6 |42 21 21 080R17-4T-BT50-A
MECH 040-S32-17-4-2T s | @ 1 . 100R17-6T-BT50-A 30 - - 15 15
040-S42-17-4-2T = = MECH 050R11-4T-F 8 4 4 - -
050-S42-17-5-4T 20 10 10 063R17-4T-F 4ls 4 4
MECH 040R-11-4-4T-M 16 8 8 080R17-4T-F
050R-11-5-6T-M 30 15 15 100R17-6T-F 6 |12 - - 6 6
MECH 050R-17-2-4T-M 8
050R-17-4-4T-M 4 (16
063R-17-3-4T-M 12
080R-17-4-6T-M
— | 6 |24 5 - 12 12
100R-17-4-6T-M
MECH 063R-17-3-4T 4 (12 6 6
080R-17-4-6T
— 6 |24 12 12
100R-17-4-6T
MECH 050R11-8-4T-BT50 32 16 16 - =
050R17-7-4T-BT50 A
063R17-7-4T-BT50 28 14 14
080R17-7-4T-BT50
100R17-7-6T-BT50 | 6 | 42 21 21
El o] &R0
B L|3E Iyl SO
Precautions when installing inserts with notched.
1.LIZE2 20 SM 15| 2f-e| ot B dH2| S S 2. YU SH0| FE LI 2 EH BT TR
Z

akx el A
EFIM HESH0] FAAR,
Install notched inserts by matching the insert with the number of marks on the holder body.

< H Mool Z1HO| g H >
< Insert Number and Holder Marks >

I%L;toslii 11 Type 17 Type
EEE
Insert Number 2 3 3 4
| (3

I ¢ [

Marks ‘ |- ‘J
. - (| © |

]

*ERE AAOR0| AFRE B0 ol §I0] HLIY,
% Using the cutter with the inserts installed incorrectly will damage the holder.

il

2= EE ARSI FHAL.,
(321-1, 32-2, J2-3 &F)

‘When installing notched inserts in flute line, ensure that the number on the insert is the same
as the insert in first stage. See Fig.1, 2 and 3.




m A

xE-Iél-}_?_-l (LI = EI = *I._Q_) Recommended Cutting Conditions

—;‘F—;.t_'l E’ XH% (’Sé.’—’_-.*—_'.:_ m/mln) Insert Grade (Cutting Speed : m/min)
| AR ol (mm/t )
ot Iz i), MEGACOAT PVDEE! pvD Conted Carbice
PR1225 PR1230 PR1210 PR830 PR905
EFAZS (SxxC) 01 I x . bl .
Garbon Ste 0.08~0.1-0.15 | 1o 180-250 | 120~180-220 100~140~180
23 (SCM §) 0.1~ * * - “ -
Ry Seel < 0.08~0.1-0.15 | 10y 160.220 | 100~160-200 100~140~180
287t (SKD/NAK £) Y N pie * ) % )
e Sieel 0.08-0.1-015 | o) 140.180 | 80~140~160 100~120~150
3|74 (FC) 015 ] } ™ ] I
Gray Cast ton 0.08~0.15~0.18 120~180-250 100~140-180
CElol =X (FCD * w
Nocain ) 0:08=0; 15018 - - 100~150~220 - 100~120~150
E|ERIZ (Ti-6AI-4V * bl
T S ) 0.88-0.1-0.15 - - 30~50-70 - 20~35~50
* El E,_I'E"E."% ﬁﬁp I‘o% —;‘F—;.t_'l ‘Wet cut is recommended for Titanium Alloy *1st Reconnnendaﬁon*f;;ﬁdiiofnii;aﬁi
1. A7) 56 BAEAES LSE AFEAl BLiCh

Above recommended cutting condition is for notched insert applied case.
(o2 I8 EIc> = oL 7<I-|OI ol $|™ol =3
2. L3 gl= HE MESE B2, SEYUT (ap) A 2YUTF (ae) LI
If non notched insert is used, ap and ae parameter is needed under 60% compared with notched insert.

B AHSA| 60% OISHR 5101 FHAL.

- JAEDNY|0]|F sa cripbreaker

FHE NS (BAAE m/min)
Insert Grade (Cutting Speed : m/min)
LAY 0|F (mm/t) XA cub
Workpiece Material Feed per tooth(mm/t) S S
GW25
2205 g (Si13% 0l
sh) 0.05~0.3 200~800
Aluminum alloy(Si less 13%)
2205 &g (Si13% 0]
0.05~0.2 200~300
Aluminum alloy(Si over 13%)
te B2 2H0l £717t50] YRELICH OFHE A==E 7|Z22 24| 20| £77t53 510] FHAI2. (2UR 12 (re) 0312 3L FPIE2 22

B ZUR (re) 160142 HE EHY
o

‘When using an insert with comer-radins 1.6mm or larger, additional processing may be necessary. Apply additional processing to the body corner according to the chart. If comer-radius is 1.2mm, additional processing is not needed.

S TR () | ENATUIPREAT | e2iuso oi3e Ruys suau
s 1 L
‘ﬁlsert Corner-R(re) (mm) HEZ 78S ote ARe YR I8l 6tX|
Additional Processing Dimension (mm) to Body Comer u] |-AI A2,
1 6 Round- shaped additional processing is recommended.
20 R1 0 ‘When applying chamfer, do not cut away too much.
' 25 25 2IDIE 2% 4 SL4R(re) = &
24 R1 2 Body Corner Additionally Processed ;_ lR(.r;)L‘— =
3.1 R1.6 7Pt © ZIIB S ComarRe)
2 - Pre-processing Post-processing
4.0 R2.5
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. A *I- — E':l Cu ttlng Performance (Al‘g— 7|7:” ; AC1 5/1 85kW g%'-gl D'I*l %EE'I Used Machine:Machining centerequivalemtoAClS/lS.Skw)

|
® MECHH 2l

(Hlé!'IH ‘Work Material:SSOC)

10 20 3
HY R ge (mm)
With of Cut

AL A/6E0| F2,

[o] Fa

MECH Endmill Type 20| 4L 2 Fute Type
n WECEO B9 WE7130 B9
7|‘ 71 -9 |SE;_‘,1( ) Shouldering Grooving
Cutting D1a De;rcl;i}jtlion _gverhang ae oD
Length: A(mm) . s S oy
34 7% s 7"
@25 MECH025-S25-11-4-2T 48 Description f}ﬁﬁ o
MECH032-532-11-5-2T R Ao
232 57 =25 < Cutting Speedl- S5 T Cutting Speedl-
MECH032-§32-11-5-4T Ve=100~180m/min Vc=100~120m/min
MECH040-S32-11-6-4T 0|4 Feed: f 2=0.08~0.15mm/t | O|& Feea: f z=0.08~0.12mm/t
2ra MECH040-S42-11-6-4T &8 el i .
MECH050-S42-11-7-4T =20 =
250 76 o 2
MECH050-S42-11-7-6T MECH025-525-11-4-2T | &% 3
MECH040-S32-17-4-2T s of S
240 74 e i =
MECH040-S42-17-4-2T ggg . (msg E T (mmmowz
@50 | MECH050-S42-17-5-4T 89 T
ap(mm)
50
%Uél' - x40 I I
Shape &l 2l
MECH032-832-11-5-2T | & i
: e
0 0.08 ’ Q01 - 012
‘ ‘ Y ﬁduaqe“g}:m) ols ‘:id(‘::':v/t)
‘ ‘ 6acp(mm) ;Gp(mm)
‘ ‘ . 50 - 50
& 40 &40
MECHO040-S32-17-4-2T zo oo
MECHO040-S42-17-4-2T o 57 ; :
g 10 ol e PP EEFRRREE
0 70 2 20 e
™ L
A A /6L HO| AL 4 Flute / 6 Flute Type
ap(mm)
< 50
’540 i
o 30
MECHO032-$32-11-5-4T ol 29
) 810 --
D Q
HY Z ae (mm)
MECH040-S32-11-6-4T
MECH040-S42-11-6-4T
9 Q0
HUE ge (mm)
ap(mm)
MECH050-842-11-7-4T | 0
(o)
HY E ge (mm)
MECH050-S42-11-7-6T | ¢
E
HY E ge (mm)
MECHO050-S42-17-5-4T

=] I—l EI'. 4 Flute / 6 Flute Type are not recommended for grooving.




