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High efficient MEC end mill series

FEiRsIRTAMECHEY

MECH Head Exchangeable Type

MECX&!

e MEGACOAT NANO PR1535;:Eil

MEGACOAT NANO PR1535 is now available

o FEim3SIRTUMECHEIS 15!

MECH Head Exchangeable Type is now available

e MECBUII VRS £Y215—9175EM

MEchl Modular Type of MEC End Mill is added in lineup
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Different useage of MEC end mill series
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M E c H i type Etﬂﬁu _._AE$7]DI Heavy milling and High efficient machining

. 4% E Advantages
1 E;l}gtﬂ D < Tg F H:II Improved Chip Evacuation Etﬂ ﬁu i‘j. ,’-E‘

;ﬁg%bul Efficient Machining For heavy m|||mg

3 1&}&*}1 Low Cutting Force
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Flute with flat-cut enables good chip evacuation
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ftttam
ﬂﬂA Notched insert reduces cutting force and chattering and enables efficient
machining

Notched insert breaks chips into small pieces

MECH

Competitor A

B vork o SS400 O\ FIRINDI—S 2V Nik—)UIFE
Ve = 120 m/min (I‘JI‘E}[I@V‘fj@af)

apxae=4ommx.| Omm’fz = O.I emm/t oolant 0le Tor bottom 1nsel end mill on!
MECH032-S32-11-5-4T (Coolant hole for bottom fnsert (end mill only)
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1 Long depth of cut enable high efficiency machining




. 1‘&;&;}.5 Low cutting force

L ‘yﬂﬁf{" 9: v j[ C J: D ﬂiﬁ?ﬁﬁ Low Cutting Force due to Notched Inserts 't]_] ‘ﬁu }Rmttﬁ (Iﬁjjtt;’;) Cutting Force (principal force)

4 5000
1l A L #RHI# Work Material:S50C 4,660 #HEI# Work Material:S50C
spiueais DAIBRIL curing rnge Ve = 120 m/min ] Ve = 120 m/min
. 15 }E,éfﬂﬁ]pii apXae = 40 mmX5~13 mm apXae = 40mmx10 mm
IS} Recommended cutting range fz = 0.06 ~ 0.2 mm/t 4000 3,950 | | |fz=0.1mm/t
s MECHO032-832-11-5-4T 3,580 MECHO32-832-11-5-4T
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(Y441 LEEX) Internal evaluation

. E‘ t“u E;mﬁlj Reduced chattering Hb BD\HHHIE t‘:t‘:u b‘\‘i Ut l’\%

Smooth surface of shoulder wall Chattering surface
.”HIE (ﬁ“ﬁ) tbiﬁ #RHI#F Work Material:S50C
Comparison of surface wall ;’C=01 _Iagm/ ’}"t'“
—_ N z=0.12mm,
ZwIHEFVITLLIAHFDIEN apxae=40x7mm
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Notched insert lowers and disperses cutting force, and
enables high feed rates by reducing Chattering

MECHE! type ﬂﬁ*iu:n': F Comp.F
o W (4%t EE#X) Internal evaluation
B> J##1&ICPR1535(MEGACOAT NANO:PVDI—F %) &g,
PR1535 (MEGACOAT NANO: PVD coated insert) is now available

@®MEGACOAT NANO
SEE (35GPa) BNtk b (B{LFERE 1,1 50C) B EFZIHIL. lFvE> Jitgeba

Prevents wear and fracture with high hardness (35GPa) and superior oxidation resistance (oxidation temperature:1,150°C)
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MECH Head Exchangeable Type
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Cost reduction of toolholder

1 ) 7I—\) I/g‘ﬁﬁ#-lﬁglg ( 2&5@3‘] g?) h\‘zkﬁsb\f)ﬁﬁﬁ Holder head portion will be separated from the body (by second cutting edge)
2) %ﬁﬁng\‘ﬁ&;E lJ—C:E) Jav I\ E—ZTSU’;C}QEJE‘E If holder head is damaged, front piece can be exchangeable.

7 ElsE B (IR RE
Separate structure Assembled status

705777|‘\'}|1|~(HH...) TAR—21=wvh&ETOVE
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Base unite and front piece is fixed by clamp bolt (HH...)

Front piece is separated by second stage of the head.




MECH!
e » Higher Rigidity & Durability
wpe TEBEZR LY RZ)D High efficient end mill =

BV\Fy TR - AESIRRERET
-+« Thicker Insert Seat & Larger Chip Pocket Radius

.4§§ Advantages
1 I RAFEEDAUR w7 oY\

Low cutting force and sharp cutting performance Rr«—HA R LE

2.RFEERE. FHOSDIF
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m D (Tﬂﬂﬂﬁlﬂl ---High Hardness Silver Coating
2‘”] I FE!.'E E Better Chip Evacuation
REEFYTRT Vb 9—5Yhik—IUit(a16mmyvILLE)
Perfect 90°shoulders, and smooth surface of shoulder wall SAIU—-HORA Coolant Hole (for Shanks of @16mm and over)

---Large Chip Pocket
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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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High Strength & Long Tool Life
~PVDI—54vY

Low Cutting Force & Sharp Cutting Performance

I\ U—F 1R (A REX+23") DHSERE
- High Rake Angle (A.R. Max.+23°)
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New Modular Type End Mill for High Speed M/C is now available

. E%Eb‘iaﬁ Perfect 90° Shoulders . HHI’_EEED‘U&) 513\ Smooth Surface of Shoulder Wall

.DHIEGDHZE Work Surface Comparison Eﬁ” D lCBb‘%%Eﬁtﬂi\a}t\ EQE(DQ‘UL\UUJBD‘UDDIEEEtEﬁTJ
EAENESNET,

///' ”””””””” ’///’ ””””” - Smoothly finished shoulder wall and high squareness at shouldering with multipul passes

TE#Z@20 S50C cutting Dia. 20mm / SS0C

@
Vc=120m/min,apXae=5X10mm
Z R 5;";9 ;j;";H f2=0.1mm/t &R (HBIT7—)
L'\/IIIEECC‘%eIEde\I\EIJIb Cum;:‘] Com;?{ Dry(with compressed air)
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. 1&L‘b‘-‘_ja4y Low gage line
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Gage line

(Standard position)

EPa15—447 VBT
Modular type Shank type
EI215-IA T R@FIvIIATFICEER. AURHEBURSICHENMDI DS,
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Modular type has shorter distance from the cutting edge to the gage line, compared to Shank type, though the overhang length is same.
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EEUNKRTZES . SEM/C (BT30/BT40F) CTHREER - SmiiLiMIHialgE

High efficiency cutting on high speed M/C (BT30/BT40, etc.) due to the superior anti-chattering performance. High quality cutting is possible.



‘ E %w) L‘ lL J:é Eb‘ﬁ lj- How to select Multi-edge or Less edge toolholder
EZIHI Shouldering (a,=10mm) BT Grooving
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Choose Multi-edge toolholder for shouldering; higher efficiency in cutting by higher feed rate. For grooving, choose Less edge toolholder to lower cutting force.

B&L<HDEM
Frequently Asked Question

Q. ZEHARMEHRDOT —/NIEBED BT EHICIRUMEETH?

Can the two-face clamping arbor be mounted on a general BT spindle?

A BUMEEYT, —EHRIERSOTHDSZSICITBED BT 7—NELTHEVOWELITET,

Yes. It can be used as a general BT arbor with a general BT spindle.

~ . i T~ “HHROMRIEHVEEAD. BEOD BT
AFIRL ; ; AEIHY < . g
- No clearance & Clearance 77— \é: l/—(%ﬁ(: \1¥ \7’;:7:: H’i_d- °
i J It can be used as a general BT arbor, though the advantage of the

two-face clamping will not be shown.

3
"m‘]
:E?ﬂ?ﬁ?’lf:ﬁiim: ZERRIEM S EHIC
A7 —NaeRELESE A7 —NRELESE

Two-face clamping arbor mounted on two-face clamping spindle Two-face clamping arbor mounted on general spindle
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B E/ﬁ How to Attach Head
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When clamping the head on the arbor, make sure there is no dust or chips inside (Fig. 1).
Do NOT put lubricant on the clamping portion.
WA ISENED
db\gtéﬁgm
Ensure there are NO chips
between the arbor and head
1 Fig. 1 I
@\ 7—)\CEE U AT THEAA TSV (K2)
MRS LOER 1 2SS RLTESV
& HBICR) T ERAUTEDFE A
Attach the head on the arbor and fix it using the wrench (Fig. 2). See Table 1 for recommended torque.
Note) The wrench is NOT included in the products.
ﬁ ] Ny F(D?E“:%ﬁﬁfh) l/7 Table 1 Recommended Head Torque
& (AY ALY ANFZEE BJRENILY [N - . N
”('[hrfa)d&Dia. ”l?gelr:l% Wrench V\z;th aET?ﬂal m%ﬁjr?ml\endedatoléque m] ANTYAXE J:O?Eﬁﬁ
M8 12 23 FThLoER 1 221
M10 15 46 See Table 1 for the wrench size and
recommended torque
M12 19 80 : .
M16 24 90 2 Fig.2 I
ORREF<SED TN TS T L CHEFETEE LV (K 3)
Confirm that the head is fixed firmly on the arbor (Fig. 3).
BREDPEWNZEZE
No space In between
Bres X 3 Fig. 3
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1. IHOZWVIER CRERMTI ZRE

Efficient machining due to small diameter cutter that holds multiple inserts

o A SRR T\ VB

Recommended for small machines: low cutting force and high strength design

@JL—ALIN\—hU—

Chipbreaker Lineup

[EEMJISTL—A

Low cutting force JS Chipbreaker

MAJTIL—A

General JT Chipbreaker

1&;&#1 JI\-\) l/ High efficient and low cutting foce end mill

SNRAJTIL—HEEBNJISTL—HT
ILEEREISEIH R ) \—

Covers a broad range of applications with the multi-purpose JT chipbreaker and
the low cutting force JS chipbreaker

. M ECle./_jj o)ﬁb‘ﬁlj Selecting chipbreaker
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. MEC/MECXg! I/’ \O_I\U_ Lineup of MEC/MECX

.I *Z*E I-/} \o_ I\U - ( PVD . _7__’( yﬁ) Grade Lineup (PVD Coated Insert)

-HAPR1225. 8% #%APR1210(

NIZEMASE/FYVAaR/MBELELRATVUAHHA
PR1535(MEGACOAT NANO)ZL/{—KhU—

PR1225 for steel, PR1210 for cast iron (MEGACOAT) and PR1535 (MEGACOAT NANO) for Ni-base heat
resistant alloy, titanium alloy and precipitation-hardened stainless steel

MEGACOAT NANO
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Prevents wear and fracture with high hardness (35GPa) and superior oxidation resistance (oxidation temperature: 1,150°C)

BMCVDI—5+2J

CVD Coated Carbide

MEGACOAT NANO
o
A @
TiCN MEGACOAT
TIAIN
TiN
400 600 800 1000 1200 1400

E{EBAIIRE Oxidation temperature (C)

m@ftﬁ Oxidation Resistance

NITUVUARRATVUAM/NIZMBASEACVDI—T42JCAB535%Z L /)\—FU—

CA6535 for martensite stainless steel and Ni-base heat resistant alloy

2 . 7“[/_73 -1 _j- R I.// \o_ I\ U ~—  Chipbreaker lineup and Corner Radius variation

9* :I—j'R(rs) :I—TR(rE) Coner Radius
ﬁ/‘l Coner Radius
e EIZ Description 0.2 0.4 0.8 1.2 1.6 2.0 24 3.1 4.0
BDMTO07083...ER-JT [ J [} [ J
BDMT1108...ER-JT [ J [ J [ J
BDMT11T3...ER-JT [ J [ ] [ J [ J [ J [ J [ J [ J
NFJT I L—74 General JT Chipbreaker BDMT1704...ER-JT [ ] ® L ® ® ® L d ®
BDMTO0703...ER-JS [ J [ ] [ J
BDMT1103...ER-JS [ J [ J [ J
BDMT11T3...ER-JS [ J [ J [ J
{E3EHJISTL—A Low cutting force JS Chipbreaker BDMT1704...ER-JS [ ] ([ ]
BDGT11T3...FR-JA [ J [ J [ J
BDGT1704...FR-JA [ J [ J [ J [ J
7 V= FHJATL—1 JA Chipbreaker for Al
BDMT11T3...FR [ J [ J
BDMT1704...FR [ J [ J
ZIVZRIAYEYRF YT PCD for Al

3 %*}%HU} \0_ I\U_ (M EC / M ECX@®1§b\ﬁlj—) Various products lineup of MEC/MECX (Differrent useage of MEC and MECX)

MECX25-S25-07-7T

MECX-07 Type

]

BDMT070304ER-JT

MEC25-S25-11T

MEC-11 Type

-
-

BDMT11T308ER-JT

MEC25-S25-17

MEC-17 Type

BDMT170408ER-JT

OAHDEL T—TILEDH EFEN,
SEEEMN T H AT AE

OEEN - FRERT CTESMIHK®/NE
NYVICRE

OHFR1 TmmMOF Y T CIEIETE SR
@INLYBEZFEERL. 1 HHDDEDZ LTS
BERNNT =518

OHART7mmMF v T TREILHAFHFHTTRE

1) Multiple edges, capable of increasing table feed and
high efficiency machining

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

1) Actualized low cutting force and high toughness with
an insert with 1 Imm 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




