% KYOCERG

MEC series

High Efficiency End Mills and Face Mills

Low Cutting Force, Reduced Chattering, and High Efficiency Machining

Large Tooling Lineup for Various Milling Applications
Featuring Grades PR1535 and CA6535 for Heat-resistant Alloy and PDL025 for Machining Aluminum

Fine Pitch End Mills & Face Mills Available




MEC

High Efficiency Endmills and Face Mills

p View

Online

Excellent Surface Finish with Low Cutting Force Design

Insert Grades and Cutters for Various Applications

PDLO025 DLC Coated Carbides for Aluminum Machining

Low Cutting Force and Sharp Cutting Performance

Low Cutting Forces with Helical Cutting Edge Design

7l AR.Max.+23°

Cutting Force Comparison (Internal Evaluation)
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MEC Competitor A Competitor B

Cutting Conditions : Vc = 328 sfm z=0.008 ipt, D.O.C. X ae = 0.354" x 0.393", Dry,
Cutter Dia. Dc = 20.787"  Workpiece : 1049

Smooth surface of shoulder wall

Smoother shoulder wall finish with multiple passes

Shoulder Wall Surface Comparison (internal Evaluation)

MEC

Competitor C ~ Competitor D

Cutting Conditions : Vc = 394 SFM, fz = 0.004 ipt, D.O.C. X ae = 0.118" x 0.197" Dry,
Cutter Dia. Dc = 20.787"  Workpiece : 1049

Large Tooling Lineup

Introducing Fine Pitch End Mills & Face Mills
High Efficiency Shouldering

End Mill Face Mill


http://www.kyoceraprecisiontools.com/indexable/milling/90degree/mec/

PR1535 mecacoarnano

Fracture resistant with a tough substrate and high heat-resistant coating for
stable machining of general steel, mold steel, and difficult-to-cut materials

23% Improved Fracture Toughness Stability Improvement

An increase in cobalt content yields a substrate with
greater toughness. Fracture toughness values are
improved by 23% over previous grades.

High Toughness Carbide Base Material
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Oxidation Temperature (°C)

[ Low

Oxidation Resistance High

The coarse grain structure and uniform particle size correspond
to improved heat resistance, with conductivity values decreased
by 11%. The uniform structure also reduces crack propagation.

Cracking Comparison by Diamond Indenter (Internal Evaluation)
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PDL025 otccoating

High Quality and Long Tool Life for Machining Aluminum
High Hardness with Kyocera’s Proprietary Hydrogen-free DLC Coating

Coating Properties
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Young's Modulus (GPa)

Welding Resistance Comparison (Internal Evaluation)
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PDL025

Competitor G

Cutting Conditions : Vc = 2,630 SFM, fz = 0.004 ipt, D.O.C. x ae = 0.118" x 0.197", Dry
Cutter Dia. Dc = 1.000"  Workpiece : 5052  Cutting Length : 187 ft