{ MECH% AN wpcH shell Mill Type

(HlérIH ‘Work Material:SSOC)

=t = 4rjalo] Ho
7122 72 Al ey
Cutting Dia. Description Overhang
Length: A(mm) ae
240 MECHO040R-11-4-4T-M 125 %i
MECHO050R-11-5-6T-M 123
250 MECHO050R-17-2-4T-M 112 FALA T Cuiing Speed :VC=100~180m/min
MECHO050R-17-4-4T-M 138 0|2 Feea: f 2=0.08~0.15mm/t
63 MECHO063R-17-3-4T-M 115 — apnm)
o
MECHO063R-17-3-4T 115 u w
5o | MECHOS0R-17-4-6TM 130 MECH‘;““‘,’IR MECH‘;G"R
o -11-4-4T- G4 -17-3-4T- s
MECHO80R-17-4-6T 130 =44 g 172410 g
100 | MECH100R-17-4-6T-M 130 g g o g om
o
MECH100R-17-4-6T 130 o )
SAr Shape BN [ 2
= MECHo50R 3 MECH080R g
ol ol
-11-5-6T-M o -17-4-6T-0O g
I : ’é‘évgndiifc[\'yi? ’é“g%ﬂiifé’:i]
| | ap(mm) ap(mm)
| | MECHo50R MECH100R
ol ol
-17-2-4T-M Sy -17-4-6T-0O g
< e Wy o
Shig BIIB2 FHGEX| YELICH
Type are recommended for grooving.
ME CHO50R
17-4-4T-M g

D.0G.

Bl

ae (mm)

©® MECH-BT50& (OHH} 2LHIR) mecH-BT50 Type (nteral Arbor type)
©® MECH-BT50SA™ (MCt WEHAL.OHHF QHIE) mEcH-BTs0sA Type (Head Exchangeable / Tniegral Atbor type)

(HlérIH Work Material:SSOC)

maCizol 39
Shouldering

ae

B

’Sé.*—i-,“—_'.:_ Cutting Speed Ve=100~1 80m/m|n
OI—Z';— Feed: T 2 =0.08~0.1 5mm/t

=0 55
7134 =4 K|2L(mm)
Cutting Dia. Description Overhang
Length:L(mm)
MECHO50R11-8-4T-BT50
050 |MECHO50R11-4T-BT50SA 143
MECHO50R17-7-4T-BT50
MECH063R17-7-4T-BT50
%63 I ECH063R17-4T-BT505A
MECHO80R17-7-4T-BT50 173
%80 IECH080RI7-4TBT505A
MECH100R17-7-6T-BT50
100 I ECH100R17-6TBT505A
S shape

ap(mrm)

ap(mrm)

MECH050R 11 | MECH080R17
-8-4T-BT50 : -7-4T-BT50 3

0
MECHO50R 11 s MECHO80R17 | ©

10 0 30
-4T-BT50SA %05 1 -4T-BT50SA o
ap(mm) ap(mm)
MECH100R17

3 g
MECHO50R17 | -7-6T-BT50 3
-7-4T-BT50 g MECH100R17 | ¢

10 0 30
. -6T-BT50SA B o (T
ol BotEe FHIA| QLI
Type are recommended for grooving.

MECH063R17

el
-7-4T-BT50 3
MECH063R17 | & |
-4T-BT50SA S

14



oD %2 Fig.1 = oD % Fig.3
&
S |
2
L
Fig.4
. II —¢— Toolholder Dimension
| = =
|y X|=(mm) BAZL(C) n S e R Xt El
= Dimension(mm) Rake Angle HES | o Yo A32 2l X| RGEG x|CH & JF_-IA
-F'rj—:', L =N %(‘)-OE; A | Clamp Serew | Wreneh A%g];gﬁle | (Hmirlﬂ)_r
Description Stock | No.of Hole Shape MAIRE Ol hon
Insert @D | ad L 2 S A.R. R.R @ P5[P6 i
(MAX)| "~
MEC 10-S10-11 ° 10 R o | o | Fig.1
10-S16-11 [ 1 16 17 0 24 T ves | Fig.2 24800
12-S10-11 [ 10 - .
qo | T No Fig.1
1251211 ® g | 12112 1 g 10 2 —_{ sB2545TR | DTM-8 |BOMT1103| 0800
12-S16-11 ° 16 20 +12° 2 ves | Fig.2
13-S12-11 [ ] 13 S ; 49,200
12 B No | Figd
14-S12-11 ® 14 -19° 47 700
14-S16-11 O 16 2 ves | Fig.2 ’
MEC 16-S12-11T L 16 | 12 +18° -14° [ & ~o | Fig1 43,750
=% 17-S16-11T ® 2 17 100 23 130 43,500
o 18-S16-11T 0 18 - +19° 43,000
§§ 19-S16-11T ® 19 10° 42,000
& 20-S16-11T [ 20 o6 +20° 41,000
21-S20-11T [ ] 21 110 -9° 40,300
22-S20-11T [ ] 3 22 BDMT11T3 39,600
24-820-11T ° 22 ] 20 101 010 | 100 2 ves | Fig.3 SB-2958THG | DIMS | secris 38,200
25-S20-11T [ ] 25 120 | 29 37,500
28-S25-11T [ ] 28 +22° 35,800
30-S25-11T [ ] 30 | 25 -9° 34,800
32-S25-11T [ A 32 =0 22 o0 33,900
20-S32.11T o . 27 o 1e01 50 * 8° 30,000
50-S32-11T O 50 -7° 22,500
=g | MEC 16-S16-11T [ ] 2 16 | 16 | 100 30 +18° | -14° 43,750
2z 20-S20-11T [ ] 20 | 20 (110 +20° BDMT11T3 41,000
;g E - ° o 7 % L ;
5 26-525-11T o | ® [25 25 [120] 82| "0 [Ga1=| %" | ¥ e | Fig4 | SB-2958TRG | DTM-8 gnarqrs[ 37,500
=23 32-S32-11T [ ] 4 32 | 32 (130 | 40 +23° | -9° 33,900
MEC 20-S18-170-11T O 18 [170| 30 Fig.3
20-S20-140-11T ° 20 140 60 +20° Fiq.4 41,000
20-S20-170-11T [ 20 170 9
22-S20-170-11T ® 22 30 -10° Fia.3 39,600
25-§23-210-11T [ 23 [210] 32 +o1° 9
=% 25-$25-160-11T ° 25 160 ] 37,500
82 ssz2ionT | @ | 2 25 [0 0| 10 $ves | 19 | sosssTRG | DTM-8 |EDMTHTE
25 28-525-210-11T ° 28 32 +20° Fia3 35,800
32-S30-250-11T [ 30 [250 | 40 9
32-$32-200-11T [} 32 200 65 -9 Fig.4 33,900
32-§32-250-11T ° 30 | 250 +23°
35-$32-250-11T 0 35 40 Fia.3 32,600
20-532.240-11T ° 40 240 | 65 g° 9 30,000
MEC 25-$20-17 [ ] 2 25 | 20 (120 ] 36 +16° | -11° 35,000
o= 32-§25-17 ) 9 ) 30,000
232 8 192125 [1801 90 lys7 Y S Yes | Fig.3 | SB-4070TRN | DTM-15
=3 40-S32-17 ° i 40 5 |l a 19° -7° 25,000
50-532.17 ° 50 * 17,000
=8 | MEC 25-825-17 [ ] 2 25 | 25 [120| 36 +16° | -11° [ o ; . : 35,000
Ly 32.832.17 e | 3 |32 |32 [130] 40 | ">/ [waze [ 7= | 7 Yer | Fi94 | SB-4070TRN | DTM-15 BOMT {704 |20:000
MEC 25-S25-160-17 O 160 :
BDGT1704
25-$25-210-17 ® 25 25 210 60 +16° | -11° Fig.4 35,000
28-S25-210-17 O 28 36 Fig.3 32,500
= g T T ¥ o e i
£5 32-832-200-17 [ ] 2 3 200 65 15.7 S Yes Fig.4 SB-4070TRN | DTM-15 30,000
32-§32-250-17 0 a0 | 250 +17° 70
35-832-250-17 ® 35 40 ) o 27,700
40-S32-240-17 [ ] 40 240 | 65 +19° 9- 25,000
.ZS'EH E)-_llxjg'k_gl i_"'l-jl()" EH?)-H*-I Maximum Revolution —;F—|x_'| .IE-Iéll-Z{_?j For recommended cutting conditions, see page @ P1 7
ANELUS HROH0] 2|12 3|7 0| Y2 31T 7| = B2, 2lel20f ol Bt £F2| HIMSO0| Ediste #27t USLICH P179] Z11E HE610] FHAL.
‘When running the endmill and cutter at the maximum revolution, the insert or holder may be damaged by centrifugal force. For more details, see "Warning” on page 17.