.5@'33: v j Applicable Insert

Eﬁﬁﬁﬁﬁ@ﬁf Guidance of usage choice | | * * ?A\?
[ | *x | X Yo
*ﬁl‘lﬂl/%'l *Eﬁ(*:Roughing/First Choice) Z?“JUZ&H Stainless steel * ‘ﬁ? *
*:ﬁﬂuI/%Eﬁﬁ(%koughing/&cond Choice) n?aﬁﬁ* Gray cast Iron * i@ B
WAL E(3/55 1 #EZ m:Finishing/First Choice) FOFAIVEEK  Nodular cast Iron * g2
(At _EIF /552432 (:Finishing/Second Choice) ﬂ') E
(SFEEMIE45HRCIUTOIBS) * ¥ Eg:
(High Hardness material is applicable only under 45SHRC) * 43.9%:! ;’fb
OO O T3
& (mm) BEEC) |f-0b OO0 \orcoar [P |imor| BB | )
§2§ Dimension Angle Cermet | NANO PVD Coated | CVDCoated | Carbide
Description E 2 K 1 = S 4:3 =
A T |od W ) re | a|B % E % E E g g =
BDMT 110302ER-JT 0.2 e o e o | o
110304ER-JT | 6.3 | 3.00 | 2.8 | 11.0| 0.4 | 18° | 15° [ ] [ ] [ ] [ ] [ ] P17
110308ER-JT 0.8 e o e o | o
BDMT 11T302ER-JT 0.2 e o e o o
11T304ER-JT 0.4 e o o e o o
11T308ER-JT 0.8 e o o e o o
11T312ER-JT 1.2 . . e o e o o
. 11T316ER-JT 6.7 1380 28110 1.6 187113 [ I ) e o | o
[Igll i 11T320ER-JT 2.0 o | o e o | o
L gy o= 11T324ER-JT 2.4 o e e o | o
€1 11T331ER-JT 3.1 o | o o o o m;
- BDMT 170404ER-JT 0.4 e o e o o P19
170408ER-JT 0.8 [ ] [ ] [ ] [ ] (] [ ]
170412ER-JT 1.2 e o e o o
170416ERIT | | 10 118 | e | a0 o 0 e o o
170420ER-JT 2.0 e o e o o
170424ER-JT 2.4 e o e o o
170431ER-JT 3.1 [ J [ ] [ ] [ ] [ ]
170440ER-JT 4.0 e o e o o
BDMT 110302ER-JS 0.2 e o e o
110304ER-JS | 6.3 | 3.00 | 2.8 |11.0| 0.4 | 18° | 15° [ J [ ] [ ] [ ] P17
< 110308ER-JS 0.8 e o e o
|g| % | BDMT 11T302ER-JS 0.2 o 0 e | o
=l o 11T304ER-JS | 6.7 | 3.80 | 2.8 [ 11.0| 0.4 | 18° | 13° o | o oo P17
o, 11T308ER-JS 08 NI oo P18
BDMT 170404ERJS | | o | [ 104 ] | DG o | o P19
170408ER-JS 0.8 e o e o
ooy (S ! - | “BDMT 11T308ER-N2| 6.7 |13.80| 2.8 |[11.0| 0.8 | 18° | 13 [ ] [ ] [ J [ ] ( ]
227f1& 2-Notched Wi
e . | “BDMT 11T308ER-N3| 6.7 |3.80| 2.8 |11.0| 0.8 | 18° | 13° e o o o o
T, P9
329744 3-Notched P10
. P11
% - P12
_ . | “BDMT 170408ER-N3| 9.6 |4.90| 4.4 |17.0| 0.8 | 18° | 13° e o o o o
3Zy7ft% 3-Notched %
“BDMT 170408ER-N4 | 9.6 |4.90| 4.4 [17.0| 0.8 | 18°| 13° [ ] [ ] [ ] [ ] ( ]
4=y 71 4-Notched

TL—hE®E AB7L—HT) ARIERTL—HUS). 7V FESEATL—H UA)
Chipbreaker Lineup: JT (general purpose), JS (low cutting force), JA (aluminum & non-ferrous Metals)
Ky HEF VT AT LTS SMINTIC IRV LEE A

Notched Insert is not recommended for stainless steel and heat resistance alloy machining

[ 9:77\’0),5&'%1@;&‘;1 7—Z10ME AV T o Inserts are sold in 10 piece boxes. J

-

@IZHETEE  @:Standard Stock



. i@ﬁ 3: v 7 Applicable Insert

Eﬁﬁﬁﬁﬁm Eﬁ Guidance of usage choice * 7,'\*7
* RAS
*ﬁﬂﬂl/%'l *Eny‘;é(*iRoughing/Firsl Choice) Z?“JUZ&H Stainless steel * Pie Dke
*:ﬁﬂuI/%E*E“,‘;é(sﬁ?iRoughing/Second Choice) n?ﬁa}ﬁﬂ Gray cast Iron * iE s
WL EIF/55 1 H#E52 (:Finishing/First Choice) FOIA)VEEEK  Nodular cast Iron * § 2
" A I =
D:H:tlj'/%Emﬁ(miFinishing/Second Choice) * OJ || }lj ;c)
(BEEHIF45HRCLIT DIBE) * * E4
(High Hardness material is applicable only under 45SHRC) Y * i\( O ] IEI% E
O O T
. 5 | s ¥
& (mm) FBRE () [VEBOT| MEGACOAT [pus-ios |om-50| #BRE | I A PEUR| &
Dimension Angle | NAID PVD Cated | CVDCoted | Carbide IRED)
B
Description 2 K = t=3 2 = § §
A|lT|od|Wire(S|a|B|2 |2 2|88 £|8|8
a a a o o © e e
BDGT 11T302FR-JA 0.2 ([ J
. 11T304FR-JA | 6.7 |13.80| 2.8 |11.0|{0.4| - [18°|13° [ J
|"5 11T308FR-JA 0.8 ([ J
W, ’ % BDGT 170404FR-JA 0.4 °
B 170408FR-JA 0.8 ) P17
K%p ——————9.6(4904.4 [170—— - |18°|13°
- 170420FR-JA 2.0 ([ J P18
170431FR-JA 3.1 ° P19
[ BDMT 11T302FR 0.2 [ J [ J
IM'] 11T30aFR | 6.7 3.80| 2.8 |11 074 3.6 18°|13°
il | 30 0. oo
BDMT 170402FR 0.2 ([ J [ J
= 196|490 44 1701 4.4 18°|13°
® 170404FR 0.4 ([ J [ J
'THI',I P BDMT 070302ER-JT 0.2 [ J [ J [ J [ J
ol 070304ER-JT |4.6(2.6|2.3/6.7|0.4| - |16°[15°| @ | @ o o
T, 070308ER-JT 0.8 o o o o o p27
BDMT 070302ER-JS 0.2 [ J [ J [ J [ J P28
I E R —
A o 070304ER-JS |4.6(2.6(2.3|6.7/0.4| - (16°|15°| @ | @ o o
€1, 070308ER-JS 0.8 ) o o
TL—hE®E ABTL—HT) ARIERTL—H S) . 7V FEEATL—H (JA)
Chipbreaker Lineup: JT (general purpose), JS (low cutting force), JA (aluminum & non-ferrous Metals)
.ﬂ-\} l/ﬁ’.—ﬂﬁti@ﬁ?“yj Toolholder and Applicable Insert
| giar BEFYT "E
Toolholder Applicable Insert Remarks
MEG-..-11 BDMT BDMT ) i i
110300ER-JT | 110300ER-JS —waHEFYTID
MEC.-11T | BDMT BDMT BDGT BDMT BDMT11Ta08ER-N2 | CTEAISHESERIL S
MEC.-R-11 NT3OOER-JT| 1T3OOER-JS| MT30OOFR-JA| 1T3OOFR BDMT1IT308ER-N3 | BAuo
Using notched insert is not
MEC.-----17 BDMT BDMT BDGT BDMT BDMT170408ER-N3 | recommended.
MEC--R-17 170400ER-JT| 170400ER-JS| 170400FR-JA| 170400FR BDMT170408ER-N4
BDMT BDMT BDGT BDMT1T308ER-N2 | — |, 4yt \
L= oA, 1T3OOER-JT|  MT3OOER-JS| 11T3OOER-JA - BOMT1IT308ERNg | > 2 I EF Y Th!
FE—HEETY,
MECH---17 BDMT BDMT BDGT i BDMT170408ER-N3 | Notched insert is first
170400ER-JT | 170400ER-JS|  170400FR-JA BDMT{70408ER-Ng | recommendation
BDMT BDMT
MECX--- 07030OOER-JT 07030OOER-JS ) ) . )

@ 1RELE

@:Standard Stock
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. M EC Hg! I y FE} lj (?Eﬁﬁuﬁ%’\o)7—5y|‘7ﬁ—”l1‘—_ta—') End Mill (Coolant hole for bottom insert)

D& ettt Zm--------4l & Q b
——————————————————— g ® 3
L
Fig.1 Fig.2
.T_rif Toolholder Dimensions
BE
w00 | W TEmm | IWLAEO| o pebis o
§2§ E yu ﬁ %& Dimension(mm) Rake Angle :IH*( %?:{ZZSZ'{;L; K;Jn?; A*ﬁf{]ggﬁﬂd A%giﬁgs
D Stock | No. of | No. of | No. of Sh - : E @ P7
Flute | Stage | Insert A.R. ape k\__/// )
oD od | L |L1| Syl RR. /
MECH 025-S25-11-4-2T | @ 5 4 | 8 | 25|25 |120| 46 | 37 |+21°| -10°
032-832-11-5-2T | @ 10 Fig.1
5 — 32 140 55 | 46 -9°
032-S32-11-5-4T | @ 20 32
. BDMT11T308ER-N2
040-S32-11-6-4T | @ 4l 6|24l a0 150 64 | 55 | 4030 | _g0 Fig.2 | SB-2555TRG DTM-8 MP-1 BDMT11T308ER-N3
040-S42-11-6-4T | @ 160 Fig.1
050-S42-11-7-4T | @ 28 42
7 —— 50 1721 75 | 64 -7° | Fig.2
050-S42-11-7-6T | @ | 6 42
MECH 040-S32-17-4-2T | @ ol als a0 32 |160 73 | 59 7 Fig.2
ol ' BDMT170408ER-N3
040-S42-17-4-2T | @ 40 170 +19 Fig.1 | SB-4070TRN DTM-15 MP-1 BDMT170408ER-N4
050-S42-17-5-4T | @ | 4 | 5 | 20 | 50 185/ 88 | 74 -6° | Fig.2

g2

Tﬁﬁtﬂ‘ﬁ'”%# For recommended cutting conditions, see page @ P 1 4

JEft EBHLEE] (MP-1)ld. Fo T EETE T 3. 77T X9 2—DT— /I NERERUEBICTHECR L TIERLAEU  Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert s fixed.

. M EC Hiu :JI} IJE) l/(7—5)|\7|'\—)l/73ib) Shell Mill (No coolant hole)

?(L\% (o) Rake Angle
JhE AR.(MAX) | R.R.
escription
MECHsee-11- | +23° -8°
.| |MECHeee-17-| +19° | .7
Fig.1 Fig.2
.qiﬁ Toolholder Dimensions
. EZB &8 Spare Parts
AR IR L 7 s i B
imension(mm |- LuF [ B hSBASTLY ) EEFvT
ﬂﬁ JE z]'U ﬁ g& ﬁ;:{k Clamp Screw | Wrench Anu-sei:Compsund Moumingll;()ll App]E‘:blc Inserts
DEsEigi Stock | No. of | No. of | No. of St @ P7
: r '."5 Aﬂ\‘el’ l./ @
Fiue | Sue | | o1y | odl | odt |od2| H | E | @ | b | S | / ’%,/
MECH 040R-11-4-4T-M | @ | 4 | 4 |16 |40 |16 | 15| 9 |50 |19 |5.6|8.4 |37 HH8X25 | BDMT11T308ER-N2
050R-11-5-6T-M | @ [ 6 [ 5 [30[50 [ 2218116321 [6.3]10.4] 46 SB-2555TRG) DTM-8 | MP-1 I i0Xa0 | BDMITI1T308ERN3
MECH 050R-17-2-4T-M | @ 218 52 30| _ HH10X30
050R-17-4-4T-M | @ | * |4 16| | %218 |1 [7g 2 |03104 59 Fio HH10X40
063R-17-3-4TM | @ | 4 | 3 |12 |63 |27 |20 |14 |70 |24 | 7 |12.4| 45 SB-4070TRN| DTM-15|  MP-1 HH12X35
080R-17-4-6T-M | @ | 6 | 4 (24|80 |32 |26 |18 |85 |28 | 8 |144 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 |9.5|45 Fig HH12X35
080R-17-4-6T @® | 6| 4|24|80|3.75/26|18|85|32| 8 |12.7| 59 0- SB-4070TRN| DTM-15|  MP-1 HH16X45
100R-17-4-6T @® | 6 | 4|24]100(38.1| 56| - | 85|38 |10 |15.9| 59 | Fig.2 -
(@ ?ﬁi‘%tﬂ‘ﬁ’u%ﬁ: For recommended cutting conditions, see page @ P 1 4
% JEAEBLLE (MP-1)1, Fy T 2B T T 3B, 7707 27 21— D7 =) —EHERUBICERHL TIEMAL,  *Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert s fixed. @ Z#TEE  @:Standard Stock



. M E C H = BT5 Og! (7_} \“_{$;_—:Fl27_5y|\7h_} IIE LI) (Integral Arbor Type: No coolant hole)

Y I —
(<]
g — - H— -|f8
0 _—
(
e\ L
s — a3 BT-50 shank
L Fig.1
.q—iﬁ Toolholder Dimensions
& A SEB ‘E’I:I‘:‘
+ o pare Parts
E 3] Eﬁ B*J D\in:ens(i(r)]x:l(rnr]rz) g-nglel\An () = MRS
gle e | 9TVTAONI- | LYF | BHTEBALER FvJ
D g!ﬁ% E §u & & ’Sflf:{k Clamp Screw Wrench Ami-SEi; Compound Applglble Inserts
escription Stock | No.of | No.of | No.of ape ) P7
0 F(l)ut(; S?ag(; Inoseil oD | L s A.R. R.R / &
(MAX)| " = Y
MECH 050R11-8-4T-BT50| @ | 4 | 8 |32 | 50 [143| 73 | 423° | -7° SB-2555TRG| DTM-8 | MP-1 | BRMIIIT308ER-NZ
MECH 050R17-7-4T-BT50| @ 50
063R17-7-4T-BT50, @ | 4 28 | 63 Fig.1 SOMT170408ERNG
7 173]104 | +19° | -7 SB-4070TRN| DTM-15 | MP-1 BDMT170408ERNA
080R17-7-4T-BT50| @ 80
100R17-7-6T-BT50| ® | 6 42 100

SARAAIRIIEY  ship pars
-Vc=150m/min
(n=955min™)

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

i‘z‘iﬁ Dry
-MECHO50-S42-17-5-4T
AR5 4 Flutes
-BDMT170408ER-N3
-BDMT170408ER-N4
PR830

ftbttam |

Comp. I

2550

a4\
i T
suard Ol

Advancin

< HEH 8 Q=534cc/4 Clip removal Q=334ec/min.