Applicable Inserts

Carbon Steel / Alloy Steel ] * * Pad
Usage Classification p
Mold Steel ] * * S
Austenitic Stainless Steel * ¥ * *
M | Martensitic Stainless Steel * Ad
J : Roughing / Tst Choice Precipitation Hardened Stainless Steel * g
=
Y : Roughing / 2nd Choice K Gray Cast Iron * 2
1M : Finishing / 1st Choice Nodular Cast Iron * é
[ Finishing / 2nd Choice N | Non Ferrous Metals g
(In case hardness is under 45HRC) . Heat Resistant Alloy (Ni-base) * % * * f&
Titanium Alloy * * E
H | Hard Materials O O :_.—,
o
(VD | MEGA PVD
Dimension (in) Angle Cermet | Coated | COAT MEGACOAT (oated
Carbide = NANO Carbide
Insert Part Number =l wlw|lwlsle= | o
S ™ foal o~ o0 — =
! W1 S D1 L RE AS AN =3 3 al =] o al 2]
(Right-hand Shown) = S & & & & a
BDMT 110302ER-JT 0.008 [ ] [ J [ J [ J A P6
110304ER-JT 0.248 0.118 | 0.110 0.433  0.016  18° 15° [ J [ ] [ ] [ ] A p7
110308ER-JT 0.031 [ ] [ J [ J [ J A
BDMT 11T302ER-JT 0.008 A [ ] [ ] [ ] A
11T304ER-JT 0.016 [ ] [ ] [ J [ J [ J A
11T308ER-JT 0.031 [ ] [ J [ ] [ ] [ ] A
11T312ER-JT 0.047 A
0264 0150 0.110 0.433 18° 13° S S s S
11T316ER-JT 0.063 [ J [ ] [ ] [ ] A
| &l 11T320ER-JT 0.079 [ ] (] [ ] (] A g
= iAS 11T324ER-JT 0.094 [ J [ ] [ ] [ ] A p7
S 11T331ER-JT 0.122 [ ] [ J [ ] [ J A P8
BDMT 170404ER-JT 0.016 [ J [ ] [ ] [ ] A P9
170408ER-JT 0.031 e o o o e ., P
170412ERJT 0.047 e o o e ,» P
170416ER-JT 0.063 A
0378 0.193  0.173  0.669 18° 13° S S s S
170420ER-JT 0.079 [ J [ ] [ ] [ ] A
170424ER-JT 0.094 [ ] [ J [ J [ J A
170431ER-JT 0.122 [ J [ ] [ ] [ ] A
170440ER-JT 0.157 A [ J [ ] [ J A
BDMT 110302ER-JS 0.008 [ ] [ [ ] AN P6
110304ER-JS 0.248 | 0.118 | 0.110 | 0.433 | 0.016 | 18° 15° [ ] [ [ ] AN Py
= 110308ER-JS 0.031 [ ] [ [ ] AN
as | BDMT 11T302ER-JS 0.008 [ ] [ J [ J A P6
S 11T304ER-JS 0.264 | 0.150 | 0.110 0.433 | 0.016 | 18° 13° [ ] [ [ ] AN P7
% 11T308ER-JS 0,031 e o o A Eg
Stainless Steel AN 5
/ Low Cutting BOMT 170404ER-S | 0.378 0.193  0.173 | 0.669 0016 18° | 13° ¢ e ® &P
Force 170408ER-JS 0.031 ) [ () AP
&
m BDMT 11T308ER-N2 0.264 | 0.150 | 0.110 0.433 | 0.031 | 18° 13° [ ] [ ] [ ) [ ] A
2-Notch
BDMT 11T308ER-N3 0.264 | 0.150 | 0.110 0.433 | 0.031 | 18° 13° [ J [ ] [ ] [ J AN
P21
3-Notch P22
P23
P24
P25
BDMT 170408ER-N3 0.378 0.193 | 0.173  0.669 0.031 18° 13° [ ] [ ] [ J [ ] A
3-Notch
BDMT 170408ER-N4 0.378 1 0.193 | 0.173 | 0.669 | 0.031 | 18° 13° [ J [ ] [ J [ J A
)
4-Notch

Recommended Cutting Conditions = P12, P13

Inserts are sold in 10 piece boxes

@ :Standard Item /\ : Phaseout Item (will be removed from next brochure)



Applicable Inserts

Carbon Steel / Alloy Steel
Usage Classification P
Mold Steel
Austenitic Stainless Steel
M | Martensitic Stainless Steel
J : Roughing / Tst Choice Precipitation Hardened Stainless Steel .
¢ : Roughing / 2nd Choice . Gray CastIron s
I :Finishing / st Choice Nodular Cast Iron 8
[ :Finishing / 2nd Choice N Non Ferrous Metals * e O u g
(In case hardness is under 45HRC) . Heat Resistant Alloy (Ni-base) <g
Titanium Alloy ¥ O ] “;
H | Hard Materials %
DLC
Dimension (mm) Angle Coated Carbide PCD
Carbide
Insert Part Number
S g 8 =
(Right-hand Shown) w1 5 D1 L i L & e é % é §
BDGT 11T302FR-JA 0.008 [ ) [ ]
11T304FR-JA 0.264 0.150 | 0.110 | 0.433 | 1/64 - 18° 13° [ ] [ J
= 11T308FR-JA 1/32 [ ] [ )
| — \As | BDGT 170404FR-JA 1/64 [ J [ J
= SE—
170408FR-JA 1/32 [ ) [ ]
-~ 0378 0.193  0.173  0.669 - 18° 13°
170420FR-JA 0.079 [ ] [
170431FR-JA 0.122 [ ] [
BDGT 11T302FR 0.008 [ J [ ] P6
11T304FR 1/64 0.150  18° 13° [ ) [ ] g;
11T308FR 1/32 [ ] [ J P9
0.264 | 0.150 | 0.110 | 0.453 P10
BDGT 11T302FR-LE 0.008 [} [ P11
11T304FR-LE 1/64 | 0.205 | 18° 13° [ J [ ]
11T308FR-LE 1/32 [ ) [ J
BDMT 11T302FR 0.008 [ ] o
-~ 0264 0.150 0.110 0.433 0.142 | 18° 13°
11T304FR 1/64 [ ] [ )
BDMT 170402FR 0.008 [ ] o
-~ 0378 0.193  0.173 0.669 0.173 | 18° 13°
170404FR 1/64 [ ] [ )