15 @ =TI @ Standard Stock



Face Mill

FAE )
ad ed Rake Angle
b b TEF Type ,
= A.R.(MAX)E t2§° Q
w N e x\
= = ARMO \\
- Tl \\\,/>l%
m&2 ! ¢
g Ll 7
Fig.1 Fig.2
. II —¢— Toolholder Dimension
H iz
Il)\ mm . o Spate Parts
27 x_l"l I:E\r _D'_imgnsion ) ZES | SAL & 2T A= Ralby| Ao 3| H
De:-c:i;:ion t_l_ K NTf C?IO llan : Sh: (Kg) e et )
Slgel G0l ole ape : Max Revolution
et| gD | @d |od1|ed2| H | E | a | b | S e % \
MEC 040R-11-5T-M | @ [ 5 [ 40 [ 16] 14|85 20 [55]85 0.3 30,000
050R-11-5T-M | ® | 5 | 50 40 04 22,500
_ osaR-T16TM | @ | 6 [63] 22| 8|12 22 |63 |104 0.6 20,500
EY 063R-11-6T [ ® | 6 | 63 2 |Fig.1{ 0.8 | cn_ _ 20,500
o SRR e 7 18015420 14|50 (26| 6 95|10 7 10| SB-2555TRG | DTM-8 18,500
= 100R-11-9TN | @ | 9 [100[31.75] 26 [17.6 32| 8 [127 1.8 17,000
125R-11-11T | @ | 11 [125(38.1] 45 [ 32| 63 [ 38| 10 |15.9 34 15,000
160R-11-14T | @ | 14 [160[508] 70 | - 47 | 10 [19.1 Fig.2| 44 13,900
s MEC 050R-11-7TM | ® | 7 |50 | | ol 5| 40| 2 63104 04 22,500
a2 063R-11-8T-M | ® | 8 | 63 10| 2 la126] spoossstre|  oTm-s 20,500
£t g 063R-11-8T | ® | 8 | 63 ves |1'9[0.8 20,500
i 25420 (14|50 26| 6 |95 : :
080R-11-10T | ® | 10 | 80 1.0 18,500
MEC 040R-17-4T-M | @ | 4 [ 40 [ 16] 14|85 20 [55]85 03 25,000
050R-17-4T-M | @ | 4 | 50 40 04 17,000
- 063R-175TM | ® | 5 [63] 22| 18|12 2 |62 |104 06 14,500
EX 063R-17-5T | ® | 5 | 63 2 |Fig.1{ 0.8 | cn_ _ 14,500
2 080R176T 1@ ¢ T80 54| 20| 14|50 | 26| 6 |95(157| 7 70| SB-4070TRN | DTM-15 12,000
= 100R-177TN | @ | 7 [100[31.75] 26 [17.6 32| 8 [127 1.8 10,500
125R-17-9T ® | 9 [125]381]45(32|63[38] 10159 34 8,900
160R-17-12T | @ | 12 [160[50.8] 70 | - 47 | 10 [19.1 Fig.2| 4.5 7,400
MEC 050R-17-5T-M | @ | 5 | 50 04 17,000
ot 5 063R-17-6TM | ® | 6 | 63| 22| 18| 12| 40| 22|63 104 o 06 14,500
=% 063R-176T | ® | 6 | 63 157 T |Fig.1] 0.8 | SB-4070TRN|  DTM-15 14,500
Et 8 es 2
o osoR-178T | @ | 8 |80 || 20| 14|30 ]26] 6|95 ¥ 1.0 12,000
100R-179TN | @ | 9 [100[31.75| 26 [176] 63 [ 32| 8 [12.7 1.8 10,500

i

—*—.x_ Jgé‘r_;s_a For recommended cutting conditions, see page @ P1 7

WA 2 3] F4=90] = 7|0] LSl Maximum Revolution
A=Y 9 HEIS TR ALY 8174 OYOR SIHAIE B2, 40| o8 HOILE 2B HIHSO| Wl Z9Tt USLIC P172] A NE HESI0] FHAIL,
‘When running the endmill and cutter at the maximum revolution, the insert or holder may be damaged by centrifugal force. For more details, see "Warning” on page 17.

=1 (Table1)

@ {2 oof (ZHE, DIAE) ALEHQ| F2lF

=0 74 OfHf FAE ZE (B£5) HIK|
When using Center-through Air / Coolant /Mist Holder Description | Arbor attachment Bolt (Attachment) Wrench
. . | i L
HEM2 00{(BHE, O|AE)E AFBSHE ZPE 70 THSH= OfHEE ALEH0] MECOAOR. M HHg~25H g e
S0 Qb= ottt FHANE BE(H-1)2 SUIZ 610 THA L. MECOS0R M W6 (O[H=6mm)
MECOG3R- ----M HH10x30H Double width
If Center Through air (Coolant, Mist) is used, please use appropriate arbor and clamp with arbor bolt. (Tablel) b
MECOG3R. - HH12x35H LW-8 (0]H=8mm)
s - Jol = A 7 MECO80R: - -- Double width
OMECH m|O|ALO| T Mo ofph TR FAHO|| CishM TW-12 (O[==
MEC's surface finish when shouldering with multiple passes MEC100R- N HH16x52H Doubr{]ergzidth
MEC HO|AZoll ot CrEf BEOIA MEeH 718 HHS 20| QlofAl= MT3RIY= BA™ [ - — w14 (Olsi=
ap=5.5mmo|Lfi, 1704EtAU2 HAUZF ap=9mmO|LHZ St0] F=HA 2. Double width
In order to obtain smoothly finished shoulder wall with multiple passes keep less than 5.5mm LW-17 (o|H=
for 11T3 type and also keep less than 9mm for 1704 type. MECTEOR: - HIR24:x60F) Doubr{]ergzidth
HAj= H40| OfL| B2 WEZ 228l0] FAAR.

N _ ‘Wrench is not included. Purchase separately. _
B 2R (re) 1.60182] B 3ol 2, 2Aoliel ®7P1t350] TaetLCt OlHE X5 Hloto] 24| 2ol 132 8101 FHAL. (ZUR1.2 (re) 0012l 3R 27P1S EER)
‘When using an insert with corner-radins 1.6mm or larger, additional processing may be necessary. Apply additional processing to the body corner according to the chart. If comer-radius is 1.2mm, additional processing is not needed.

£ AR (re) =X 2fR0l|2] FIPHS K| x2H 2509 $Z PIE2 Rgds fﬁ@i‘-lﬁr. ‘
‘T;ISCII Corner-R(re) (mm) M2 57188 e 42E UR 2AoP ofX| OdA|2. =
Additional Processing Dimension (mm) to Body Comer Round- shaped additional processing is recommended.
16 ‘When applying chamfer, do not cut away too much.
: R1.0 . ololm
2.0 =i 28 R AR ZUR(e) 2 &
Body Corner Additionally Processed =
2 4 R1 2 = oA = e Insert with Large
2 : Fps ) =713 E ComerRee)
3 1 R1 6 Pre-processing Post-processing
4.0 R2.5

@ : EZX{11 @ : Standard Stock
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. $|*_-I IE-lél-}_?_-l Recommended Cutting Conditions

-JTHEYI0| 7 it chipbreaker

0|& (mm/t)

Feed per tooth(mm/t)

—;‘F—;.t_'l E’ XH% (’Sé.’—’_-.*—_'.:_ m/mln) Insert Grade (Cutting Speed : m/min)

_ ETeg=Ez WHE PVDTE
wOrkpjileﬁﬂ!mﬁm Tojlhg-lrde? 151!5( MEGACOAT PYD Coated Carbide
MEC20-MEC40
MEC10-MEC19 | M2V | TN10oM PR1225 PR1210 PR830 PR905
AHIMAZF = Yo w
saHeg (SUS3045) 0.06~0.08~0.1 |0.08~0.12~0.15 - 100~160-~200 - 100~140-~180 -
EFAZ} e * o
Eat e 0.06~0.1~0.15 |0.08-0.15~0.25| 15 _160.-200|120~180-250 i 120~160~200 -
BEAYE =i g * >
ﬂ%‘s?eegSCM 5) 0.06~0.1~0.12 | 0.08~0.15~0.2 |4 09_140.180|100~160~220 - 100~140~180 -
=P = PAe * w
Fing ~OMNAKS) 0.06-0.08-0.1 1 0.08-0.12~02 | g3 120.150 | 80~140-180 - 80~120-~150 -
S|=H (FC * s
o Fo 0.06~0.1~0.15 0.08~0.18~0.25 - - 120~180~250 - 100~140-~180
SELY =4 (FCD) 0.06~0.08~0.1 | 0.08~0.15~0 - - x - X
RooflslzChel o 06~0.05~0.1 | 0.08~0.15~0.2 100~150-200 80~120-160
EIEFSFZ (Ti—6A |- * *
IR S (Tir6Al=4V) 0.06~0.08~0.1 | 0.08~0.15~0.2 - - 30~50-70 - 20-35-50