-

LT HEEQ=115¢cc/ %
Chip removal Q=115cc/min.

ﬁﬁwﬁu%#t For recommended cutting conditions, see page @ p 1 4

TU—b plate
-Vc=150m/min
(n=955min™")

-ap x ae=70mm x 10mm
-fz=0.2mm/t
Vf=760mm/min

'ﬁth Dry
*MECHO050-S42-17-5-4T
AR5 4 Frutes
-BDMT170408ER-N3
-BDMT 170408ER-N4
PR830

ftbttam J

Comp. J

JERATEBALLEI (MP-1)1E. Fo TEBIE T B8R, 77> TR 21— D7 —/NEERUEBISTECE L TITERZEV Y Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert s fixed.
! —
. ”u I%ﬁ“ -EE E In] i.”u I H% Fa *Eﬁﬁ E iiﬁ- Case studies Achievement of productivity improvement and machining time reduction

%)< HEH 8 Q0=532cc/ % Chip removal Q=532cc/min.

PP EQ=170cc/H
Chip removal Q=170cc/min.

_

Attt iR |DEIO L FHEHEQ=115cc/RCx L. MECHDYIb L FHEHE (T
Q=534cc/HEiED EEMNA.61Z(CH LU,

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

21— —#EDFFMIIC LS Evaluation by the customer

-ttt JOYIDL FIREEQ=170cc/F3 L. MECHDEIb K FRREEIF
Q=532cc/&1FD EEMDS. 1{EICH EUTe. X ITEEBRIF CHol.

-Comp. J removed 170cc of chips per minute. In contrast, MECH removed 532cc per minute.
Machining productivity improved to 3.

1 times and finished wall condition was excellent.

21— —#EDFFEC LD Evaluation by the customer

@ ZHETEE  @:Standard Stock
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1

%ﬁﬁﬁﬁmﬁ M E C H EE/\ U jj } lj I y |< E} lj MECH Head Exchangeable Helical End Mill Type

B MECH-BT50SAZ! (5—syrh—IisL) 7—R—#B(KR—Z 1=y +TOVRE—Z 1B+55 Y THRIVN)

MECH-BT50SA (No coolant hole) Integral Arbor ty,

e (Base Unit+1Front Piece+Clamp Bolt)

TRV

Holder structure

5TV

Clamp Bolt

/

2100

\

101.8

ZJO0VhE—X

Front Piece

N—ZI1=wk

Base Unit

. MECH-BT50-A§2(g_syl\m_)bfgb)Nncoo]amho]e ’\“_ZJ.:WI\ Base Unit

‘ ‘
@100 /

\

\

/g

—€E -

L 101.8
O ILFE Hotder dimensions
A S Il
R B ME|ES| D2 B8 (kg)
peien sox | VS HZEE 0 | L | 11| c | s1| s2| AR |RR |
> 2 |MECH O050R11-4T-BT50SA | 8 | 32| 50 | 143 | 99 | 07 | 55 | 73 | +23° | -7° 48
llt‘;g 063R17-4T-BT50SA | & | 4 S| e |8 5.8
e 080R17-4T-BT50SA | = 80 | 173 | 130 | 1.3 | 75 | 104 | +19° | -7° 7.6
BE 100R17-6T-BT50SA | = | 6 42 | 100 9.8
AN |MECH 050R11-4T-BT50-A | 5 6 | 24| 50 | 125 | 81 | 07 | 10 | 55 | +238° | -7° 46
J;I(. ; 063R17-4T-BT50-A | = | 4 s | oo | & 5.4
:Jm 080R17-4T-BT50-A | 80 | 143 | 100 | 1.3 | 16 | 75 | +19° | -7° 6.8
k 100R17-6T-BT50-A | & | 6 | 5 | 30 | 100 8.5
HELZETJBIIZREE For recommended cutting conditions, see page @ P 14
ORIUIMBRE Holder formation
s NRIDESPIT | PR -Pi PRI
MECH 050R11-4T-BT50SA MECHO050R11-4T-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
S E4EE Made to order



. MECH-Fﬂ(g_ayl\m_}be).\locoolanlholc 7E|”JN:°—X Front Piece

.ﬂ-\} l/ﬁtﬁf Toolholder Dimensions

= X E% | ]E';{gs(lmrn?% gék%)x%lgn)
. B 5 B & S
Stock | No.of Flute | No.of Stage | No.of Insert |~ @D 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
063R17-4T-F ([ J 4 2 8 63 22 0.4
080R17-4T-F [ J 80 32 44 30 1.3 16 +19° -7° 0.8
100R17-6T-F [ J 6 2 12 100 45 1.3

@ESF YT applicable inserss

A s ES i LR

MECH

050R11-4T-BT50SA

MECHO050R11-4T-BT50-A

MECHO050R11-4T-F

BDMT11T308ER-N2
BDMT11T308ER-N3

063R17-4T-BT50SA

MECHO063R17-4T-BT50-A

MECHO063R17-4T-F

080R17-4T-BT50SA

MECHO080R17-4T-BT50-A

MECHO080R17-4T-F

100R17-6T-BT50SA

MECH100R17-6T-BT50-A

MECH100R17-6T-F

BDMT170408ER-N3
BDMT170408ER-N4

DIt F Y TE ERORRR.

DT PIB ESBEZE L,

For installation of notched insert, make sure to see P13

.EBEIEE Spare Parts
B
Spare Parts
= LoF =~y = =
a— — — 5 Nk |
73YTA0V3~ | (955 72002-B) | 7 A2 WVe | o5y | JREEHLA
ggg Wrench (for Clamp Screw) Wrench (for Clamp Bolt)
Description
£ ey
7—J¢ |MECH 050R11-4T-BT50SA SB-2555TRG DTM-8 HH12X35 LW-10
—{F2d 063R17-4T-BT50SA HH12X40 LW-10
; (t‘ilx\l? 080R17-4T-BT50SA SB-4070TRN DTM-15 HH16X40 LW-14
ntegral Arbor
type (Unit) 100R17-6T-BT50SA HH20X40 LW-17
MECH 050R11-4T-BT50-A SB-2555TRG DTM-8 HH12X35 LW-10
N—2Z 063R17-4T-BT50-A HH12X40 LwW-10
) MP-1
e ni 080R17-4T-BT50-A SB-4070TRN DTM-15 HH16X40 Lw-14
100R17-6T-BT50-A HH20X40 LW-17
MECH 050R11-4T-F SB-2555TRG
Zo0¥k 063R17-4T-F
ez 080R17-4T-F SB-4070TRN
Tont Piece
100R17-6T-F

TOURE—ZDABEAINIIBE Lo F (T TRI)2—R) /77 TRIVNRULF (75> THRIVNA) I BLTWER A,

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

@ 1RELE

@:Standard Stock

JEAEBALLEI(MP-1)1E. Fv TEBIE T B3B8, 77> T X7 21— DF7 —/NEBERUEBISTECR T L TIERZEV Y *Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.

12



13

B v THUS R

Number of Inserts Installed

Hﬂﬁ*ﬁlﬁl No. of Inserts Installed

HR{TJW%I No. of Inserts Installed

— ' he T —
YvIHFEFYITMMIT LOERR
[ Y M ra Y S (/= ==Y
Precautions when installing inserts with notched.

1. ZyvIEFYTRIRIVIEER EEB OZIm D E.
Fv I LTEOBESZESOE THYHIET,

Install notched inserts by matching the insert with the number of marks on the holder body.

< FYTBSEZRDOMIGR >

< Insert Number and Holder Marks >

FyITHAX

Insert Size

11 Type

17 Type

FyIES 2

Insert Number

72 =
Marks

KEHESTBYFFRETOTERASE, RILIRIEDREREEDEY

¢ Using the cutter with the inserts installed incorrectly will damage the holder.

= | Z | BDMT11T308ER-| BDMT170408ER- = | Z | BDMT11T308ER-| BDMT170408ER-
BE 5| 8 B 5| g
Description Z & Description Z &
= | & = | &
R | K R | R
N2 N3 N3 N4 N2 N3 N3 N4
MECH 025-S25-11-4-2T o 8 4 4 MECH 050R11-4T-BT50SA| 4 | 32 16 16 - -
032-S32-11-5-2T 10 063R17-4T-BT50SA
— 4 | 28 - - 14 14
032-§32-11-5-4T 20 10 10 080R17-4T-BT50SA
040-S32-11-6-4T - - 100R17-6T-BT50SA 42 - - 21 21
— 1 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
— X 4 | 20 - - 10 10
050-S42-11-7-6T 6 |42 21 21 080R17-4T-BT50-A
MECH 040-S32-17-4-2T o 8 4 4 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 4l s 4 4
MECH 040R-11-4-4T-M 16 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 4
050R-17-4-4T-M 4 |16
063R-17-3-4T-M 12
080R-17-4-6T-M
— 6 | 24 - - 12 12
100R-17-4-6T-M
MECH 063R-17-3-4T 4 112 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 4
063R17-7-4T-BT50 28 14 14
080R17-7-4T-BT50
100R17-7-6T-BT50| 6 | 42 21 21

2. @—RINCEAFF D=y IfFEF Y TIF. LEOESH

1ERBERUFY TZRUHIF TLES LY

v v v rel
(E-1. H@-2. ¥-3 8R)
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.

E—%3

Same Flute Line

-1 @E—X51

Fig.1 Same Flute Line

X-2 FvIES

Fig.2 Insert Number

B4-3 %l
Fig.3 Marks




. }Eﬁtﬂ ﬁu%ﬁ: ( : “J 71‘1 i ? “J 7&1%% ) Recommended Cutting Conditions

HWREF Y THE (FTEBEREM/mMIN) mnsert Grade (Cutting Speed : m/min)
b 2D, | MERANe MEGACOAT ool
PR1535 PR1225 PR1230 PR1210 PR830
g%ﬂee(lexC) 0.08-0.1-0.15 120~1§0~220 120~1§0~250 120~1 ;0~220 i 100~1270~1 80
ﬁfﬂ@el(SCM%) 0.08-0.1-0.15 100~1§0~200 100~1§0~220 100~1 gO~2oo i 100~1j:0~1 80
EEM SKO/NAKSD 0.08-0.1-0.15 80~1Z\:)~160 80~1ZB~180 80-1 :0~160 ; 100~1§0~150
e 0.08-0.15-0.18 - - - 120~-1 g0~250 )
FI51ViEEx (FCD) 0.08-0.15-0.18 - - - 100-1 ;0~220 -
JFoyaE (TH6AFV) | 0,08-0.1-0.15 30~5*0~70 - - 30~§)~70 -

PS 9"7\/3 ﬁ ‘i/ﬂ Etbl] I%?’Eﬁo Wet cut is recommended for Titanium Alloy
1. EERHERYEIRMA I v I EF Y TR T,

Above recommended cutting condition is for notched insert applied case.

KR Yol

%:1st Recommendation 7<:2nd Recommendation

2. ZvORRLFy T ERDIBE(E. fithiAd (ap) XIFHEENAH (ae) = 2y I EF Y TERRDB 0% FICLTLEE L,

If non notched insert is used, ap and ae parameter is needed under 60% compared with notched insert.