Toolholders and Applicable Insert

Recommended Cutting Conditions = P12, P13

Carbide Inserts are sold in 10 piece boxes

PCD Inserts are sold in 1 piece boxes

@ : Standard Item

BDMT170408ER-N4

Toolholder Applicable Insert Notes
MEC..-11 BDMT 11030OCER-JT | BDMT 11030OCER-JS - - -

MEC.-11T Using notched insert
MEC"'R " BDMT 11T3OOER-JT | BDMT 11T3OCOER-JS | BDGT 11T3OCOFR-JA BDGT 11T3OCOFR(-LE)  BDMT 11T3OCOFR - (-N2/-N3/-N4) is not
recommended.

MEC..-17
Ve BDMT 17040OCER-JT | BDMT 17040OCER-JS  BDGT 17040COFR-JA - BDMT 17040OOFR -
BDMT11T308ER-N2
MECH...11 BDMT 11T3OCOER-JT | BDMT 11T30OOER-JS  BDGT 11T3OCER-JA - i
OO OO o0 BDMT11T308ER-N3 | Notched insert
(-N2/-N3/-N4) is 1st
BDMT170408ER-N3 )
MECH...17 BDMT 17040 QER-JT | BDMT 17040OQER-JS | BDGT 1704OCOFR-JA - recommendation.




MEC | End Mill (inch Size)

3
o
()
a
Fig.2 Fig.3
S
o
[}
a
Fig.4 Fig.5
Toolholder Dimensions (Inch)
Spare Parts
. . . Rake Angle
% Dimensions (in o = =)
< |6 ) © S@ £ |InsertScrew Wrench Max
Shank Part Number S | s9 50 3 RPM
aozZs AR ST| &8
DC DCON| LF LH APMX (Max) R.R.
MEC 0500-S500-11 [} 1 0.500  0.500 2.650 | 0.787 | 0.400 | 12° -21° N Fial1 SB-2545TR DTM-8 50,800
[o] I
MEC 0625-S500-11T [} 0.500 | 2.750 | 0.906 9 43,750
2 0.625 18° -14°
0625-S625-11T [} 0.625 | 3.000 1004 Fig.4 43,750
0750-S625-11T [} 0.750 | 0.625 | 3.050 | 20° 10° Fig.2 41,000
0750-S750-11T [} 0.750 | 0.750 Fig.4 41,000
3 3.250 | 1.142
~ 1000-S750-11T ) 1000 0750 0400 0 Fig2 = SB-2555TRG DTM-8 37,500
o | o | 100
c £ 1000-S100-11T [ ) 1.000 Fig.4 37,500
S 3.750 1.260
% 2 1250-S100-11T [ 1.000 Fig.2 33,900
2 5 4 11250 23° | -9° -
< 1250-S125-11T [} 1.250 1 4.000 | 1.575 Fig.4 33,900
@ 1500-S125-11T [} 5 1.500 @ 1.250 | 4.350 @ 1.969 24° -8° Fig.2 30,000
MEC 1000-S750-17 [} 5 1.000 | 0.750 | 3.500 1417 16° 11 Fig.2 35,000
1000-S100-17 [} 1.000 1.000 3.750 v Fig.4 35,000
es
1250-S100-17 [} 1.000 0.618 Fig.2 = SB-4070TRN DTM-15 30,000
3 1.250 4.000  1.575 17°
1250-S125-17 [} 1.250 -7° Fig.4 30,000
1500-S125-17 [ ] 4 1.500 @ 1.250 | 4.350 @ 1.969 19° Fig.2 25,000
MEC 0750-S750-5.2-11T [} 0.750 | 0.750 | 5.200 20° 41,000
2362 0.400 -10°
1000-S100-6.3-11T [} 1.000 | 1.000 | 6.300 21° Fig.5 37,500
_ | x 2 SB-2555TRG DTM-8
S| s 1250-5125-7.9-11T [ ] 1.250 | 1.250 | 7.870 -9° 33,900
= < 2.559 0400 23°
E ‘g,' 1500-5125-9.5-11T [} 1.500 | 1.250 | 9.450 -8° Fig.3 30,000
5‘ § MEC 1000-5100-6.3-17 [ 1.000 | 1.000  6.300 | 2.362 | 0.618 | 16° -11° Fig.5 35,000
1250-S125-7.9-17 [ ] 2 1.250  1.250 @ 7.870 Fig.5 = SB-4070TRN DTM-15 30,000
2559 | 0618  17° -7°
1500-S125-9.5-17 [} 1.500 @ 1.250 | 9.450 Fig.3 25,000