- JSEY|0]| 7 is chipbreaker

ﬁ*u I‘—g—% —;‘F—;F_‘IEI' |—| El’. ‘Wet cut is recommended for Titaninm Alloy

b PV ke

%15t Recommendation ¥<:2nd Recommendation

A El = (RALS T i
Ol—g— (mm/t) Feed per tooth(mm/t) g lI_nseT: Grl.zllg-: (éfﬁn_lg ;peed rTH]]j/Hr]EI)n)
i =0 14 PVDIEl
wOrk;L;' f/[l.!neﬁal TO(;I]hg-lrde_rl MEGACOAT PYD Coated Carbide
MEC20~MEC40
MEC10-MEC19 | 2 2 urie | PR1225 PR830 PR1025
AHIMAZE = * hie e
aldeg (SUS3048) 0.06~0.08~0.1 | 0.08~0.1~0.12 | 150_180-250|100~140-~180|100~140-180
EFAZF * A *
B e 0.06~0.1-0.12 | 0.08~0.15~0.18 | 15180250 120~160~200| 100~ 120150
B2zt (SCM = * e
;;I;-So[ee& s) 0.06~0.08-0.1 |0.08-0.12~0.15 | 1 51_160.-220(100~140-180 -
237 (SKD/NAK 5) 0.08 0.1 o » -
AT 0.06~0.U3~0.1 | 0.08-0.1~012 | 54140180 | 80~120~150

- JAEDY|0]|7] 5a chipbreaker

KX EH Y2k =4
%:1st Recommendation ¥<:2nd Recommendation

-CtO|OF=EPCD

FHYMS (HNEE m/min) FHYMUS (HASE m/min)
Insert Grade (Cutting Speed : m/min) Insert Grade (Cutting Speed : m/min)
o A i A
LAY 0% (mm/t) X2 Carbide Al 0I5 (mm/t) CHO|OI2E pcp
‘Workpiece Material Feed per tooth(mm/t) —< ‘Workpiece Material Feed per tooth(mm/t) —
(GW25 KPD230}(KRDO01)
220|E &g (Si13% 0l 2R0E BF (Si13%0|
2T -G 0 ° [t == =] °
5| 0.05~0.3 200~800 90| 0.05~0.2 500~1,500
Aluminum alloy(Si less 13%) Aluminum alloy(Si less 13%)
220|E &g (Si13% Ol 2R0lF B (Si13%0|
il == =] ° it == =] °
A 0.05~0.2 200~300 A 0.05~0.15 300~1,000
Aluminum alloy(Si over 13%) Aluminum alloy(Si over 13%)
Of2f FOJAFEES HFEA| XA FHAR, AAof SCieh 2IE0] WM & 7H540] AELICH
To avoid the significant hazard to you, we ask for your cooperation in carefully observing the following guidelines.
Zi|_|__' §_|J.(_'|—)|‘—0ﬂ EH??__l‘ —7|<—9|*|‘§!’ ‘Warning about Maximum Revolution indicated on the Product
1. FHEE0 QBN AKE O s AT AHAE Fait TR AGSHE OHIAS. Tat B2 |4 52 HHC)9] THE0] WS isA0| UBLICH B IS =
If the tool is used over maximum recommended revolution the body of the tool may be broken by inserts and clamp screws which may be dispersed by ks Reyg It || ISR 0, TUetil
centrifugal force. (min (JIS B0905)
2. HAE|Q| M-S B|HE HEA Aot Hol 8 EAZR YR P FHA2. ~20,000 G16
Machine within the recommended cutting conditions of the insert.
: oY — i @ ~30,000 G6.3
3. I B (10,000min O14) OlM 7Kt P2E 37 25 Oflo] X3 QEES A0 WHA THS 610 FHAIL,
‘When using at higher revolution (over 10,000min), refer to the table shown on the right to adjust the balance by combining MEC and suitable arbor. 30,000~ G2.5




@A | -H{E|Z TFZ0f CHOHA] Note for Stant Milling, Helical Milling and Vertical Milling

BAL7tS - "E| R TS
Slant Milling - Helical Milling

® 2\ 7189 2EL o Of5HE FHBLICE
® 212 713 18]1Y A 20l= 2 3RO Wit

HIEAL HE2RE ALE

OII'
i
i
1o
I
OF
2
I
i
>
to

@ Ramping Angle should be Under a°
@ For plunge depth per revolution when helical milling, see the cutting
performance data of each tool. Use compressed air during machining.

HE|IZ 7I5
Vertical Milling

nY-
£ el
Th=7 X El 174 XL AAZE (a° — —
Cuttnog ]S’ia. ;;)Eicaﬁe}-rln—se_r‘t Malx.HRar?pinI-g_‘Angge(GZ) 7|“g—7c:,‘ &!?:," E -F|'—7—4| ‘| | 7<||:|'| %,lxé‘ I-"‘c‘f (ae)
216~018 3 Cutting Dia. Applicable Insert Max.W.0.C.(ae)
@19~@21 5 Q1Z6 BDMT11T3 EI'%I 1.5mm
222~025 BDMT11T3 Ete! 2.5 &19 BDGT11T3 Et :
028~032 BDGT11T3 Efg 1.5
240 0.7 020 BDMT11T3 Efl o
250 Olé,f over -;F—xda-l'xl ﬁl-ll:l' Not recommended 2160 BDGT11T3 EI‘%’
@25 &
232 BDMT1704 Ef¢l 5 225 BDMT1704 Efe!
— =
040 BDGT1704 Ef¢] 25 i BDGT1704 Ef¢] gmm
250 0|4 over ZHGIR] QS LIC Notrecommended
BDMT1103 Efgle A IS -HE|E Jl=e =A0IX| SSLICT BDMT 1103 Etel2 HE|H 7155 FH3IX| LTt
\_ BDMT1103 R T o LT y BDMT1103 inserts are not recommended for Vertical Milling. )
S e >
. 2l E—I & 7 I'_'_O'" I °|_I' I_+_ = 7 I"é_%:)' 9—| 7 I = Guidance of minimum cutting dia by helical machining.
= §_|:-| e |
MECH =y 216 218 220 022 2925 228 230 @32 240 @50
&z 7ts0f ofgt
XA = 1740 =
H2SHEBUIIE | 521 | 025 | 029 | @33 | 039 | 045 | 049 | 053 | 069
Guidance of minimum cutting dia
by helical machining. o)A Jtge
8D T11T3 Epey | BelE 7S =, HEHS MBI AL
- %%6"7“ 7|‘-3—6|-E 76‘—?—9 Helical machining is
= ey t ded.
H2Z M8 7IE | 028 | 032 | 36 | @40 | 046 | @52 | @56 | @60 | @76 |
Guidance of minimum cutting dia
in case of flatting bottom after
helical machining.
= §_|:-| e |
MECH e @25 | 032 240 @50
&z 7hs0f ofgt
XA = 1740 =
HLEEBCUVIE | 534 | 048 | o064
Guidance of minimum cutting dia
by helical machining. o)A Jtse
8D Ti70a et | BEIZ7IE 3, UIEES A1) QALICH
- %%6"7“ 7|‘-3—6|-E 76‘—?—9 Helical machining is
E|A s;>_ 7|-_g_7c:>!9| 7|1E 046 260 76 not recommended.
Guidance of minimum cutting dia
in case of flatting bottom after
helical machining.
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OMEC

| -
8 A= Wo| Hars

o

OFEAL Z20[ 10mm B0 (2E/52E &3)
Cutting Edge Length 10mm (Standard/Same Size Shank)

Cutting Performance of ULTRA HURRICANE ENDMILL

QA 20| 10mm EC (2 43)

Cutting Edge Length 10mm (Long Shank)