° |J A 7‘ I-/_ jJ JA Chipbreaker

2Ty THIE (FIRIREm/min)
Insert Grade (Cutting Speed : m/min)
tHeHl %D (mm/1t) ,
Workpiece Material Feed per tooth(mm/t) HBI&E carbide
GW25
7IL=EE(Si 13%L
A]u}minurt\:laﬁy((si less 13%0) X-F) 0.05-0.3 200~800
7IL=EE(Si 13%L
Alu}minurln:laﬁy((si over 13‘(71)XJ:) 0.05~0.2 200~300

B J—FR(re) 1.6L EOFy TZESI 5E . AENDEINIHUETY , TRTEZBRIC. AMFEERICEN T ZREL TLEEW, (3—FR1.2(re) T OESENTEFETTY)

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

FyTA—FR(re) | AEABADBMT A (mm) | HARABAOEMTERVRERRLET,
Insert Corner-R(r€) Additional Processing Dimension (mm) to Body Corner EEI) RIS E I HBEIEEL TS,
1.6 Round- shaped additional processing is recommended.
= R1.0 ‘When applying chamfer, do not cut away too much.
2.0 KA BINTEHS J—FR(re) kD
24 R1.2 et ddiionally o Fv7
. . Body Corner ‘Em]I“] Additionally Proces\sge;ljul& Tnsert with Large
Al omer-R(r
3.1 R1.6 Proprocesing Postprocesang RO
4.0 R2.5
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.tﬂ‘ﬁuﬁgjj CUtUng Performance (1§m7tJyAC1 5/1 85kW*E§0)7y:y7“ty9 Used Machine:Machining ucmcrcqui\ulcmm.—\(ﬁIS/IX.Sk\\)

. MECHEEIU FE}I] MECH End Mill Type

27~J§|J0)1;E'zﬁ 2 Flute Type (*ﬁ‘ﬁu*ﬁ‘ Work Mutcrial:SSOC)
BENIOES EENIoES
m]I’Z iuﬁ q_{%z?ﬂj L HSlexl;Iulclerin;ﬁ = Ig,(-',‘vliloovingiﬁ =
p; mm
Cuning%'i:a Description b ,OverlSang ) ae oD
B AIE T - Qi e &
! © c»:ﬁe:jwvrmm

225 | MECH025-S25-11-4-2T 48 Description ;’,j,aw, S
MECH032-S32-11-5-2T - -

232 57 THRE Cutting Speed + tIHLEE Cutting Speed -
MECH032-S32-11-5-4T Vc=100~180m/min Vc=100~120m/min
MECHO040-S32-11-6-4T 12D Feed :fz=0.08~0.15mm/t | &Y Feea:fz=0.08~0.12mm/t

040 65 ap(mm ap(mm)
MECH040-S42-11-6-4T o o)
MECH050-S42-11-7-4T 5%

250 76 i
MECH050-842-11-7-6T MECH025-S25-11-4-2T %%
MECH040-S32-17-4-2T Fro

240 74 o I o ‘ ‘
MECHO040-S42-17-4-2T 020 3 008 01 012

PRLIE ae(mm) Y Sl

250 | MECHO050-S42-17-5-4T 89

ap(mm)
50
AR a0
Shape f‘g 30
MECH032-S32-11-5-2T %20 -
10fF-
0 10 2‘0 - 3‘0 0 0.08 - 0.1 : 0.12
| AL a6 (mm) )tz ()
[
|
\ MECH040-S32-17-4-2T
MECHO040-S42-17-4-2T

10 20 30 40
AHIE ae(mm)
Widih of Cut

0.08 0.1 0.12
%4 fz(mm/t)
Feed Rate

4795']/679?']0)1%‘3 4 Flute / 6 Flute Type

ap(mm)

MECH032-S32-11-5-4T
RGN aelm)
MECH040-S32-11-6-4T
MECH040-S42-11-6-4T
PAGH aelm)
ap(mm)
[ e R R EEL R
9
A 40
MECHO050-S42-11-7-4T %
20F-
0 10 20 30
A aelm)
2
MECHO050-S42-11-7-6T %
0 10 20 : 30
AZHR aelm)
ap(mm)
U S U S
oo
MECH050-S42-17-5-4T | # “

10 20 3
EDAHE ae(mm)
Vidih of Cut

43]75—”/63‘]75—”0)i7%é\ %bﬂltiﬁﬁﬁbiﬁ/‘bo 4 Flute / 6 Flute Type are not recommended for grooving.




. MECHﬂ:JI”/E“/ MECH Shell Mill Type

(?‘Eﬁu*z Work Material: S50C)

RIVFREHL BENLIDES
TR B ~HEA (mm) Shouldering
Cutting Dia. Description Overhang
Length:A(mm) ae
240 MECHO040R-11-4-4T-M 125 E%&; %i
MECHO050R-11-5-6T-M 123 e
250 MECHO050R-17-2-4T-M 112 UJE]"BEJ’E Cutting Speed :Vc=100~180m/min
MECHO050R-17-4-4T-M 138 3ED Feed :fz=0.08~0.15mm/t
63 MECHO063R-17-3-4T-M 115 aptem) apimen)
o
MECHO063R-17-3-4T 115 ; 9
go | MECHOSOR-17-4-6T-M 130 MECHO40R io MECHOB3R |
o -11-4-4T- < -17-3-4T- ¢
MECHO080R-17-4-6T 130 et Er O
100 | MECH100R-17-4-6T-M 130 32258
e MECH100R-17-4-6T 130 o oo
RAR shape MECHO050R g MECHO80R g
E3 E3
-11-5-6T-M : -17-4-6T-O w0
[ I 1 0
DAL 2elom)
l l ap(mm) ap(mm)
’ | MECHO50R 2. I MECH100R 2
2 %
-17-2-4T-M o -17-4-6T-O 0
< 24 o 245 oo
ap(mm) BINTIEHEFLER A
Type are recommended for grooving.
MECHO50R 2
-17-4-4T-M %,

‘ M EC H'BT5 Og! (7 _l (_1$§!) MECH-BTS50 Type (Integral Arbor type)

. M EC H-BTEOSAgg (ﬁﬁﬁﬁmiﬁ'Jﬂ_l \“_ng) MECH-BT50SA Type (Head Exchangeable / Integral Arbor type)

(mﬁ“*j Work Material: S50C)

EENIOES

Shouldering

ae

-,

78l
o

et

tﬂﬁ']iilﬁ Cutting Speed :Vc=100~180m/min
XD Feed :fz=0.08~0.15mm/t

; . RILYREL
e Sl R E )
Length:L(mm)
MECHO050R11-8-4T-BT50
250 MECHO050R11-4T-BT50SA 143
MECHO050R17-7-4T-BT50
MECHO063R17-7-4T-BT50
063 MECHO063R17-4T-BT50SA
MECHO080R17-7-4T-BT50 173
080 MECHO080R17-4T-BT50SA
MECH100R17-7-6T-BT50
0100 MECH100R17-6T-BT50SA
FZAR shape

ap(mm)

ap(mm)

MECHO050R11 JE MECHO080R17 ,
-8-4T-BT50 % -7-4T-BT50 : SN
MECHO050R11 ’ MECHO080R17 |
1 0
-4T-BT50SA 258 seom) -4T-BT50SA 2 i)
ap(mm) ap(mm)
Toof =R MECH100R17 ,
2 vy
MECHO50R17 | : -7-6T-BT50 i
K
-7-4T-BT50 i MECH100R17 1
s ae(mzrg?‘ -6T-BT50SA PR ae(mm)
ap(mm) BINTIIHEELER A
Type are recommended for grooving.
MECHO063R17 ]
-7-4T-BT50 ;
&
MECHO063R17 :
-4T-BT50SA AR aelrom)

16



.MECEE Iyl\“E)lj End Mill

N oD >
oD #. o
Q w
o —— :
S
£ |
L
oD % oD 4. Fig.3
%
S
e
L
Fig.4
.v;f Toolholder Dimensions
T_I'iﬁ(mm) LA ) ‘.:."[5 ﬁ': Spare Parts . e
y =S| Dimension(mm) RakeAngle |9=TUN 57 | LT ’%D?'{? =)
BRI E | #& fiolb | FSAR | ClampScrew | wienen | APPlcable | g
Description Stock | No.of Coolant | Shape ) (min- )
Insert oD | ad L /) S (Q-AF;) R.R. Hole % \ @ p7,PB Max. Revolution
MEC 10-S10-11 ° 10 R o | & No | Fig.1
10-516-11 ° 0 45 7 +10%| -24 A Yes | Fig.2 54,800
:22:2: : 12 12 210 | ®ENo | Fig.1 50,800
== 1 80 10 : SB-2545TR | DTM-8 |BDMT1103 ’
12-S16-11 ° 16 R & Yes | Fig.2
20 +12
13-S12-11 ° 13 ) 49,200
12 o | % No | Fig.1
14-S12-11 ° 14 -19 47 700
14-S16-11 ° 16 H Yes | Fig.2 ’
MEC 16-S12-11T [ 16 | 12 +18° -14° | # No | Fig.1 43,750
Eé 17-816-11T e | 2 [17 100 | 23 130 43,500
32 18-516-11T ° 18] .4 +19° 43,000
;éj 19-516-11T ° 19 10° 42,000
53 20-S16-11T ° 20 110 26 +20° 41,000
21-820-11T ° 21 -9° 40,300
22-S20-11T [ 3 22 BDMT11T3 39,600
24-520-11T ° 24| %0 101 4210 | -10° | % ves | Fig.3 | SB2995TRG | DTM-8 | prii13 [ 38,200
25-S20-11T ° 25 120 | 29 37,500
28-825-11T [ 28 +22° 35,800
30-S25-11T [ 30 | 25 -9° 34,800
32-825-11T ° 4 32 130 32 o0 33,900
40-S32-11T o 14 o (150 50 * -8° 30,000
50-S32-11T [ 50 -7° 22,500
B ., [MEC _16-516-11T ° 2 | 16 | 16 | 100 20 +18° | -14° 43,750
7 20-520-11T ° 20 [ 20 [ 110 +20° [ e ) o |BDMTI1T3|__ 41,000
o 25-525-11T o | % 2525 [120] 32 | 10 [wore| 107 | Yes| Fig4 | SB-2555TRG | DTM-8 |gnriira37'500
o 32-832-11T [ 4 32 | 32 | 130 | 40 +23° | -9° 33,900
MEC 20-S18-170-11T ° 18 | 170 | 30 Fig.3
20-S20-140-11T ® 20 140 +20° ) 41,000
60 Fig.4
20-S20-170-11T ° 20 170
22-820-170-11T ° 22 30 -10° Fio.3 39,600
[u] 25-§23-210-11T ° 23 [ 210 | 32 w21 9-
v
- 25-525-160-11T ° 25 160 ) 37,500
J & s
2 @ 25-S25-210-11T [ 2 25 210 60 10 B Yes Fig.4 SB-2555TRG | DTM-8 EBZ‘E 11.-::3
;E 28-825-210-11T ° 28 32 +22° Fios 35,800
5 32-S30-250-11T ) 30 | 250 | 40 9
32-832-200-11T ® 32 200 -9° ) 33,900
65 Fig.4
32-532-250-11T ° 32 | 250 +23°
35-S32-250-11T ° 35 40 Fia.3 32,600
40-S32-240-11T [ 40 240 | 65 -8° 9- 30,000
MEC 25-S20-17 [ 2 25 | 20 | 120 | 36 +16° | -11° 35,000
4 e S 5 1222 19090 ls7 1) | | % v | Fig3 | SBA4OTOTAN | DTM-15 S
50-S32-17 o | 4 [Bo| 32|19 50 +19 17,000
@2 MEC 25-S25-17 ° 2 25 | 25 | 120 | 36 +16° | -11° ) ) . 35,000
®2 32-532-17 o | 3 |32 32 [130] 40 | 27 [waze| 7= | P ¥ | Fig4 | SB-4070TRN | DTM-15 BOMT1704 | 30.000
MEC 25-S25-160-17 ° 160 )
BDGT1704
25-525-210-17 ° % | o5 210 60 +16° | -11° Fig4 35,000
o 28-$25-210-17 ° 28 36 Fig.3 32,500
Z" g 32-S32-200-17 [ 2 32 200 65 15.7 . E Yes Fig.4 SB-4070TRN | DTM-15 30,000
32-S32-250-17 ° 32 | 250 +17 7o
35-832-250-17 ° 35 40 Fla.s 27,700
40-S32-240-17 [ 40 240 | 65 +19° 9 25,000
BESOEEHOREICDUNT Maximum Revolution HEIBLTBEINSRAE For recommended cutting conditions, see paze @ P21

TV RIIWKRODY FZR > TREMEHU EICEEGES BBE. EDAICKDF v TPERORBENEUDBENTDET. PR1OEEZCEIZEL.
‘When running the end mill and cutter at the maximum revolution, the insert or holder may be damaged by centrifugal force. For more details, see "Warning" on page 21.
7 @ IZHTEE  @:Standard Stock