Caution with Max. Revolution

3
Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed

Recommended Cutting Conditions = P12, P13

When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.

Applicable Inserts

@ : Standard item

Part Number

Applicable Inserts = P4, P5

Applicable PCD Inserts = P5

T

MEC...-11 BDMT 1103 OO ER-JT BDMT 1103 OO ER-JS - - -
MEC...-11T BDMT 11T3 OO ER-JT BDMT 11T3 OO ER-JS BDGT 1173 OO FR-JA BDGT 1173 OO FR(-LE) BDMT 11T3 OO FR
MEC...-17 BDMT1704 OO ER-JT BDMT 1704 OO ER-JS BDGT 1704 OO FR-JA - BDMT 1704 OO FR




MEC | End Mill (Metric Size)
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(Cylindrical Shank)
Toolholder Dimensions for 11mm Inserts (Metric)
Spare Parts
“ n Dimensions (mm) Rake :,Angle = =)
¥ B8 ©) So | £ InsertScrew Wrench Max
Shank Part Number S 59 50 3
A& =2 AR 8:: ng RPM
DC DCON LF  LH APMX gt RR. % \
MEC 10-510-11 ° 10 . . | No | Fig.1
10-516-11 ° T 17 0T 2 e Fig2 54,800
12-S10-11 [ J 10 No Fig.1
12-S12-11 ° 12 12 -21° Fig.1 50,800
R eaD ° 1 6 80 " 10 e Yes  Fig2 SB-2545TR DTM-8
13-S12-11 ° 13 1 No | Fig1 49,200
14-S12-11 [ ] 14 -19° Fig.1 47700
14-516-11 [ 16 Yes | Fig.2 !
MEC 16-S12-11T [ 16 12 23 a4 No | Fig.1 43,750
16-S16-11T ° 16 30 +18° Fig.4 43,750
17-S16-11T ® 2 17 1 100 %3 10 3o Yes  Fig3 5B-2555TRG DTM-8 43,500
18-516-11T ° 18 +19° Fig.3 43,000
x 19-516-11T ® 19 o | e Fig.3 ] 42,000
5 T ° 2% 16 26 10 | +20°  -10° | Yes Fig3 SB-2555TRG 41000
4 20-520-11T ° 3 20 110 toge 10 Fig.4 41,000
5 21-520-11T ° 21 20 30 10 9° | Yes @ Fig3 SB-2555TRG 40,300
g 22-520-11T ® 22 +21° | -10° Fig.3 39,600
@ 24-520-11T ® 3 24 Fig.3 DTM-8 38,200
25-520-11T ° 20 29 Fig.3 17500
25-520-11T-4 ° 4 +21° | -10° Fig.3 ’
ST ° 3 25 120 10 Yes Figa SB-2555TRG o~
25-S25-11T-4 o 4 32 Fig.4 !
28-525-11T ® 3 28 55 +22° | 9 Fig.3 35,800
T 30-S25-11T ® 4 30 Fig.3 34,800
= 32-525-11T o 32 Fig:3 33,900
£ 32-525-11T-5 ® 5 - 130 10 | +23° | -9° | Yes | Fig.3 | SB-2555TRG DTM-8 '
o 32-S32-11T [ J 4 Fig.4
32.532-11T-5 ° 32 40 Fig4 33,900
40-S32-11T ® 5 40 .| 8 Fig.3 30,000
T ° P 32 | 150 | 50 100423 o Yes Fig3 SB-2555TRG DTM-8 22,500
MEC 20-518-170-11T ® 18 | 170 | 30 Fig.3
20-520-140-11T [ 20 140 60 +20° Fig.4 41,000
20-S20-170-11T [ J 20 170 Fig.4
22-S20-170-11T [ 22 30 -10° Fig.3 39,600
25-S23-210-11T [ ] 23 210 32 +21° Fig.3
25-525-160-11T ® 25 160 o Fig.4 37,500
25-525-210-11T ® 2 50 10 Yes | Fig4 = SB-2555TRG DTM-8
28-S25-210-11T o 28 32 +22° Fig.3 35,800
£ 32-530-250-11T ° 30 | 250 | 40 Fig.3
& 32-532-200-11T [ ) 32 200 65 -9° Fig.4 33,900
= 32-S32-250-11T [ J 32 250 +23° Fig.4
S 35-532-250-11T ) 35 40 Fig.3 32,600
40-S32-240-11T ® 40 240 | 65 -8° Fig.3 30,000
MEC 20-S20-150-11T-3 [ ] 3 20 20 150 +20° Fig.4 41,000
25-525-170-11T-3 [ ] 60 -10° Fig.4
5 .
25-525-170-11T-4 o 4+ » » 21 Fig4 37,500
30-525-180-11T-3 ® 3 30 25 | 180 @ 32 10 Yes | Fig3 @ SB-2555TRG DTM-8 34,800
32-532-200-11T-3 [ J 423 | o0 Fig.4
32-532-200-11T-4 ° 4 32 32 200 65 Fig.4 33,900
32-S32-200-11T-5 [ ] 5 Fig.4
> Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed Recommended Cutting Conditions = P12, P13 @ : Standard item