sMsx | o BOSE |
| = == Ak sn - = =-1= SIAF g,
&4 4 KA S'© Shape &4 74 KA S Shape
Cutting Dia. Description (m m) Cutting Dia. Description (m m)
Overhang Length Overhang Length
210 | MEC10-S10-11 17 = 220
243 | MEC20-S20-140-11T 60 | 90
Long Shank
o12 | MEC12-S16-11 20 | 30
025
243 | MEC25-525-160-11T 60 | 100
216 | MEC16-S16-11T 30 | 45 Long Shank
@20 | MEC20-S20-11T 30 | 45 232
243 |MEC32-832-200-11T | 100 | 130 i A <L
Long Shank (o
@25 | MEC25-S25-11T 32 | 48
240
243 | MEC40-S32-240-11T | 100 | 130
232 | MEC32-S32-11T 40 | 60 Long Shank
(Ve=120m/min TAXH work Material © S50C) (Vc=120m/min LAY work Materiat © S50C)
Eed E.IO 740 i Eed E.IO Ao 4
=7 ms ;E;I ol e Sho‘g?ermg BE7}159| A AtSlotting a7 s ;E;I ol o8 o > Shog?ermg BE7t59| A At Slotting
ma [[H)( = ae=gD/2¢ .74“7}_._ cJIE|?47}-‘-0|740 ma [[H)(Eu = ae=gD/2¢ WZA JF2 82 7z ZS
Description At Slant/Helical Millis Description A illi
Cutting depth (ae)=half of cutting dia. s K e Cutting depth (ae)=half of cutting dia. atslanziiclical Milling
ap (mm) ap (mm) ap (mm) ap (mm)
10 10 1 1
8 8 8 8
2, 2, MECHO | g 2,
z 2 -520-140-11T | = 2
MEC10-510-11 o 4 o 4 Py 8 o 4
2 2 2 s Long Shank = % =) A
% 0.1 0.15 0.2 056 0.1 015 0.2 0.05 0.1 0.15 0.2 0.05 0.1 0.15 0.2
ol& fz (mm/t) Peed pertooth olz fz (mm/t) Feed per tooth oz fz (mm/t) Feed per tooth 03 fz (m/t) Feed pertooth
ap (mm) ap (mm) ap (mm) ap (mm)
10 10
8 8 o 8 8
8 i, MEC25 3 3’
2 z -§95-160- z 2
MECI2S1641 | & B AT, g
4 4 4
< s s < 9 %é}tﬂ < 9 ) 5
2 - Long Shank S S
Ry 015 0.2 E 015 0.2 006 Ol ors 0.2 006 0.1 015 0.2
olg fz (m/t) Feed pertooth olg fz (mm/t) Feed per tooth 01% fz (m/t) Feed per tooth oz Tz (mm/t) Feed per tooth
ap (mm) ap {mm) ap (mn) ap (mm)
1 10
E=} 8 E=] 8 - 8 - 8
N g, MEC32 g, g,
2 # -, e e 2zl z1
MEC16-S16-11T | & Hi §32-200-11T | & 2
4 4 4 4
< < % é)ti < <
S ’ p : Long Shank : 2 E 2
0505 0.1 0.15 0.2 B 0.1 0. 15 0.2 0.05 0.1 0.15 0.2 0.05 0.1 0.15 0.2
ok fz (my/t) Peed partooth ok fz (mm/t) Feed pertooth oks fz (mm/t) Peed per tooth 0l% fz (mn/t) Peed per tooth
ap (mm) ap (mm) ap (mm) ap (mm)
1 10
! 3’ MEC40 o o
. 2 $32-20417 | 3 ° — g
MEC2ISAAIT| & iy Byt iy iy
s 2 S 2 Long Shank = z < i
=
0.05 0.1 0.15 0.2 "% 0.1 0.15 0.2 0.05 0.1 0.15 0.2 0.05 0.1 0. 15 0.2
ol& fz (myt) Feed pertooth ol& fz (mm/t) Feed pertooth oz fz (mm/t) Feed per tooth 03 fz (mm/t) Feed per tooth
ap (mm} ap (mm)
10
E=} 8 E=} 8
o g 2
2 2
MEC25-S25-11T | a1 4 ol 4
S 2 I
= =
%56 or o 07 "o ® or onB 02
ols fz (m/t) Peed pertooth oz fz (mm/t) Peed pertooth
ap () ap (mm)
1 10
o 8 o 8
o E: 6
2 2
MEC32-832-11T | a1 , ol 4
S S
=
05 o1 oM 07 " o®  or onB 02
ol& fz (m/t) Peed pertooth ol& fz (mm/t) Peed pertooth




@EANL Z210] 15.7mm %E—‘l Cutting Edge Length 15.7mm (Vc=120m/min TAKH workMateria - S50C)
= S
=z =174 %E‘L\% =i W2C219| A At Shouldering WE7E0| A At Sloting
°° i A iy (29 = ae=0D/2% ) WA T2 d2iA 71Ee e
Cutting Dia. Description (mm) Description Cutting depth (ae)=half of cutting dia. At Slant/Helical Milling
Overhang Length
025 |MEC25-S25-17 36 | 54 o o
@32 |MEC32-$32-17 40 | 60 N o
ot 160
240 | MEC40-S32-17 50 | 75 a4, LR
MEC25-825-17 & i
225 |MEC25-525-160-17 | 60 | 100 g iy
Long Shank s 4 = 4
932 | \EC32-532-200-17 100 | 130 "% o1 01 02 O o1 0’ 02
Lor?ggh_ank 0l& fz (mm/t) Feed pertooth olg fz (mm/t) Feed per tooth
249 |MEC40-s32-240-17 | 100 | 130
Long Shank Qa[;) (m) ;g ()
SAE Shape g0 U
E 12 :-JI 12
MEC32-832-17 ol g ol g
=X =X
%05 o1 015 02 0% o1 015 02z

0l fz (mm/t) Feed pertooth

ol& fz (mm/t) Feed pertooth

ap (mm) ap (mm)
20 20
16 16
= &
12 LIRY;
2 2
MEC40-832-17 ol g ol g
3 €5
s 4 s 4
& &
%55 o1 015 02 R R R )
Ol& fz (m/t) Feed pertooth 0l fz (mm/t) Feed pertooth
ap (mm) ap (mm)
20 20
=16 =16
MEC25-525-160-17 :'='|12 :.:ll 12
%gﬂ ‘ﬁ 8 3" 8
Long Shank & o
s 4 s 4
= =
RN — 0.15 0.2 006 o1 0.15 0.2
0l fz (mm/t) Feed pertooth 0l4 fz (m/t) Feed pertooth
ap (mm) ap (mm)
20 2
x 16 o 16
b =)
MEC32-532-200-17 2 12 :'='| 12
2 A3 ol g o g
Long Shank < ;
S 4 S 4
= -
0.6 01 015 0.2 %% o1 015 02
0l% fz (mm/t) Feed pertooth ola fz (m/t) Feed per tooth
ap (mm) ap (mm)
20 20
Ml o 16
=l =l
MEC40-S32-240-17 g2 gz
)
43 ol g o g
Long Shank I 55
s 4 S s
& a
% o1 015 02 R R R

ol% fz (mm/t) Feed pertooth

olg fz (mm/t) Feed pertooth

20
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OMECH T0|AUO| HAf53

A 2101 10mm 24 Cutting Edge Length 10mm

Cutting Performance of ULTRA HURRICANE FACEMILL

(Vc=120m/min LAY work Materiat © S50C)

=M == AQalo] Ho ;
72 a7 K2A 7 .EEIO__| AL At Shouldering o
oF B - o (el = ae=oD/22 1) WE71B| 9 Asioting
Cutting Dia. Description o (;nn;ﬁ) " Description Cuiting depth (ae)=half of cuiting dia.
verhang Leng
240 | MEC040R-11-5T-M 115 2 i ol
250 |MECO50R-11-OT-M 100 o gt
MECO040R o ° 2 ° -
63 MEC063R-11-OT o5 19-ETT K K -
MEC063R-11-OT-M s’ =k
0 0.05 0.1 0.15 0.2 0 0. 05 0.1 0.15 0.2
280 | MECOQ80R-11-OT 95 oz fz (mm/t) Feed per tooth ol fz (m/t) Feed per tooth
@100 | MEC100R-11-9TN o E
MECO50R . . .
2125 |MEC125R-11-11T 108 AL g o
2160 |MEC160R-11-14T 2 5. i,
— MEC100R s, s,
B snape -11-9TN = =
T T R T T
0l fz (mm/t) Feed per tooth 0]% fz (mm/t) Feed per tooth
ap (mm) ap (mm)
10 10
<
MEC125R g )
L z -
MEC160R . S
-11-147| 52 s 2
0 0.05 0.1 0.15 0.2 0 0.05 0.1 0.15 0.2
0% fz (mm/t) Feed per tooth 0|% fz (mm/t) Feed per tooth

AL Z] k=3 : .
AR EOl 15.7mm = | Cutting Edge Length 15.7mm (Ve=120m/min TAH work Maeria © S50C)
=3 =
7127 | %xl:l-l}\% 2 | FlE] %Ig_| 42 At Shouldering _
T B (e = ae=gD/22 1)) WE7152| B2 AtSloting
Cutting Dia. Description o (;nn;ﬁ) o Description Cuiting depth (ae)=half of cuiting dia.
verhang Leng
040 | MEC040R-17-4T-M 115 ) =
950 | MEC050R-17-OT-M 100 :;]6 [ :;]R
12 12
MECO063R-17-OT MECoioR 1, N 1,
063 95 AT o o T
MEGO063R-17-OT-M =K =X
5% o1 o5 o0z 5% o1 o’ 0z
280 MECO080R-1 7-OT 95 0% fz (mm/t) Feed per tooth 0% fz (mm/t) Feed per tooth
2100 |MEC100R-17-OTN o m bl
@125 | MEC125R-17-9T 108 :j‘a i :j‘k
MECOQ50R b 2" -
0160 |MEC160R-17-12T Ao OTH i N i e
T 1
R I R R T " o1 o’/ oz
0% fz (mm/t) Feed per tooth 0% fz (mm/t) Feed per tooth
ap (mm) ap (mm)
2 5
< MECO063R e _
-17-OT (-M) L) g1
8 gxi 8 gx; 8 e
MEC100R gy = 5
-17-OTN = 2
O =55 b1 o5 07 R R T )
0% fz (mm/t) Feed per tooth 0l fz (mm/t) Feed pertooth
ap (mm) ap (mm)
20 20
MEC125R u' - &8
47-97| 3% LT
MEC160R o e o —
A7-127 S ey =
0= o1 o o2 “o o6 01 0 02
0lz fz (mm/t) Feed per tooth Oks fz (mm/t) Peed per tooth