.MECE! 7I_ZE}lj Face Mill

oD1 oD1 gigﬁgle)
od od "’l'ypc
-0 LN AE&%: +23°
1] B N RR. 7
ol ol ‘ 7517 e
: : st Ay
3 ] \\\> Iz
= T, T % |
oD oD
Fig.1 Fig.2
.T_I-;f Toolholder Dimensions
: ‘&Bu':u' Spare Parts
E E T‘r;f(mm) 7'57}‘ m E =~ E— ~ B e
E W pimensc b TR | (¢g) | Prin | ‘v, | S
Description stock | No. of Coolant | Shape o R et
Inser| 51y | oD1| od |@d1|ed2| H | E | a | b | S | Hok E % \
MEC 040R-11-5T-M| ® | |40 ]34 (161485 20 | 55|85 0.3 30,000
050R-11-5T-M| @ 50 40 0.4 22,500
- 063R-11-6T-M| o | | .. |40 221812 22163104 0.6 20,500
£2 063R-11-6T %4 |Fig1/0.8 20,500
§§ 080R117T | ® | 7 |80 52525420 | 1450 | 26| 6 | 95| 10| 1o |SB-2555TRG|  DTM-8 18,500
7 100R-11-9TN | ® | 9 [100| 65 |31.75| 26 [17.6 32| 8 [127 1.8 17,000
125R-11-11T | @ | 11125/ 80 381/ 45[ 32|63 | 38 |, |159 3.4 15,000
160R-11-14T | ® | 14 [160[100/50.8| 70 47 19.1 Fig2| 4.4 13,900
MEC 050R-11-7T-M| @ ]
s 063R-11-8T-M T 40| 22|18 1240 122163104 gg 23’288
5= —— - - @®| 8|63 10| *® |Fig1- 28 spo555TRG|  DTM-8 :
1k 063R-11-8T o054l 2011450 | 26 | 6 |95 Yes 0.8 20,500
7 080R-11-10T | ® |10 80 525> : 1.0 18,500
MEC 040R-17-4T-M| ® | 4034|1614 /85 20 |55|85 0.3 25,000
050R-17-4T-M| @ 50 40 0.4 17,000
- 063R-17-5T-M| o [ | . | 40 221812 22163104 0.6 14,500
&% 063R-17-5T 4 |Fig1]/0.8 14,500
= - N )
§§ 080R-176T | ® | 6 |80 525254/ 20| 14|50 | 26 | 6 | 95157 7 10 |SB-4070TRN|  DTM-15 15,000
7 100R-17-7TN | ® | 7 [100]| 65 |31.75| 26 [17.6 32| 8 [127 1.8 10,500
125R-17-9T | @ | 9 |125| 80 [38.1/45 |32 | 63 | 38 |, |159 3.4 8,900
160R-17-12T | ® | 12 |160|100/50.8| 70 47 19.1 Fig2| 4.5 7,400
MEC 050R-17-5T-M| @ | 5 | 50 0.4 17,000
%g 063R-17-6T-M| o [ .| .| 40 2218112140 22163104 = 0.6 14,500
5 063R-17-6T 157 Fig.1| 0.8 |SB-4070TRN| DTM-15 | 14,500
= Yes
1 080R-17-8T | ® | 8 | 80 52520420 | 1450 26| 6 195 ¢ 1.0 12,000
100R-17-9TN | ® | 9 |100| 65 [31.75| 26 |17.6| 63 | 32 | 8 [12.7 1.8 10,500

WSS EEEHDRECICDULT Maximum Revolution
IV RIWRUAYFZR> CrmbE EICEERE BT

0. WONICKDTF Y TPEmORBENEUDHEHEHDET. PRIDESEZTELL

?ﬁﬁtﬂ‘ﬁu%1¢ For recommended cutting conditions, see page @ P2 1

[aAN

When running the end mill and cutter at the maximum revolution, the insert or holder may be damaged by centrifugal force. For more details, see "Warning" on page 21.

OtV —-AN—I7—(H—SVMIZAMNERALDEER

When using Center-through Air / Coolant /Mist

I —2AN—T7—(O—5VMZAN) ZHEADERE. ZNCHBUIc T —/\%Z

BEAL.EEETNTVET ., 7—/\—BTARILNEICTIS Y TUTLEE L,

If Center Through air (Coolant, Mist) is used, please use appropriate arbor and clamp with arbor bolt. (Tablel)

OMECOHZERIAHKCKBBHIDE EIFEICDOLT

MEC's surface finish when shouldering with multiple passes

MECE T 1 —RZVICKDEERYIAH CIHFHOSNFINTEEZZDRICE. 11T35 1 T&

thiAdap=5.5mmLIA. 170451 T EtNiAdrap=9mmERELTLEE L,

1 (Table1)

ottt Beasiion | Afor s or (it | Wnen
MECO40R-++-M HH8X25H LW-S(EiREmm)
MEGOB3R- -~ HH10x30H P e
MEGOS0R--— HH12x35H T
MEC100R-+++-N HH16X52H LW-12( g1 2mm)
MEC125R-+ HF20X53H LW-14 (T 4mm)
MEC160R-- HF24X60H LW-17 (Tl | 7mm)

In order to obtain smoothly finished shoulder wall with multiple passes keep less than 5.5mm
for 11T3 type and also keep less than 9mm for 1704 type.

LYFEBLTVEEBADT, BEETEBALIEE L,

‘Wrench is not included. Purchase separately.

M J—7R(re) 1.6L EOFy TZETI 5EE . KENDENIHUETY , FRTEFZBRIC. AMFEEBICEN T ZREL TLEEW, (3—FR1.2(re) MTOESENTRFETTY)

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

@ ZHETEE  @:Standard Stock

FyTA—FR(re) | REABADBIN I T (mm) | HARBBAOBMTERIREHELET,
Insert Corner-R(r€) Additional Processing Dimension (mm) to Body Corner @W‘J—(Eﬁﬂlﬁ")gjé\li\ ﬁ”’};@gl
1.6 Round- shaped additional processing is
R1.0 ‘When applying chamfer, do not cut awa;
2.0
24 R1.2
Sh R1.6
4.0 R2.5

SEBL TR,

recommended.

y too much.
s T S
ody Corner o itionally Processe y T La
EMTE EMIE  Comerree)

Pre-processing Post-processing

18
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. M ECEE’\W I\‘\ MEC type Head

L1
M1 [_L,
E«DF_ * |
| T8 tqkHr---1 7 _ -
O e 13 A e 5]
el
A |
B B A-ARTE
A-A Section
L
‘T_hf Dimensions
. LA
T_r 7£ Dimension (mm) Rake Angle _ i@e =
3\];& ° J—5UN E:\yj =
;_-?IE § EJE . /'I'\—}l/ Applicable 2
Description Stock I;IO‘ o Coolant Inserts Max. spindle
A nsert ™ revolution
oD oD1jod1| L |L1 M1 H B S (QAF)‘(') RR.| "¢ | o p7pg | (min)
MEC 16-M08-11T-2T | ® | 2 | 16 [14.7| 85| 43 | 25 | M8xP1.25 | 12 | 8 +18° | -14° 43,750
20-M10-11T-2T | ® | 2 | 20 |18.7/10.5| 49 | 30 | M1OXP15 | 15| 9 +20° | -10° 41,000
20-M10-11T-3T | ® | 3 | 20 |18.7/105 49 | 30 | M10XP15 | 15 | 9 | 10 | +20° | -10° | P |BOMT1ITS 7 o00
il e : ves |BDGT11T3 :
25-M12-11T-3T | ® | 3 | 25 | 23 |12.5| 57 | 35 | M12xP1.75 | 19 | 10 +21° | -10° 37,500
32-M16-11T-4T | ® | 4 | 32 | 30 | 17 | 63 | 40 | M16XP2 24 | 12 +23° | -g° 33,900
MEC 25-M12-17-2T | @ | 2 | 25 | 23 [12.5| 57 | 35 | M12XP1.75 | 19 | 10 157 #16° | -11° | x| BDMT{704 | 35,000
32-M16-17-3T | ® | 3 | 32 | 30 | 17 | 63 | 40 | M16XP2 24 |12 | | 4170 | 7o | Yes |BDGT1704 | 30000

R EREIDIRECICDULT Caution about the Max. Revolution
EoTHReEERL EICEESE/EE . BONICK)FV TP ROREEDELDBEDPHIETDTEFRBEOET,

‘When running an end mill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.

.II:IIBI%:I Spare Parts

&

Description

||:|:|I:| Spare Parts

95V TRAoYa—

Clamp Screw

LF

Wrench

Bt ERLEA]

Anti-seize Compound

N—r

E

-

20-M10-11T-2T

MEC 16-M08-11T-2T

32-M16-17-3T

for Insert Clamp Recommended torque is 3.5 N-m.

20-M10-11T-3T | S0 299°TRG DTM-8 MP-1
BMINTAT || i AbLI1 2N
32-M16-11T-4T

MEC 25-M12-17-2T SB-4070TRN DTM-15
———— Fv IS TRRANLZ35NM

‘ MP-1

g ERG LRI (MP-1)(&, FYTEBIET B8R, 752 T AT ) 1—07 —/\ERERUANSESER L T EA<TEZL,

Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.

. :E:J“:l. 5 - I y FE} bﬁﬁ@%ﬁ Modular Type End Mill Identification System

MEC 16 - MO8 - 11T - 2T

)= MIE
Series Cutting Dia.

FHHLDRUE

Thread Dia.Tolerance

FYTHAX

Insert Size

X

No. of inserts

@ : 1FHETEE Sud. Stock




BWEIVRKIIL

Applicable End Mill \

BE7Z =N
Applicable Arbor

. BT7 _} \“ (/\“J F&tmm ¢ 2 E*ﬁ'*ii& i{tﬂf\) BT Arbor (for exchangeable head/two-face clamping spindle)

T=54> Gage line

L (rF—=>m Gage face)

I e
8 8 BE EF 4=
= NR—Ib -
(> B2—2I—A=)
Coolant Hole
(Center Through System) Attachment image
.T_hf Dimensions
A
~F 3% Dimension (mm) = s smm A
s—5yp |GEER) TIRE)L
Bl & = ik—Ib clamping Applicable
Description Stock Coolant End Mill
L |oD1|ed1| S | 21 | €2 M1 Hole G @ P19
BT30K- MO08-45 [ J 147 85 | 20 11 | M8XP1.25 MEC16-M08:-
M10-45 [ J 45 118.7 |10.5| 21 9 12 | M10XP1.5 jﬁ BT30 MEC20-M10--
es
M12-45 [ 23 | 125 24 15 | M12XP1.75 MEC25-M12--
BT40K- MO08-55 [ J 55 |14.7| 85 | 20 11 | M8XP1.25 MEC16-M08:-
M10-60 [ J 60 |18.7 |10.5| 21 9 12 | M10XP1.5 5 BT40 MEC20-M10--
M12-55 [ J 55 23 |12.5| 24 15 | M12XP1.75 Yes MEC25-M12--
M16-65 [ 65 | 30 17 | 25 16 | M16XP2 MEC32-M16--
" — I @ : FHETEE Sud. Stock
.Iy '\:} bﬁ;j]}gﬁa' Actual end mill depth
BEIVRI)L TIVRI)IVEZERS (mm)
Applicable End Mill Actual end mill depth
~ 77— V&
Arbor Descgri=p§n NI &
1) Cutting Dia. Dimension
_ _ ]%cription M L2
. oD L1
s = BT30K- M08-45 | MEGC16-M08- 016 25 31.8 6.8
c 7 M10-45 MEC20-M10-- 020 30 36.8 6.8
M12-45 MEC25-M12-- 025 35 42.8 7.8
S, BT40K- M08-55 | MEC16-MO8-- 016 25 31.7 6.7
M
M10-60 MEC20-M10-- 220 30 38.7 8.7
M12-55 MEC25-M12-- 225 35 44.6 9.6
M16-65 MEC32-M16-- 232 40 51.2 11.2
.7_1 tﬁg@ﬁﬁ Arbor Identification System
BT30 K - MO8 - 45
. . c = 5 4 C atm e g
7oy X | [2EEREA| | FERRCYAX ) s opsnss
Arbor Size spindle pine Thrg?;jm[;izneg or Length from the gage

20
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"JTj‘I/_jJ JT Chipbreaker

. }Eﬂp"gctﬂ ﬁu%1¢ Recommended Cutting Conditions

ixb (MmM/1t) Feed per tooth(mm/t)

;Eﬁa—"yj*z*i (tJJ'ﬁ'lJiEEm/mln) Insert Grades (Cutting Speed : m/min)

UL e el B o MEGACOAT  |RVPRCF«d QPR Tedd
MEC10-MEC19 | MECETE. | TN10OM | PR1535 | PR1225 | PR1210 PR830 CA6535
RFR (SxC)10.06-0.1-0.15/0.08-0.15-0.25 120~1§0~200 120~1§0~200 120~1§0~250 - 120~1§0~200 ;
TEH SOV 10.06-0.1-0.12  0.08-0.15-02 100~1§0~180 100~1Z§0~180 100~1EO~220 - 100~1Z§0~180 ;
I, (SKD/NAKS) 10.06-0.08-0.1 0.08-0.12-02 80~1§70~150 80~1§70~150 80~1I0~180 - 80~1§0~150 ;
477428 (5US304%)10,06-0.08-0.1/0.08-0.12-0.15 ; 100~1g0~2oo 100~120~200 : 100~1Z§0~180 ;
REHFR FC)  10.06-0.1-0.15 |0.08-0.18-0.25 - - - 120~1§0N250 - -
ﬁﬁ?&: I}Iboﬁﬁ 0.06~0.08-0.1| 0.08-0.15-0.2 - - - 1004;0400 ; )
NIBMMSE 10.06-0.08-0.1/0.08-0.12-0.15 - 20N3*0~50 - - - 20~ﬁ)~50
FoagE (T-6A-V) 10,06-0.08-0.1| 0.08-0.15-0.2 - 30~5%~70 - 30~$0~70 - -

x ngﬂﬁ?ﬂéﬁ\ }9?%@‘i7@ibﬂl%ﬁﬁo Wet cut is recommended for Ni-base heat resistant alloy and Titanium alloy