Caution with Max. Revolution
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.



MEC | End Mill (Metric Size)
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(Cylindrical Shank)
Toolholder Dimensions for 17mm Inserts (Metric)
Spare Parts
“ n Dimensions (mm) Rake {’Angle = =
¥ 5L (°) So £ InsertScrew  Wrench Max
Shank Part Number o s 9 S0 2
& =zZ AR ST | 2 RPM
= .R. a
DC DCON LF LH APMX (Max) R.R. % \
MEC 25-520-17 ) 20 Fig.3 35,000
2 25 120 36 +16° | -11°
25-525-17 ® 25 Fig.4 35,000
x
f =
2 32-525-17 ° 25 Fig.3 30,000
2 3 32 130 | 40 | 157 | +17° Yes SB-4070TRN DTM-15
B 32-S32-17 [ ] Fig4 30,000
& 7
40-S32-17 ) 40 32 25,000
4 150 | 50 +19° Fig.3
50-S32-17 [ J 50 17,000
MEC 25-S25-160-17 [} 160
25 60 Fig.4 35,000
= 25-S25-210-17 [ ] 25 +16° | -11°
Y 210
T 28-525-210-17 ® 28 36 Fig.3 32,500
=
v 32-532-200-17 ) 2 200 15.7 Yes SB-4070TRN DTM-15
32 65 Fig4 30,000
x 32-532-250-17 [ ] +17°
= 32 250 7
ol 35-532-250-17 ) 35 40 27,700
o Fig.3
3 40-532-240-17 ° 40 20 65 e 25,000
MEC 32-$32-250-17-3 [ ] 32 Fig4 30,000
3
40-S32-250-17-3 [ J 32 65 #1707
40 250 15.7 Yes SB-4070TRN DTM-15 25,000
40-532-250-17-4 ° Fig.3
4
50-542-250-17-4 ) 50 42 64 +19° | -6° 17,000

Caution with Max. Revolution
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.