.7'-_3_ *EIO:" Case Studies

RC55 =272

Prehardened Tool Steel

‘E|AE | A Test Piece
(54~56HRC)
-Ve=50m/min
(n=800min")

-ap xae=2x 14mm

- fz=0.125mm/t
(Vf=300mm/min)

SS400

A Dry
-MEC20-520-11T
'35 3teeth
-BDMT11T308ER-JT
(PR830)
S " —
MEC 2R = 71.3cm® (A1)
Metal Removal Volume=71 .Sij(conLinuable‘)

ERAL AIEZE HAAZ =2.9cm® (HE L)

Competitor E Metal Removal Volume=2.9cm’(Chipping)

-BY|0|E Plate
-Ve=88m/min
(n=1400min")
-ap=5mmx2IHA Pass
- fz=0.12mm/t
(Vf=500mm/min)
744 Dry
-MEC20-520-11T
-3 3teeth
-BDMT11T308ER-JT
(PR830)

M EC 2371 /21 23 pesfedge '

EFA Ql=2F
Competitor F

10~1174/24
10~11 pes/edge

ERAF AIELE (925 (24) Vc=40m/min f z=0.075mm/t apxae=2x3mm)2 108
oA

T BT, BHSE £2
-MECE 0182 22l 20| 7153t 102 J0I= BAle HEH7 CHEHS| F50t0] H4 AMg 7ts
-Comp. E(¢25:2 teeth) caused chipping after 10 minutes machining with the conditions of
Ve=40m/min, fz=0.075mm/t, apxae=2x3mm, and it was noisy.
Also, higher feed rate was not possible, because it would cause breakage.
-MEC maintained a good edge condition even after 10 minutes and was still available for
further machining.

(107 H7})  Evaluation from the user

“MECE 3740| 24 Ol 2 84t

-MEC doubled Competitor F's tool life under the same machining conditions.

(107 HI})  Bvaluation from the user

SUS304 =

9 | 40 | 90

\
-E2|0|E Plate
-Vc 125m/min W

(=]

o~
(n =1600min-") 2|8
-ap =9.0mm

(=]

el

fz :O.1mm/tl /\@

(Vf=320mm/min)

-744] Dry 7ts SRS
"MEC25-525-17 Cutting Part (4places)
29 2teeth

-BDMT170408ER-JT ] |

(PR830) >

MEC /2 ol
4pcs/edge or over

ERA} Q=G

170/214 0|8t Under 1pcledge

Competitor G
ERAIEUG (UME AEDY) 2 BAIX{E0| 31, Y BH0| LSIAFID,
MECL 471 16(742) 7+E510{= Z£8{0| 914 7120| 7K

-Competitor G showed higher cutting forces and caused cracking to the cutting edge. MEC
produced 4 pes/edge without cracking.

(07 H7})  Evalation from the user

DAC10 (Z7t37%)
(Hot Tool Steel)
-2 Mold
-Vc=130m/min ©
(n =1040min") =
-ap Xae = (~3) X (~5 250
) 57
(1371201 oftf ) 58 4
(depends on machined part)
-fz =0.18mm/t
(Vf=936mm/min)
~714] (00 228) Dry (with ain ¥
-MEC40-532-11T
-5 5teeth 68 %
-BDMT11T308ER-JT
(PR830)
2 A2 (O HS - AF 7HS)
2 Hours (Less Wear/Can Continue)
AlZE (Bl Z£0| o8 =X
Elé)tngtﬁr% H 2 I%oulré_ (C(rackiEng/OCIlzmr!ollI Csomli)nue)

“MECE ERAF IERIHOY B3, HAMSY/E 48 25 D8I, Epit ASTHE SAIZ
7t FOI= B 0r27F X0 A% AME 7ts.

-EfAFAIERIH (6 AR = VI=936mm/min (fz=0.15mm/t) OlA AtE.

-MEC tool life was better than Competitor H. MEC's wear was less and able to machine further.

- Competitor mill had 6 teeth and its table feed rate was 936mm/min. (fz=0.15mm/t)

(127 HI})  Bvaluation from the user

SCM420

HE 2E|0E
Knuckle Steering

-Vc=150m/min
(n=1,200min")

-ap=0.5~5mm (&04&)
(Corner Machining)

- f z=0.1mm/t
(Vf=478mm/min)
.7—|)~I Dry

-MEC4O 53247

-4 4 teeth
-BDMT170408ER-JT

(PR8

78 2

Machined portion

30)

Ll
el=A

Inconel

15070/24 .
MEC 150pcs/edge

EfAF AET 4074/21  40pesiedge

-E{Hl & Turbine Part
-Ve=15m/min
(h=120min")
-ap=0.5mm
- f z=0.08mm/t
(Vf=38mm/min)
ﬁ):l Wet
-MEC040R-17-4T-M
At 4 teeth
-BDMT170408ER-JS
PR1025 (PR925)

14

hans

Machined portion

o7H/2H
9pcsiedge

EpAL Q=R
Competitor J

171 OIS/  Less than 1pc / edge

Competitor I
10| B3 FArHO| Lot 7 HE 3HHOIY B4

-MECE= EAM RIS

-MEC surface finish was better than the Competitor endmill I and the tool life was over
300% longer.

(1024 HI})  Bvaluation from the user

= /2 1719| 71530] §7+s. MECAHHE & 97l/2142] 7+30|

-Competitor ] was not able to successfully machine one piece, but the MEC produced 9
pieces with good surface finishes.

(107 I} Bvaluation from the user

22



oD H )
:ZEZ{—#— I = 2
i 3, L
Fig.1 Fig.3
) oD . 'Eg‘
S e I
t
Fig.2
.OJEDEI Il—)F Endmill Dimension
A FLTHE —?—%SparePaﬂs
= X|==(mm) BA() Ex X3t El
-F'rj:‘ XH % LE.r i‘j Dimension(mm) Rake Angle = % s g I A92 2l x| A;pgcagle #|cy §|;f_-|_z'g_
= J2|lXR% E & ﬁ_ &'| Clamp Screw Wrench s (min™")
Description Al o | g ARGz .
2 AR % 8 @ P6 Max. Revolution
oD|od | L | ¢ |8 |gtolRR % \
MECX 08-S10-07-1T e |1 |8]|10 16 11.7 [-24.0 Fig.1 48,100
80 — $B-2035TRG
14-812-07-2T ® | 2 [14]|12 18 -12.1 44,800
17-616-07-3T ° 17 -11.0 42,400
3 — 100
- 18-516-07-3T ° 18 | 16 -10.9 41,600
=z — 20
o 20-516-07-4T ) 20 6 -10.4 f DTM-6 | BDMT0703 40,200
=E|=° 4 110 16.3 * | Fig.3
GET 21-S20-07-4T ° 21 -10.1 $B-2042TRG 39,500
= 20
= 25-820-07-5T ° 25 97 37,000
5 120| 25
26-525-07-5T ° 26 | 25 -9.5 36,500
33-532-07-6T ® | 6 [33|32(130]30 -8.8 33,100
rp2|MECX 20-816-07-5T ® | 5 [2016|110] 20 -10.4| o 40,200
wi 6 |16.3 T |Fig.3| SB-242TRG | DTM-6 | BDMT0703
=g 25-520-07-7T ® | 7 |25|20 (12025 97| 37,000
MECX 10-S10-07-1T e | 1 (1010 17 12.8 [-18.7 Fig.2 47,100
80 — $B-2035TRG
12-812-07-2T ® | 2 [12]|12 18 14.3 [-13.7 46,200
%-g 16-516-07-3T ® | 3 [16|16[100 13| o 43,200
Ex 20| 6 i) DTM-6 | BDMT0703
i 20-520-07-4T ® | 4 |20(20]110 -10.4| * |Fig.4 40,200
8T 16.3 $B-2042TRG
=% 25-825-07-5T ® | 5 [25|25(120|25 -9.7 37,000
CE
é}g 32-832-07-6T ® [ 6 |32|32(130|30 -8.9 33,600
Sk
MECX 16-S16-07-4T ® | 4 [16|16 100 -11.3 43,200
20
o 8 20-820-07-5T ® | 5 [20|20]|110 -104| o 40,200
L[g 6 |16.3 T |Fig4| SB-2042TRG | DTM-6 | BDMT0703
Bt 25-525-07-7T ® | 7 |25|25(120| 25 -9.7 37,000
32-832-07-8T ® | 8 [3232]130]30 -8.9 33,600
MECX 17-516-13007-3T | @ | 3 |17 | 16 [130 -11.0 42,400
I 20
EHES: 21-820-140-07-4T | ® | 4 |21 |20 |140 -101| 4 39,500
AglEE 6 |16.3 T |Fig:3| SB-2042TRG | DTM-6 | BDMT0703
33| =2 26-825-160-07-5T | ® | 5 |26 |25 |160| 25 95| 36,500
L
33-832-200-076T| ® | 6 |33 |32 |200| 30 -8.8 33,100

2

—;F—|x_ .IE-Iéll-Z{_?j For recommended cutting conditions, see page @ P25

W% 2 3| F4=0] = 7|0] CidHA Maximum Revolution

ANEUS HRSI0] 2|12 2T O L2 2| HAIF|= 42, HeIHO| o3l Et £F9| H|LhS0| Lwilidh= ZR7t USLIL. P242| Z15 HI510] FHAL.