'JSj‘l/_jj JS Chipbreaker
1ED (MM/t) Feed per tooth(mm/t) ﬁﬁi;gﬁg%&fggjgfﬁnﬁym)
oA U AN | | MEGACOAT |PYDI-Z? QDI 7427
MEC10-MEC19|  MEZMECSD | pR153s PR1225 PR830 CA6535
i P 0.06~0.1~0.12 008-0.15-0.18 120~1§0~2oo 120~1§0~250 120~1§0~2oo -
G (SCM) 10,06-0.08-0.1 0.08-0.12-0.15 100~1§0~180100~1EO~220‘|00~1§0~180 )
S (SKD/NAKS) | 0.06-0.08-0.1 | 0.08-0.1-0.12 80~1§)~150 80~1:0~180 80~1§0~150 -
?{S{Hég&ﬁg) 0.06-0.08-0.1| 008-0.1-012 | 100 180-200  100-160-200 100-140-180 )
NIZTHEE 1006-0.08-0.1] 008-0.1-012 |, 30 o0 - - QONfON\LSO
758% (T-6A-V) 10,06-0.08-0.1| 0.08-0.1-0.12 30~§E~70 - - -

* NiEM#ER. F2 52T TEHLE,

Wet cut is recommended for Ni-base heat resistant alloy and Titanium alloy

*EE1IEIR vosERlR

% : 15t Recommendation %:2nd Recommendation

KB 1HESE YrEEoHEE

%:1st Recommendation 3:2nd Recommendation

'dAj I/_jj JA Chipbreaker '9‘417:EVFPCD
Y7y 7478 (8 Em/min) Y7 T4 (SREm/min)
Insert Grade (Cutting Speed : m/min) Insert Grade (Cutting Speed : m/min)
wHIM %D (mm/t) 7 . ) =D (mm/t) ; <K
Workpiece Material Feed per tooth(mm/t) hﬁﬁ Sarbide Workpiece Material Feed per tooth(mm/t) 9 /r _\7 'Y l\ IFCID
GW25 KPD230)(KPD0O}1)
7IL=E%(Si 13%UT) 0.05-0.3 200-800 ZIW=E2(Si 13%UTF) 0.05~0.2 500~1.500
Aluminum alloy(Si less 13%) ° - Aluminum alloy(Si less 13%) - . ’
ZIL=E52(Si 13%LLL) 0.05~0.2 200~300 ZIL=E=(Si 13%LLE) 0.05~0.15 300~1.000
Aluminum alloy(Si over 13%) : . Aluminum alloy(Si over 13%) : : )
S T ERREE U TBTOE N, SACEARRRIEL BN BOET,
SIS o To avoid the significant hazard to you, we ask for your cooperation in carefully observing the following guidelines.
2514‘53522@%%@&%&[:3[,\(0)%% Warning about Maximum Revolution indicated on the Product
1. AAS O ROAICRHORBEENEBR EES TRALENTUZE N BONICEDF v TORBORE. 55U\ KT+ DA My SIS
HHEC AR SBDET . e
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 s
centrifugal force. ~20,000 G16
2. REDERBEHRIE. M T ERY DT v T OHEHIZHOEEA TREL TLEE L,
Machine within the recommended cutting conditions of the insert. ~30,000 G6.3
3. B&EEE(10,000min-1L L) TEAY %188 (d. TEAREKE 7 —/\—DEFEDE T ALDBEESE(C. I\SYARDZETo>TLIRE L, 30,000~ G2.5
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.




.ﬁﬂy)ijﬂaf"\ujj} I/'} (_Fjj} l/ (75 y:J“) HI]I":DL‘-C Note for Slant Milling, Helical Milling and Vertical Milling
FHEAHINI - NUHILINT N—=FAh) (T5VY) MT

Vertical Milling

Slant Milling + Helical Milling

@ RDEH NI DEEFa AN ZHELET .

@ NUAIINT—EIXHDDiEd RS (F FTEDYEIRENRZCSR
FELET
M T7—JO—ZFERALTLEE0,

@ 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.

I WEFyTH SPNES ° 3 3
C?luting ?ﬁa. lﬁi\;l::lplical{le 155? Mﬁﬁﬁﬁgﬂg(&} )[R WEFYTHE N=FHIVERATEIAH (ae)
216-018 3° Cutting Dia. Applicable Insert Max.W.0.C.(ae)
019021 5 016 BDMT11T3%47 1 5mm
022~025 BDMT11T3%4( 7 2.5° 219 BDGT11T3%17 :
328~032 BDGT11T3%17 1.5°
040 0.7° 020 BDMT11T3%247 5mm
QSOLL{J: over ﬁi&ﬁbiﬁ'ho Not recommended 2160 BDGT1 1T35l'f7°
025 8°
932 BDMT1704%47 5° 025 BDMT1704%1 7
240 BDGT1704%17 25° . BDGT1704%47 8mm
050L1E over ﬁﬁﬁbiﬁ/‘bo Not recommended

BDMT 110354 F&/N\—FHIL (TSI NI EHERHLEE Ao

BDMT1103 inserts are not recommended for Vertical Milling.

J (& J

BDMT1103% 1 F(3fDiEIHFNUA) VI TZHRHLE B Ao
BDMT1103 inserts are not recommended for Slant Milling or Helical Milling.

./\Ujjj IJIII]I(': J:%EEEIJ \71\1“]1?§0) E E Guidance of minimum cutting dia by helical machining.

MILIR

Holder Dia.

MEC#Z! 016 | 018 | 620 | 622 | 225 | 228 | 30 | 232 | 240 250

ANUFIVIITIC LS
BATNIEDER | oo

Guidance of minimum cutting dia

225 229 233 239 245 249 253 269

AUAIAITIE
HELEEA

Helical machining is

by helical machining.

ANUAIVIIT#. EEE
ZZYMNCINIY 3355
RNANMIZEDOBR

Guidance of minimum cutting dia

BD_T11T3%1~7

not recommended.

228 232 236 240 046 252 256 260 o076

in case of flatting bottom after
helical machining.

ILIR

Holder Dia.

MEC#! 225 232 240 050

AUAIVINTIZES
BNAIMIRODER

Guidance of minimum cutting dia

034 048 064

BD_T1704%1~

by helical machining.

ANUDIVIITE EEE
TZYMIMNIT35ED
NI ROBER
Guidance of minimum cutting dia
in case of flatting bottom after

helical machining.

046

260

Q76

ANUAIVINT IS
HELEEA
Helical machining is
not recommended.




.M ECEE Iy FE} IJa)t)J ‘E’u ﬁléjj (lJTj‘I/_jJ) Cutting Performance of MEC END MILL (JT Chip breaker)

OIIRETIOMmRILY (B BREY vV D)

Cutting Edge Length 10mm (Standard/Same Size Shank)

@QYARET10mmiKILY (AVT Vv D)

Cutting Edge Length 10mm (Long Shank)

23

)1 S B % RIVEAREL | IR shape T RIS RIVEREL | IR shape
- - sFizA (mm) o » ~HEA (mm)
Cutting Dia. Description Overhang Length Cutting Dia. Description Overhang Length
010 |MEC10-S10-11 17 - 220
o755y | MEC20-S20-140-11T 60 | 90
Long Shank
912 |MEC12-S16-11 20 | 30
@25
v5oevy | MEC25-S25-160-11T 60 | 100 w
016 |MEC16-S16-11T | 30 | 45 oA \
220 | MEC20-S20-11T 30 | 45 232
nvjvws | MEC32-S32-200-11T | 100 | 130 # 1 <
Long Shank 6
225 | MEC25-S25-11T 32 | 48 =
240
v5uevy | MEC40-S32-240-11T | 100 | 130
032 |MEC32-S32-11T | 40 | 60 ekt
(Vc=120m/min_#El#4 wo Maeria:S50C) (Vc=120m/min #El#1 wok Maeia:S50C)
RUZE BEINIDIZEE Atshouldering | lMEEITDIRE At Slotting RIE WEINIDIZEES Atshouldering | MEENLTDIRE At Slotting
. (thiAtEae=0D/208) | BEDAHFMNI-AUANIOES » (thiAtgae=oD/208) | BHDAHNI-AUALNIOES
Description Cutting depth (ae)=half of cutting dia. At Slant/Helical Milling Description Cutting depth (ae)=half of cutting dia. At Slant/Helical Milling
ap(mm) ap(mm)
10 10
8 8
2 2 oy 2
MEC10-510-11 | 2% . %, -S?0:14()\-11T H
) & AYT47 &
2 2 ﬁ—ﬁ;w Long Shank : :
0605 01 o015 02 0605 01 015 02 0505 o1 o015 02 0505 01 015 02
3%4) fz(mm/t) Feed per tooth %Y fz(mm/t) Feed per tooth 3%+ fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm) ap(mm) ap(mm)
10 10 10 10
8 8 8
i 2o ‘st | 31 7o
MEC12-S16-11 | 2 , %4 i af-- %4
4 = - (mp2N2 04 &
2 2 Long Shank 2 [
0605 01 015 02 07605 01 o015 02 0505 o1 o015 02 0505 01 015 02
3%+) fz(mm/1t) Feed per tooth %4 fz(mm/t) Feed per tooth %) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
10 10 0 0
8 8l-- 8f--
oo - MEC32 - g
2 © 2° $32-200-11T | % °[ 3°
MEC16-S16-11T | % % Ravtesd 2 4l 2
1o £ oy | i
2 2 Long Shank 2 : 21 :
005 01 o015 02 07505 01 o015 02 0505 o1 015 02 0505 01 015 02
3%+) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth 3% fz(mm/t) Feed per tooth
ap(mm) ap(mm) ap(mm) ap(mm)
10 10 0 0
. o MEC40 0l 9|
A A 6 X X R A - A
MEC20-S201T | 2 , . S322A0NT | 5 | 2.0
3 s (R 2 %4 f 3
2 2 Long Shank 2f-- : 2r- :
07605 01 015 02 0605 01 o015 02 0 5% o1 015 02 0 5% o1 015 02
3%4) fz(mm/t) Feed per tooth 2% fz(mm/t) Feed per tooth 3%+ fz(mm/t) Feed per tooth 3%+ fz(mm/t) Feed per tooth
ap(mm) ap(mm)
10 10
8 8
26 2
MEC25-825-11T | 2 , %4
& &
2 2
0505 01 015 02 07605 01 o015 02
%4 fz(mm/t) Feed per tooth 3%¥) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
10 0
8 8
MEC32-832-11T | % , %4
& &
2 2
0=%05 o1 o015 02 0605 01 o015 02
$#4) fz(mm/t) Feed per tooth 3%¢) fz(mm/t) Feed per tooth




OYIHERE15.7mmik)LS Cutting Edge Length 15.7mm

[Vc=1 20m/min mﬁu*z Work Malerial:S5OCJ

%) fz(mm/t) Feed per tooth

TR EAE FIVFRHEL RUZE WENTIDBEHE At Shouldering BN TODEHE AcSloting
- - HiEA (mm) - (thiAiEae=oD/2DHF) BEHAHNL-AVAIINIOBE
Cutting Dia. Description Overhang Length Description Cutting depth (ae)=half of cutting dia. At Slant/Helical Milling
225 | MEC25-S25-17 36 | 54
ap(mm) ap(mm)
032 | MEC32-$32-17 40 | 60 20 2
16 16
040 | MEC40-S32-17 50 | 75 o 2
A12 A12
& &
@25 MEC25-S25-17 % 8 %
ooy | MEC25-S25-160-17 60 | 100 4 78
Long Shank 4 4
232 0
oy MEC32-S32-200-17 100 130 0.05 0.1 0.15 0.2 0 0.05 0.1 0.15 0.2
Long Shank #¢) fz(mm/t) Feed per tooth #¢) fz(mm/t) Feed per tooth
240
ovjvs | MEC40-S32-240-17 100 | 130
Long Shank ap(mm) ap(mm)
20 20
FSAR shape 16 16
D12 P12
- - #
MEC32-832-17 N z .
& &
4 4
07605 01 015 02 0605 01 o015 02
3%¢) fz(mm/t) Feed per tooth 3%¢) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
20 20
16 oo 16
P12 P12
A
MEC40-532-17 4 2.
& &
4 4
0605 01 015 02 0505 o1 o015 02
%) fz(mm/t) Feed per tooth 3%+) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
20 20
16 16
MEC25-S25-160-17 Pz P12
Axdwy %8 %8
Long Shank & &
4 4
0605 01 015 02 0=%05 01 o015 02
%) fz(mm/t) Feed per tooth %) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
20 20
16
16
0 12 )
MEC32-S32-200-17 2 iz
D S %8 R
Long Shank 4 8
4
07005 o1 o015 02 0005 01 o015 02
3%4) fz(mm/t) Feed per tooth 3%¢) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
20 20
16 16
MEC40-832-240-17| 12 D12
AT vy % 8 % s
Long Shank g &
4 4
0605 01 015 02 0

0.05 0.1 0.15 0.2
3% fz(mm/t) Feed per tooth

24
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.M ECEE 7 I_XE} ba)tﬂﬁualéjj (lJTj‘I/_jJ) Cutting Performance of MEC FACE MILL (JT Chip breaker)