Applicable Inserts

3
S5 Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed

Recommended Cutting Conditions = P12, P13

@ : Standard item

Applicable Inserts = P4, P5

Applicable PCD Inserts = P5

Part Number

MEC...-11 BDMT 1103 OO ER-JT BDMT 1103 OO ER-JS - - -
MEC...-11T BDMT 11T3 OO ER-JT BDMT 11T3 OO ER-JS BDGT 1173 OO FR-JA BDGT 1173 OO FR(-LE) BDMT 11T3 OO FR
MEC...-17 BDMT1704 OO ER-JT BDMT 1704 OO ER-JS BDGT 1704 OO FR-JA - BDMT 1704 OO FR




MEC | Face Mill (inch Size)

Rake Angle (°)
DCSFMS DCSFMS 11 Type
AR. (Max) : +23°
RR.: -7°
17 Type
By AR. (Max) : +19°
5] RR.: -70
DCeB: [ ]| .
DCCB: 0° " "
DC Fig.1 Fig.2
Toolholder Dimensions (Inch)
@ S Spare Parts
] Dimensions (in) = = )
¥ 2 So £ + | InsertScrew  Wrench Max
Part Number 0| = 50 =2 1=
] T | & @ RPM
S DC DCSFMS DCB DCCBi DCCB: LF  CBDP KDP Kww APMX © & @ 2 % \

MEC 1500R-11T-5T ® 5 1500 1.263 0.63 0.807 0.2 30,700
2000R-11T-5T @® 5 2000 1606 | 0750 0.646 | 0417 1575 0.819  0.188 | 0.312 0.3 22,300
2500R-11T-6T @® 6 2500 159 0.63 0.819 0400 = Yes | Fig.1 | 0.7 | SB-2555TRG DTM-8 20,400
3000R-11T-7T ® 7 3000 1917 | 1.000 0.827 | 0.555  1.969 0.878 | 0.223 | 0.375 1.0 18,500
4000R-11-9TN ® 9 4000 2622 1.500 1.969 - 248 | 1.654 | 0375 | 0.625 1.6 16,800

MEC 2000R-17-4T ® 4 2000 0.4 16,800

1.606 0.646 0.819
@ 2000R-17-5T ® 5 2000 0.750 0417 | 1.575 0.188 | 0.312 0.4 16,800
Fig.1
2500R-17-5T @® 5 2500 1634 0.646 0.819 0.618 | Yes 0.8 | SB-4070TRN DTM-15 14,400
3000R-17-6T ® 6 3000 1969 | 1.000 0.827 | 0.555  1.969 0.878 | 0.223 | 0.375 1.0 12,250
4000R-17-7TN ® 7 4000 2622 1.500 1.969 - 248 | 1.654 | 0375 | 0.625 Fig.2 | 1.8 10,400
%&@) Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed Recommended Cutting Conditions = P12, P13 @ : Standard item
Caution with Max. Revolution
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.
Applicable Inserts
Applicable Inserts = P4, P5 Applicable PCD Inserts = P5

[

Part Number

ol

MEC...-11 BDMT 1103 OO ER-JT BDMT 1103 OO ER-JS - - -

MEC...-11T BDMT 1173 OO ER-JT BDMT 1173 OO ER-JS BDGT 11T3 OO FR-JA BDGT 1173 OO FR(-LE) BDMT 11T3 OOFR

MEC...-17 BDMT1704 OO ER-JT BDMT 1704 OO ER-JS BDGT 1704 OO FR-JA - BDMT 1704 OO FR




MEC | Face Mill (Metric Size)