‘When running the endmill at the maximum recommended revolution, holder or insert breakage may occur due to the centrifugal force. Please see "Warning” on page 24.
EMECXH ol=21o| Cttt Mo oJst &zl HAMHO|| CHSHA] For good shoulder finishes by MECX Endmill using multistage D.0.C

Y 2 &
MECXE A= 20 o8t CHEFERo|A D122 718 SRS 27| fBhHE 1818 BYURS ap=Smmo|UZ S50 FHAIL.
In order to obtain smooth cutting wall surface by MECX multistage D.0.C, set D.O.C within ap=5 for each cut.

23 @ ! ZFI11 @ : Standard Stock



.MECX-Cg E‘IIOI&DEI Face Mill

r LY i
!' o b .

T
G‘ )

@d2
od1 L
@D
Fig1 Fig2
.E1|O|ﬁ':” I|¢ Face Mill Dimension
° —'?'— % Spare Parts
- X|%(mm) BAZC) |4 . —~
ooy [ 7 DAt e A %L% 5y O.| zamaa x| S
= BlE = = g ﬁ-E S 5| Clamp Screw Wrench (min-)
Description NLEZ o g AR ; s|lo” ﬁg E Max. Revolution
z .R. =3 '
oD |oD1| od |odt(od2| H | E | a | b | S |00 | RR % \
MECX 032R-078TM | @ | 8 [32(30|16|14 (8.5 20(5.5(8.5 -8.9° 0.15 33,600
Fig.1
040R-07-10T-M | ® | 10 | 40|38 -8.4° 0.25 30,500
40 6 | +7° ;;'; SB-2042TRG | DTM-6
050R-07-12T-M | @ | 12 |50 22118 12 22 16.3(104 -8.3° 0.35 27,700
40 Fig.2
063R-07-14TM | @ | 14 |63 -7.9° 0.50 24,900

i

—;F—|x_ .IE-Iéll-Z{_?j For recommended cutting conditions, see page @ P25

WA 3740 = 7|0] CiSHA Maximum Revolution

ASUE HRBH0] 2|2 8|74 OO SIHATIE Z2, (0] 2y DI 2B HASO| LSt 27t YBLITH P24 1B HTSH0H FHAIL.

‘When running the endmill at the maximum recommended revolution, holder or insert breakage may occur due to the centrifugal force. Please see "Warning” on page 24.
EMECXH mjo|Ano| Chot Mlof oIst &0 2! HAMMHO|| CHSHA] For good shoulder finishes by MECX Face Mill multistage D.0.C

MECXE 0| AR Cieh HYUA| 0124 715 SIS 27) AL, 1818 UL ap=5mmO|LIE H3s10] FHAI2.

In order to obtain smooth cutting wall surface by MECX multistage D.O.C, set D.O.C within ap=5 for each cut.
EMECX032R0j|= ofd} &4t 2E (HH8X25H) | MECX040R/050R/063R0ll= Otdf H:t2 2E (HH10X30H) 7t S QLct

MECXO032R comes with arbor screw (HH8X25H) and MECX040R/050R/063R come with arbor bolt (HH10X30H).

Of2l| ZOIAES BIEA] X AZHA| 2, MA|0f SCHSE 2F0] L4 o 7hs-40] AFLIC

Please strictly follow the instructions below. It may cause the serious physical damage.

Zi|_|__' §_|J.(_'|—)|‘—0ﬂ EH??__l‘ —7|<—9|*|‘§!’ ‘Warning about Maximum Revolution indicated on the Product
1. 712209 M0 AMEIO] YU A0 ST Z2iB SHEZ ABIIA DHIAQ, BatREO| Bt Z2 HC|| Tk:0| 24Y THs K0l YBLICH 2H Jose

o, == :
If the tool is used over maximum recommended revolution, the body of the tool may be broken by inserts and clamp screws which may be dispersed Max.(Rgv(%uhon L0l Uelneal

by centrifugal force. min (JIS B0O905)

2. HAIQ|AE B[HE HEA EO| M HAEA ALHE 2YBI0 FHA 2. ~20,000 G16
Machine within the recommended cutting conditions of the insert.

3. D&BH (10,000min-'0[eh) O 7HEsHs BQE 7 H Oftto] ZES PAES A TS0 WA TYE 610 FUNL, =80.00 63
‘When using at higher revolution (over 10,000min™), refer to the table shown on the right to adjust the balance by combining MEC and suitable arbor. 30,000~ G2.5
XSH El : bJ| =
8 & s s MECX% 80| H2jjo|7| 4% HALX{S H|
Sk El @ P6 Chipbreaker choice of MECX Type Comparison of Cutting Resistance
e -J
Applicable Inserts = S45C
k' Ve=150 m/min
= =1 oy —
BC 73 iy Sesoo| gpxeessxomm BN |
Toolholder 2 z=0.0/m
\ ~
g Y
E1000 - BN BN
% :
€ s0r— b
MECX...-07. BDMT BDMT 2
© 10703 OO ER-JT | 0703 OO ER-JS ot 3
HECX-JT HECK-JS EFALZA EALEB
Comp.A Comp.B

@ : EZI @ : Standard Stock 24



25

. $|*_-I IE-lél-}_?_-l Recommended Cutting Conditions
Ol—g—(mm/t) Feed per tooth(mmy/t) —;‘F—;.t_'l E’ XH% (’Sé.*—’_-.*—_'.:_m/mln) Insert Grade (Cutting Speed : m/min)
ot 5 T MEGACOAT PVDZE pvD Conted Carvice
ERISIEY 13]|0]{
S Cupbresker | ITCupresier | PR1225 | PR1210 | PR830 | PR1025 | PR905
AHIZAZ (SUS3045 * *
it ) 0.03~0.04~0.050.05~0.06~0.07| 454_180-.250 - - 100~160-~200 -
EbAZF * ¥
Ry HoC) 0.04-0.08~0.1 | 0.06~0.1-0.12 | 454180250 - 120~150-180 - -
sta7t (SCME * *
Koy g ) 0.04~0.06~0.08| 0.06~0.08~0.1 | 100 160220 - 100~140-180 - -
=T = * ¥
L p e 0.04-0.06-0.08| 006-0.08-0.1 | g5.140..180 ; 80~120~150 ’ ]
Sl=A * o
alachs[gfmC ) 0.04-0.08-0.1 | 0.08~0.1-0.15 - 120~180~250 - - 100~140~180
SHElOI XA * ¥
e e D) 0.04-0.06~0.08| 0.08-0.1~0.12 - 100~150~200 - - 80~120~160
E|EFS 2 (Ti-6A1-4V * o
Eees ) 0.04~0.06~0.08| 0.08~0.1~0.12 - 30-50-70 - - 20-35-50

X El E,_I'EI'E,"% ﬁJiP I“g—% _?‘F_;F_-IEI— |—| El’. ‘Wet cut is recommended for Titanium Alloy
e gl ot
. 7c:>|*|-7 I- [«) b Oél E— ;E 7 I- () Note when Slant Milling-Helical Milling