PARET10mmik)LS Cutting Edge Length 10mm

[VC=1 20m/min *ﬁﬁu*a‘ Work Muleriul:SSOCJ

MNTR FE FRIVERHEL m EEMIDEE At Shouldering
- A (mm) gg (YhiAigae=0D/2DH) WENLIOBE AtSloting
Cutting Dia. Description Overhang Length Description Cutting depth (ae)=half of cutting dia.
040 | MEC040R-11-5T-M 115 o o
250 | MECO050R-11-OT-M 100 2 8 o 8
MEC040R o 2 o
063 MEC063R-11-OT o5 11-5T-M %4 % 4
MEC063R-11-OT-M 2 2
0505 o1 o015 02 0505 o1 o 02
280 | MECO080R-11-OT 95 34 fz(mm/t) Feed per tooth 1;) fz(mrlm/l) Feed1 ser tooth
2100 |MEC100R-11-9TN a:)gnm) a:)((r)nm)
MECO050R 8 8
0125 |MEC125R-11-11T 108 A1-OTM 7, 7,
0160 |MEC160R-11-14T l %4 % .
o MEC100R <, <,
FIAK shape | \ -11-9TN L A
005 01 015 02 005 01 015 02
3%+) fz(mm/t) Feed per tooth 3%+ fz(mm/t) Feed per tooth
[ ap(mm) ap(mm)
10 10
MEC125R o -
11T 2 e %
MEC160R £ z 4
-11-14T 2 2
0 065 0.1 0.15 0.2 0 065 0.1 0.15 0.2
3%4) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
PARE15.7mmiRk)LU%  Cutting Edge Length 15.7mm (Vc=120m/min #El#4 work Maeria: S50C)
INI& U FIVERHL m MBI DEBE At Shouldering )
- - ~FiA (mm) ;g (tNiAIEae=0D/2 D) WENMNTIDIBE AtSlotting
Cutting Dia. Description Overhang Length Description Cutting depth (ae)=half of cutting dia.
@40 | MEC040R-17-4T-M 115 ol Sptmm)
250 | MECO050R-17-OT-M 100 mw = - 16
MECO040R a2 a1z
063 MECO063R-17-OT 95 A7-4T-M s %o
MECO063R-17-OT-M A A
0505 o1 015 02 0505 o1 of5 o2
280 MECO080R-1 7_OT 95 3%4) fz(mm/t) Feed per tooth 3%+) fz(mm/t) Feed per tooth
0100 | MEC100R-17-OTN som o
2125 |MEC125R-17-9T 108 o = o
MECO050R a1z a1z -
2160 |MEC160R-17-12T A7-0TM % s %8
G20 Shape / | ¢ | ¢ |
0605 01 o015 02 005 01 o015 02
%) fz(mm/t) Feed per tooth %) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
[ 20 20
MECO063R 16 ... 16
-17-OT(-M) P12 P12
MEC100R g 4 g .
-17-OTN : :
0605 o1 o015 02 0605 01 o015 02
%) fz(mm/t) Feed per tooth #%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
20 20
MEC125R 1 1
A7-9T|  An 2
MEC160R % 5 %8
-17-12T 4 4
oo o2 o T o105

3%+) fz(mm/t) Feed per tooth

3%+ fz(mm/t) Feed per tooth




.ﬂﬂngéﬁu Case Studies

RC55mu—tv1es)

Prehardened Tool Steel

‘T ARE—2X Test Piece
(54~56HRC)
-Ve=50m/min
(n=800min"")
-apxae=2x14mm
«fz=0.125mm/t
(Vf=300mm/min)
B0 Dry
‘MEC20-S20-11T
-3tA 3teeth
-BDMT11T308ER-JT

55400

(PR830)
==/ 1.ocm™(i Cl
Metal Removal Volume=71.3cm’(continuable
fti#t TR=)LK PID< FIREE=2.9cm* (FyEY IRE)
Competitor K Metal Removal Volume=2.9cm’(Chipping)

- 7L—h Plate
-Ve=88m/min
(n=1,400min"")

-ap=5mmx2/\R Pass
‘fz=0.12mm/t
(Vf=500mm/min)
B2 Dry
‘MEC20-S20-11T
-3tA 3teeth
-BDMT 1 1T308ER-JT
(PR830)

23{E “3—7 23 pes/edge

it TVR=ILL

Competitor L

10~11{8/3—7%+
10~11 pes/edge

it TV RS )UK (225 (28 F) Ve=40m/min fz=0.075mm/t apxae=
2x3mm) (&, 100 TFYEVIDREU EVHIEBED O,
‘MECIZZDH 7y T TE L AIHIF 10D ITH THIERICRIFC. IS ER
aTgg,
-Comp. K(¢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.

(A=Y —4ZDFHMEICELD) Evaluation from the user

‘MECI&. TEFamb2fEM Lica LUz,

*MEC doubled Competitor L's tool life under the same machining conditions.

(A=Y —RDFHMICED) Evaluation from the user

SKD61#ES (AEIEH)

(Hot Tool Steel)

sSuUS304 220
90 40 90
+FL— Plate 2
-Vec=125m/min “ y =
(n =1,600min") Q8
-ap =9.0mm .
«fz=0.Tmm/t A@ V ?e
(Vf=320mm/min)
82 Dry HIBREB 5 (44 7l)
‘MEC25- S25-17 Cutting Pan(4p1aces)
2H 2 teeth
-BDMT170408ER-JT 1 |
(PR830) @
0=

4pcs/edge or over

ftt TR=)LUM

Competitor M

&, 3—7LF  Under Ipcledge

& Mold
-Ve=130m/min

(n =1,040min") 50
-ap X ae =(~3)X (~5) a3 %ﬂ
(MNILEFICKDZEE)) 68

(depends on machined part) 4

«fz =0.18mm/t
(Vf=936mm/min)
B30 (I7-70-) Dry (with air) o

‘MEC40- S32-11T
BHA 5 teeth R,
-BDMT11T308ER-JT 68

(PR830)

78

JJ\ =]
2 Hours (Less Wear/Can Continue

2 B8 (Fv I RIBICKDHIE)

2 Hours (Cracking/Cannot Continue)

it TR=)UN

Competitor N

Mt TYRI)VIM(RO—=T7 14 S5 T4 VI TR )V) [FEIEHERDEL  Fv IR
Eg%}btmtm MEC(Z41E (165 LU THREH KL, MR TIEE
THofc,

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

(A—Y—RDFHMICED) Evaluation from the user

-MECI&th#t TV R=)UNISEEA. YIRS/ F v THF S HICREF T Mt TVRIIUNE
BRENTI#TOFVvITEREMEL FlF TERRRFIRNRE THole,

Attt TR )UN (BRI E4R) (EVF=936mm/min (fz=0.15mm/t) TEMA.
*MEC tool life was better than Competitor N. 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)

(L —J—HRDFHICKD) Evatuation from the user

SCM420

FYIIIWRTTUVT
Knuckle Steering
‘Vc=150m/min
(n=1,200min"")
-ap=0.5~5mm (F8HID)
(Corner Machining)
fz=0.1mm/t
(Vf=478mm/min)

“#23 Dry
‘MEC40-S32-17
AMHA 4 teeth
‘-BDMT170408ER-JT
(PR830)

IRTERS

Machined portion

NIE S &

Ni-base Heat Resistant Alloy

it TRZ)LO

Competitor O

40fE,3—7 40pcs/edge

& —E~/EBEA Turbine Part
-Ve=15m/min
(n=120min")
-ap=0.5mm
«fz=0.08mm/t
(Vf=38mm/min)
SR Wet
‘MECO040R-17-4T-M
AFH 4 teeth
-BDMT170408ER-JS
PR1025(PR925)

cs/edge

It TVRIILP

N
Competitor P MEAT, 3—F  Less than Ipc/ edge

‘MEC it TV RSILOICHA fE EFEIRIFC. TEFH BB LCE LU,

*MEC surface finish was better than the Competitor end mill O and the tool life was over
300% longer.

(A=Y —H5DFHMICED) Evaluation from the user

M T YRIIVP(OA—FT VI FvI) TET—I 1EDMINTEED olehl
MECHw&—TI&9E, I—F DI Ih R L. £ EFEBRIFCH ol

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

(2 —HY—4RDFHMICKD) Evaluation from the user

26



27

.MECXEE Iyl\“E“J End Mill

oD 5. Eg‘ B e [
:E:—:Z%:— L I o=l S
] =
L L
Fig.1 Fig.3
oD 52 %\
‘—J/T — == I =l %
§ 7’:;777;1’:’&
=i >
'J 2
Fig.2 L
Fig.4
.IVI\“E}l/T_ﬁf End mill Dimensions
7 prt o are rarts
o gEem | vwmo (T | e
o 2 imension(mm ake Angle = c 2 o 9359729 1— UYF eablo = Ly s
De%c%l%on E g ?ﬂ :‘5 |< g :Iﬁk/‘ g Clamp Screw Wrench ApIpnlserl'Jl ﬁETIT“ITI)
P 2 b gl L 2 s AR. RR Té @ P8 Max. Revolution
°0| @ wix) BR 1L T |\
MECX 08-S10-07-1T ® | 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
17-516-07-3T ° 17 -11.0 42,400
= 3 100
# 18-516-07-3T ) 18 | 16 -10.9 41,600
Az — 20
ESE 20-S16-07-4T ) 20 6 -10.4 f DTM-6 | BDMT0703 40,200
= ER 4 110 16.3 * |Fig.3
‘(;; 'jr, 21-520-07-4T ® 21 -10.1 SB-2042TRG 39,500
ST 20
A 255200757 | ® 25 9.7 37,000
5 120| 25
26-S25-07-5T ° 26 | 25 -9.5 36,500
33-S32-07-6T ® | 6 |33/32|130|30 -8.8 33,100
Z5|MECX 20-516-07-5T ® | 5 |20 16 |110|20 -10.4 40,200
%z 6 [16.3 f Fig.3 | SB-2042TRG | DTM-6 | BDMT0703
L 25-820-07-7T ® | 7 |25|20|120| 25 97| 37,000
MECX 10-510-07-1T @ | 1 |10]10 17 12.8 |-18.7 Fig.2 47,100
80 — SB-2035TRG
= 12-§12-07-2T ® | 2 |12]12 18 14.3 |-13.7 46,200
= 16-516-07-3T ® | 3 |16|16(100 -11.3 5 43,200
e 20| 6 3 DTM-6 | BDMT0703
_ | e 20-S20-07-4T ® | 4 |20|20/|110 -10.4| *° |Fig.4 40,200
B A 16.3 SB-2042TRG
53 7 25-§25-07-5T ® | 5 |25|25|120| 25 9.7 37,000
32 32-S32-07-6T ® | 6 |32/32|130|30 -8.9 33,600
73
MECX 16-S16-07-4T ® | 4 16|16 [100 -11.3 43,200
20
%‘ 20-S20-07-5T ® | 5 |20|20(110 -10.4 %5 40,200
5: 6 [16.3 B |Fig.4 | $B2042TRG | DTM-6 | BDMT0703
«jrﬁ 25-525-07-7T ® | 7 |25|25/[120| 25 97| 37,000
32-S32-07-8T ® | 8 |32|32/130|30 -8.9 33,600
= MECX 17-S16-130-07-3T | @ 3 |17 |16 |130 -11.0 42,400
0. % 20
EIDSE 21-820-140-07-4T | ® | 4 | 21|20 [140 -10.1 5 39,500
RS 6 |16.3 B |Fig.3| sB2042TRG | DTM-6 | BDMTO703
EJ ?;lw 26-S25-160-075T | ® | 5 |26 |25 |160| 25 95| 36,500
“ 33-532-200-07-6T | ® | 6 |33 |32 |200| 30 -8.8 33,100

BESEEFIDZRELICDULVT Maximum Revolution

IV RINWRUDY S ZLR > TREEEM EICEGRS B

?ﬁﬁtﬂ E’U?ﬁﬁ: For recommended cutting conditions, see page @ P29

lMECX?.!I‘JI\E)b@%ﬁﬁﬂ]ﬂalCJ:Z)EE"JDﬁJ:b‘E(C’JMZ For good shoulder finishes by MECX end mill using multistage D.O.C.
MECXEITY RIIVICKDZERUIAH T, THSHIFINTEREZSDARICIE. 1EZHD DYAFZap=5mmlIAE UL TLEE L.

In order to obtain smooth cutting wall surface by MECX multistage D.O.C. set D.O.C. within ap=>5 for each cut.

@ IRELE

0. BEOAICKDF v TOBRORMENEUDEENEHDET. PRBOEEZTELIZE L,

When running the end mill at the maximum recommended revolution, holder or insert breakage may occur due to the centrifugal force. Please see "Warning" on page 28.

@:Standard Stock



.MECXE! J1—A=) U Face min

oD1 oD1
od od
b b
1 . (A
® 7{ ® 7{
092 ] |od2 |
od1 *_/00 od1 \./00
oD oD
Fig.1 Fig2
‘7I_ZE} l/T_ﬁE Face Mill Dimensions
4 BB §& sparc Parts
§ & (mm) TWAEO L, g ;'B o e
5} imension(mm Rake Angle 2 oz o o ER 17— ~ == Elds
BE &0 (SR igpy n | LYZ | MRS
Description Em ﬁg _l':% »lkm |||||HH3 Max, Revolution
“ oD oD1| od |odtjoc2| H | E |a | b|s| AR pp (TS W S|
° max)| " )L
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° i $B-2042TRG | DTM-6
050R-07-12T-M | ® | 12 | 50 2211812 22 16.3|104 -8.3°| 0.35 27,700
40 Fig.2
063R-07-14T-M | @ | 14 |63 -7.9° 0.50 24,900

;Eﬁtﬂ ﬁ”%ﬁ: For recommended cutting conditions, see page @ P29

BESEERFIDZRECICDULNT Maximum Revolution
IV RINWKRUD Y H%ZR > TREEGHU LICEES BBE. EOAICKDF Y TPBRORBEDIECIHEENHDET, PRBDEEZTEIEEL,
‘When running the end mill at the maximum recommended revolution, holder or insert breakage may occur due to the centrifugal force. Please see "Warning" on page 28.

BMECXE 77— Z IVDZEETAHIC LD BHEIDE _EIFEICDULT For good shoulder finishes by MECX Face Mill multistage D.O.C.
MECXEYT 1 —XZ)VICKDZRIBAH T, BHOSHFINTEREZSDRICE. 1EZHD DEhAHFZap=5mmllAE LTLEE L.
In order to obtain smooth cutting wall surface by MECX multistage D.O.C. set D.O.C. within ap=5 for each cut.

BEMECXO032RICI&7—/ Bt ARV (HH8X25H) . MECX040R/050R/063RICId 7 —/ BT ARV (HHT1OX30H) hift@LTLET .
MECXO032R comes with arbor screw (HH8X25H) and MECX040R/050R/063R come with arbor bolt (HH10X30H).

TEERBIRZUTHTOLEEN . BRICERLGBRNELDIBNHSDET,
Please strictly follow the instructions below. It may cause the serious physical damage.
KFCHDZRSLEEHRICOVTOES Warning about Maximum Revolution indicated on the Product
1. AN OTROAECEBOBBEGEREBI DEES THEALEVNTLE V. EDAICEDF v T OBROREL. DV KT 1 D Mo SIS
ENECDHIRENBOET . Xm0,
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 s
by centrifugal force. ~20,000 G16
2. REDERLEHI. M FERT DT v T DHETHIFHOEHEAN TREL TS L,
Machine within the recommended cutting conditions of the insert. ~30,000 G6.3
3. BEEEE(10,000min'LUE) TERY %5 8(1d TERGKET —/\—DEFEHE T ALDEZSEIC. ISV AMDZEToTIEE . 30,000~ G2.5

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.

.i@ﬁ‘?“yj’ Applicable Inserts M Ecxﬂm a) 7‘1/_731‘%% tﬂ‘ﬁ'“ﬂﬁtﬁﬁﬁ

\ Chipbreaker choice of MECX Type Comparison of Cutting force
&F v 7 P8 v ” v :
Applicable Inserts S45C
A = Ve=150 m/min
Eidl < -

RIVSEIEE 51s00| 2P xaesSxsmm B

Toolholder & ap=3 S

kS (mm) =
3 21000 --p b

8 &}

: /4 s

3 £

< =
£ osoop [l

MECX 07 BDMT BDMT \:J\” fz=0.1mm/t # g

™ 10703 OO ER-JT | 0703 OO ER-JS 2, < —EEETETTT—- o

MECX-JT MECX-JS ftt#tmQ  fhi#t@R
Comp.Q Comp.R

@ ZHETEE  @:Standard Stock o8
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. ;E:I;rf;tﬂ ﬁu%ﬁ: Recommended Cutting Conditions

%D (Mmm/t) Feed per tooth(mm/t)

}E%@?“yj’ﬁﬁ (’GJJﬁUiEE"m/mIn) Insert Grades (Cutting Speed : m/min)

e o5, | o, |"mano'T|  meeacoa PRSI QRRTGE
saipeier | rcipie | PR1535 | PR1225 | PR1210 | PR830 | CA6535
sk (20 0.04-0.08-01 | 0.06-0.1-0.12 120~1§0~1so 120~1g0~250 ) 120~1§0~180 -
G PO 0.04-0.06-~0.08| 0.06~0.08-0.1 100~13§0~1so 100~1g0~220 - 100~13f0~180 )
sy (SO 0.04-0.06-0.08 | 0.06-0.08-0.1 80~1§')~150 80~1Z0~180 - 80~1§)~150 )
R7YL28 (SUSB04E) | 005-0.04-0.05|005-0.06-007 | 120_150.180 120~1§0~250 - - -
RTHHR (FC) 0.04-0.08-0.1 | 0.08-0.1-0.15 - - 190180250 - -
¥I51ViEEk (FCD) 0.04-0.06~0.08| 0.08-0.1~0.12 - - 100~1EO~200 - -
NBM#SE 0.03~0.04-0.05 |0.05-0.06-0.07 20~37)~5o - - - 20~ﬁ)~50
FyvaE (T-6A-4V) 0.04-0.06-0.08| 0.08-0.1-012 | 40 20 - 30~§J~70 - -

KEE1HESE YrEEoHE

% :1st Recommendation %:2nd Recommendation

¥ NiEME#E R F2 B2 FEXINITEHESZ, Wei cutis recommended for Ni-base heat resistant alloy and Titanium Alloy

@D H NUAIVIIIICDONT

Note when Slant Milling-Helical Milling

FDRHIMI-~NUAILINT

Slant Milling*Helical Milling

® MDEHMNTDREFa U FERELET, e | mareomE )
 EAML 3 R NETPN ) 3 a
. ’:Ujjz l/ZJDI @éTLD ED/EJ}/%ES[;\ %I;-\(Dtﬂﬁ” ng?i% Cutting Efa. Aﬁ)licaﬁe Insert l\ﬁ?x.Ramping Angle(a®)
CEROEVHLE T MFITF—IJO—ZFEALTLEE,
@ Ramping angle should be Under a °. % .
@ For ;Sungge dgepth per revolution at helical milling, see the cutting performance data for each tool. 28 jﬁj‘éﬁbiﬁho Not recommended
Use compressed air during machining 210 1.5°
012,014 2°
216 3°
017,018 1.5°
220 BDMTO703%1~ 2°
@21 1.8°
225 1.3°
226 1.2°
232 0.8°
233 0.5°
— = r 4 [ |
./\Ujjj IJBI]I(L J:%Ei’] \} \j]l]If%a) E ZZ Guidance of minimum cutting dia by helical machining.
MECXE TSz 28 210 | 212 | 214 | 216 | 817 | 218 | 220
AUAIVIITICED
, %/J}?‘VJDI@Q) E_Z‘? 214 218 022 026 228 230 234
Cudas tamun ains ey | AT
BDMT0703217 | AUZLIIT. Ef% HREELE LA
TINAMITEBED | Moot mns oo
S NI T EOEE 017 | 21 | @25 | @29 | 031 | 033 | 037
Guidance of minimum cutting dia in case
of flatting bottom after helical machining.
MECX&! TLSE 621 | 225 | 226 | 232 | 833
AUFIVIITICES
BT ROBR 036 | o044 | 046 | 058 | @60
Guidance of minimum cutting dia by
helical machining.
BDMT0703%17 ANUBDIVINT . EEZ
TZYMIMIT3HED
SNRINTEROBER 239 o047 249 261 263
Guidance of minimum cutting dia in case
of flatting bottom after helical machining.




OMECXE! TVRI)VDOYHEIEEH(JTIL—A)

Cutting Performance of MECX Type (JT chip breaker)

[Vc=1 50m/min ?‘Eﬁ“*j ‘Work Material SSOC]

LY
AT BE S A

Cutting Dia. Description (mm)
Overhang Length A(mm)

28 MECX08-S10-07-1T 16 -

210 | MECX10-S10-07-1T 17 =

212 | MECX12-§12-07-2T 18 30

216 | MECX16-S16-07-3T 20 40

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

225 | MECX25-S25-07-5T 25 50

232 | MECX32-S32-07-6T | 30 50

ﬁg;lﬁ Shape

%08, 010NEHLBIERICLAINTIIERBLEE Ao

* Machining by extending over hang of dia. $mm and 10mm is not recommended.

XJSTL—HERBOYEIRMEFICONT

#Cutting condition of JS Chipbreaker

(OMECX08~MECX12Di5H5E

In case of MECX08~MECX 12

RO HYHIRENTREN25% IR E T TTERAER,

Please decrease feed ratio about 25% according to cutting capability list.

@MECX16LI EDHZE
In case of over MECX16
1) ETBA B BRI, GIHIRE N EH0%IRE TIF T
fERI<EE,

Lower feed ratio and D.O.C about 30% at the same time according to cutting capability list.

BIZE

EENIDES

(thAtgae=0D/2 D)

.5§DHI®1%S At Grooving
BREOAHMI-AVAVINIOEGES

0.05 0.1 0.15
3%4) fz(mm/t) Feed per tooth

Description At Shouldering At Slant/Helical Milling
ap(mm) ap(mm)
6 6
g5 g5
A g A g
& &
MECX08-S10-07-1T 7 z Z z
1 1
0 0.05 01 0.15 0 0.05 01 015
%) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
6 6
9 ° g 5
A 4 A 4
% %
MECX10-S10-07-1T g8 78
2 2
1 1
0 0.05 01 0.15 0 0.05 0.1 0.15
3%+) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
6 6
g8 g5
A 4 A 4
% %
MECX12-S12-07-2T % :2’ % z
1 1
0 0.05 0.1 0.15 0 0.05 0.1 0.15
%) fz(mm/t) Feed per tooth 3%¢) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
6 6
g5 g5
A 4 A g
& s
MECX16-S16-07-3T % z e 7 z R —
1 1 =
0 0.05 01 0.15 0 0.05 01 0.15
%) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
6 6
g5 g5
% 4 % 4
MECX20-S20-07-4T 78 —_ 78
2 2
1 1
0 0.05 0.1 0.15 0 0.05 01 0.15
3%+) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
6 6
g5 g5
A g A g
s s
MECX25-525-07-5T 78 £
2 2
1 1
0 0.05 0.1 0.15 0 0.05 0.1 0.15
%) fz(mm/t) Feed per tooth 3%4) fz(mm/t) Feed per tooth
ap(mm) ap(mm)
6 6
g5 g5
A A
24 5
MECX32-S32-07-6T 7 z 7 z
1 1
0 0

0.05 0.1 0.15
3%4) fz(mm/t) Feed per tooth

X L ECHIHIBENRIZITIL—h (PRB30) I & BIRE T LA T THOEAEHERL TLET,

* Above cutting capability list illustrates application range of standard edge number of JT Chipbreaker (PR830)

SR TDIHEITO%E T DEBAHKZTZRERALES W,

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

30



OMECXE! Jx—X=)LDYJHIgE

Cutting Performance of Face Mill

[VC= 150m/min ?&ﬁu*z Work Material S5OC]

ipe uE ey nE MR OB (§TiAMac=oD/208)
Cutting Dia. Description Over'hang Length A(mm) Description At Shouldering
@32 | MECX032R-07-8T-M a:‘m”“’
)] 5
240 | MECX040R-07-10T-M MECX032R-07-8T-M 54
7 3
100 MECX040R-07-10T-M - \i
250 | MECX050R-07-12T-M 1 ‘
0 0.05 0.1 0.15
063 MECX063R-07-14T-M 3%¢) fz(mm/t) Feed per tooth
G20 Shape a:(mm)
!;7] 5
MECX050R-07-12T-M ’5}2 :
MECX063R-07-14T-M N |
;
0 0.05 0.1 ‘ 0.15
3%4) fz(mm/t) Feed per tooth

O@NNITRBY c.couie
SCM435H

* JBEBBER Oil Pressure part FE MK Material geometry

+ Vc=160m/min
(n=2,550min")

« apx ae=1x12mm

« fz=0.1Tmm/t
(Vf=1,275mm/min)

° /Eft Wet

« MECX20-S20-07-5T

- 5351 5 edge lines

« BDMTO70304ER-JT

(PR830)

MITTL—HEZEREIEE Please select JT chipbreaker
P3 }§7Jl] T [i?&ﬁﬁlxiﬁho Not recommended for grooving

S45C

o 7D—|\ Plate

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

+ ap x ae=1x20mm

« fz=0.12mm/t
(Vf=2,100mm/min)

° ﬁﬁ Dry

« MECX20-S20-07-5T
- 5351 5 edge lines

« BDMTO70304ER-JT

(PR830)

B—UHLRETIMI T 2L, ittmS (025-3H) (L L. MECX(&e20-58H D
B BEHH 7y TENc L AHBZNDT. T—TLiXDZ2fEL EICTED T,
INTREERNE LU,

X MECX[EFHHNEWNCHDDOS T VIHIE F it mS KDEEN THof.

®Machining at the same cutting speed, as competitor S (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 S.

(A= —HDFHMICED) Evaluation from the user
iy

o it @ T (020-3H) (FT—T)LiEDVI=1,260mm. min THIHIEHAEL A
RECTHDDICHL. MECX (020-58 ) (BRI CTHOIENS, F—TILiXD
Vf=2,100mm,”minTOEIEIHAIBE TEH O N TRER D I2MEICH LUz,

- fEF | BT30ft#k

e Competitor T (Dia.20-3 edges) with a table feed of 1,260mm/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 2,100mm/min and its finishing efficiency

has almost doubled.

*BT30 applied machine

(A—T—HRDFHMICKD) Evaluation from the user
] 1l J

\_ \_
( N BT EICRI T 2Rl ARk
{185 9:00~12:00-13:00~17:00
0120-39-6369 R HRE-RE-SHKBERHLTEDEEA
## PHS P3O TR ) FAX:075-602-0835 RES ARFI—Yiv—br5-
HENBEROFE - SEATOEEPT —E 2B L, BREECERVZLETD.
XPEEEDRIE. BESZOEEAFVRDICBEVEL EIFFT,
el — -A
- RESHRASHT
() KYOCERD esianzze
T612-8501 FEBHHAERTHSHIRIICEH
\_ J TEL:075-604-3651 FAX:075-604-3472

CP270-3 CAT/4T1410TYH