IS -"eE

e

Slant Milling - Helical Milling

JoIkF A Yokt B

%15t Recommendation ¥<:2nd Recommendation

® ZADIBQ| ZEL 'O[SHE EHBHLICE o o o o
= o1 = Ay Sra g S %|
® £12/Z013 12/31T A 20| 2 370 By 5HES =z SRR, Vi g g
5] FHUAR HIEA] O|0S2RE ALE3 FHAIR
@ Ramping angle should be Under a°. AH
@ For plunge depth per revolution at helical milling, see the cutting performance data for each tool. @8 H|T o Mo recommended
Use compressed air during machining 210 1.5°
212,014 2°
216 3°
217,018 1.5°
220 BDMT0703 Ef) 20
@21 1.8°
@25 1.3°
026 1.2°
o Z'; 3 032 0.8°
233 0.5°
(= ra = iru =
. % E—I .;E-lj I"c'>_9-| $|_+_ % 7 I"é_%:)' 9—| 7 I T Guidance of minimum cutting dia by helical machining.
> S[H{A
MECX% = 98 910 | @12 | 914 | ¢16 | #17 | 918 | ¢20
2| 7ts0f ofgt
A& 27H589 71E 014 | 018 | 022 | @26 | 028 | 30 | o34
Guidance of minimum cutting dia by S El # 7 I__Tl_g
helical machining. =-2 “loT
BDMTO703€}2! Qe 7tg 2, uigpg | FHOH RSO
P o Helical machining is not
BHOPI 7t Zots goo| | Meemamingim
A Z 71270 7|1E ol7 021 225 229 231 233 @37
Guidance of minimum cutting dia in case
of flatting bottom after helical machining.
1 §_|:-| e |
MECX#Y ICN 921 925 926 ¢32 ¢33
&z 7hs0] ofgt
Ax 271589 71E 236 044 | 046 258 260
Guidance of minimum cutting dia by
helical machining.
BDMTO703E+ 2|8 7ts =, HHHE
HES 7153t B9
A|A B JpmAe 7= 239 047 249 261 263
Guidance of minimum cutting dia in case
of flatting bottom after helical machining.




OMECXY A=2o| BASH

Cutting Performance of MECX Type
(Vc=150m/min E|AEH work Material * S50C)

- o
7= 77 20 =& K==
o » (mm)
Cutting Dia. Description Overhang Length A(mm)

28 MECX08-510-07-1T 16 =

210 MECX10-S10-07-1T 17 =

212 MECX12-S12-07-2T 18 30

216 MECX16-S16-07-3T 20 40

@20 | MECX20-S20-07-4T 20 40

@25 | MECX25-525-07-5T 25 50

232 MECX32-532-07-6T 30 50

Y snape

. = = .
% @8, 0102] ZEY A0 2|3t 7t52 FH3IX| HSLICE
* Machining by extending over hang of dia. 8mm and 10mm is not recommended.

* JSHIE|| 0|7 A-ZA|2| FAZEZO]| Ch5HA
*Cutting condition of JS Chipbreaker
MMECX08 ~ MECX129| 4
In case of MECX08~MECX12
O[S HAIS2IE BT} 25% B WA AFBO10) FAAIL
Please decrease feed ratio about 25% according to cutting capability list.
(@QMECX160|4te] HQ
In case of over MECX16
Ol T} TS SAI0| HASHERICH 30%HE 5
AME10] FHA L.
Lower feed ratio and D.0.C about 30% at the same time according to cutting capability list.

17 .%El%lgl 75’-?— .3.;’—7|"g—g| 75’—?— At Grooving
no (Hl= ae=gD/2Y ) WEAVES-d2[Aot5e 42
Description At Shouldering At Slant/Helical Milling
ap{mm) ap(mm)
a6 x 6
45 &5
2z 2
o 4 o 4
MECX08-510-07-1T g 3 s 3
o 2 o 2
a8 y S
9 0.05 0.1 0.15 0 0.05 01 0.15
0|5 fz (mm/t) Feed per tooth Ol& fz (mm/t) Feed per tooth
ap(mm) ap(mm)
a6 6
s s
2z 2
ol 4 ol +
MECX10-S10-07-1T g 3 e
(o3 c 2
e84 2 4
0 0.05 01 015 0 0.05 0.1 015
Ol% fz (mm/t) Feed per tooth Ok fz (mm/t) Feed per tooth
ap(mm) ap(mm)
= 6 a6
45 25
2 2
o ¢ I
MECX12-S12-07-2T a3 s 3
o 2 c 2
o =18 |
0 0.05 0.1 015 Y 0.05 0.1 015
0|5 fz (mm/t) Feed per tooth 0% fz (mm/t) Feed per tooth
ap{mm) ap(mm)
= 6 = 6
s o5
2 2
o 4 o 4
MECX16-516-07-3T s 3 &5 S
o 2 o 2
8 g S
0 0.05 0.1 015 0 0.05 0.1 0.15
Ol% fz (mm/t) Feed per tooth Ok fz (mm/t) Feed per tooth
ap(mm) ap(mm)
w5 a
s s
2z 2
o 4 o 4
MECX20-820-07-4T g2 e
o 2 S 2
e84 =
0 0.05 0.1 0.15 0 0.05 0.1 0.15
Ol% fz (mm/t) Feed per tooth Ok fz (mm/t) Feed per tooth
ap{mm) ap(mm)
g6 N
o5 o5
MECX25-825-07-5T s 3 5 B
c 2 c 2
CN | o =
v 0.05 0.1 0.15 9 0.05 01 0.15
01 fz (mm/t) Feed per tooth Ok& fz (mm/t) Feed per tooth
ap(mm) ap(mm)
o 6 6
45 a5
gxi 4 gxi 4
MECX32-832-07-6T 5 2 & 2
o 2 S 2
a1 S|
2 0.05 0.1 0.15 0 0.05 0.1 0.15
Ol% fz (mm/t) Feed per tooth Ok fz (mm/t) Feed per tooth

* 47| ARSI JTH(0[7 (PR830) Of Ofot HX L EIQIOIA MRS LIE T YL
* Above cutting capability list illustrates application range of standard edge number of JT Chipbreaker (PR830)

Lt EtYQ| E2= 70%0[510] HAZY0|M AHESI0] FHA 2.

Please use multiple edge type under 70% of D.O.C.

26



OMECXH HO|AZo| HASY

Cutting PetfofmAnce oL Fce Mill (Vc=150m/min  TIAKH work Material © S50C)
ts3 ™A XEAH (gg) 74 WEC2o 49 (He=ae=oD/22! )
Cutting Dia. Description ngh_ang LenQ}? /{pﬂm) Description At Shouldering

232  |MECX032R-07-8T-M Rl
6
5
@40  |MECX040R-07-10T-M MECX032R-07-8T-M 3¢
g 3
100 MECX040R-07-10T-M G 2
050  |MECX050R-07-12T-M g
0 0.05 01 015
34 fz(mm/t) Feed per toof
@63  |MECX063R-07-14T-M felmm/y) Feed pe oot
%Uél' Shape a:(mm)
g5
by
MECX050R-07-12T-M £,
MECX063R-07-14T-M G 2
2 4
o 0.05 0.1 015
#¢) fz(mmvt) Feed per tooth
<
XJTHE‘"OE'I% AI--Q-'(')'I-O:I KAI*'_C_)_ Please select JT chipbreaker
><3.;>—7 f-g—ﬁ —;‘F—x'lol‘xl OI'ALll:l' Not recommended for grooving

.7I-_CTI)_ *Elql Case Studies

SCM435H

ootHz AXH EA Material geometry

* Frd o Oil Pressure part

- Ve=160m/min
(n=2,550min") 7

-ap x ae=1x12mm i

- fz=0.1mm/t
(Vf=1,275mm/min)

- S wet

- MECX20-S20-07-5T

'é"% 5 edge lines
- BDMTQ70304ER-JT
(PR830)

@12

S45C

- £2|0| E plate

- Vc=220m/min
{(n=3,500min"")

- ap x ae=1x20mm

- fz=0.12mm/t
(Vf=2,100mm/min)

A Dry

- MECX20-S20-07-5T

'é"% 5 edge lines
- BDMT070304ER-JT
(PR830)

CSY HASL0|M 7%5P‘Fj EMEK (225-3) Off H|3H, MECX= 20-5-0(7| =2
B7| 20 HIO|Z 0l&& 2u] 0|42 28 =~ U0IAM

4 30| BbAEKED 288

*Machining at the same cutting speed, as competitor K (Dia. 25mm-3 edges), MECX
improved cutting efficiency because of increased feed rates and greater number of parts
produced.

+MECX’s cutting noise is smaller than competitor K.

\ (1224 It)  Evaluation from the user

ERAEL (920-3Y) 2 H|O[E 0]% V=1260mm/mindllX 7I2AS0| 210, E0rHs)
BHEY HIsH, MECX (220-55) 2 Xzt 7|A0IME El01E 0l VF=2100mm/minZ
9] 7k50| 758t 7+ESEOI of 26 2.

AL 71| : BT30AMF

+Competitor L (Dia.20-3 edges) with a table feed of 1260mm/min produces loud cutting noise,
and it does not have much stability. While MECX (Dia.20-5 edges) is a low hardening
machine, it is capable of handling a table feed of 2100mm/min and its finishing efficiency
has almost doubled.

+BT30 applied machine
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