- DCSFMS DCSFMS Rake Angle (°)
- ’ pe
: . J AR. (Max) : +23°
- T RR.: 70
i p 17 Type
? - AR. (Max) : +19°
RR.: -7°
Fig.1
Toolholder Dimensions (Metric)
= Spare Parts
- Dimensions (mm) = o 2 B
¥ [t So| £ | T [InsertScrew Wrench ...
Part Number S s9 50 3 =
&H | zE cT| &  © RPM
= DC DCSFMS DCB | DCCB: DCCB2| LF | CBDP KDP KWW APMX O a §
< | MEC 063R-11-6T ® 6 63 40 " N " N . 08 20,500
g 080R-11-7T o 7 80 525 1.000 20 14 50 | 1.024" 0.236" | 0.375 10 Yes | Fig.1 10 18,500
v 100R-11-9TN ® 9 100 65 1.250" | 26 17.6 1.260"  0.315" | 0.500" Fiad 1.8 17,000
§ 125R-11-11T AN 125 80 1.500" | 45 32 63 | 1.496" 0.394" 0625" 10 Yes |9 34 | SB-2555TRG| DTM-8 15,000
hd 160R-11-14T A 14 160 100 | 2.000" | 70 - 1.850" 0.750" Fig2 | 44 13,900
< | ¢ MEC 063R-11-8T ® 38 63 40 . 0.8 20,500
2 29 000" 024" | 0.236" | 0.375" i ,
% ££ 080R-11-10T ® 0 80 525 1.000 20 14 50 | 1.024" 0.236" | 0.375 10 Yes | Fig.1 10 18,500
S <  MEC 063R-17-5T ® 5 | 63 40 ; " . " g 08 14,500
E E 080R-17-6T ® & 80 525 1.000 20 14 50 | 1.024" 0236" 0375" 157 | Yes | Fig.1 10 12,000
£| ¢ 100R-17-7TN e 7 100 65 1.250" | 26 17.6 1.260"  0.315" | 0.500" Fig.1 1.8 10,500
T 125R-17-9T ® 9 125 80 1.500" | 45 32 63 | 1.496" .| 0625" | 157 | Yes T34 8,900
o ¥ R
v 160R-17-12T A 12 160 100 | 2.000" | 70 - 1.850" 0394 0.750" Fig2 | 45 SB-4070TRN | DTM-15 7,400
MEC 063R-17-6T ® 6 63 40 . 0.8 14,500
= " " W "
:E_) S 080R-17-8T ® s 80 525 1.000 20 14 50 | 1.024" 0236" 0375" 157 | Yes | Fig.1 10 12,000
& 100R-17-9TN ® 9 100 65 1.250" | 26 17.6 63 | 1.260" | 0.315" | 0.500" | 157 | Yes | Fig.1 1.8 10,500
MEC 040R-11-5T-M @ 5 40 34 16 14 8.5 20 5.5 8.5 0.2 30,000
5 050R-11-5-M @ 50 40 40 10 Yes | Fig.1 03 22,500
& 063R-11-6TM ® 6 6 4 2 1B 12 2 | 63 | 104 07 20,500
-,% 080R-11-7T-M @ 7 80 525 27 20 14 50 2% 7 124 10 Yes | Fig1 1.0 |SB-2555TRG| DTM-8 | 18,500
2 100R-11-9T-MN @ | 9 100 65 32 26 17.6 55 8 144 9! 16 17,000
©
& 125R-11-11T-M | @ | 11 125 80 45 32 Yes | Fig.1 | 3.1 15,000
160R-11-14T-M A | 14 160 100 40 68 - 63 33 o3 16:4 10 No | Fig2 | 45 13,900
MEC 032R-11-5T-M @ 5 32 30 11.5 35 ) 0.1 33,900
s < 040R-11-6T-M @ 6 40 34 16 gy 85 200 56 84 10 Yes Figl i, 30,000
o) £ 050R-11-7TM @ 7 50 .04 22,500
a - -
g o 063R-11-8TM ® 8 63 40 22 18 12 40 22 6.3 104 10 Yes | Fig.1 06 SB-2555TRG | DTM-8 20,500
z [ 080R-11-10T-M @ | 10 80 525 27 20 14 50 26.5 7 124 10 Yes | Fig1 0.9 18,500
= 100R-11-11T-M @ | 11 100 65 32 26 17.6 55 34 8 144 9 7 17,000
= MEC 040R-17-4T-M @ 4 40 34 16 14 8.5 20 5.5 8.5 03 25,000
= .
S 050R-17-4T-M @ 50 40 157 | Yes |Fig.1 04 17,000
£ 063R-175TM @ 5 6 0 2 18 1 2 | 63 | 104 06 14,500
',% 080R-17-6T-M @ | 6 80 525 27 20 14 50 26 7 124 157 | Yes | Fig1 1.0 12,000
2 100R-17-7T-MN @ | 7 100 65 32 26 17.6 55 26 8 144 : 91 18 $B-4070TRN DTM-15 10,500
© "
& 125R-17-9T-M @ | 9 125 80 45 32 Yes | Fig.1 | 3.1 8,900
wv
160R-17-12T-M A | 12 160 100 40 68 - 63 33 o3 164 | 157 No | Fig2 | 45 7,400
v-5 | MEC 050R-17-5-M @ 5 50 ) 0.4 17,000
c 2 . ’ . . :
££ 063R-17-6TM  ® 6 63 40 22 18 12 40 22 6.3 104 | 157 | Yes | Fig.1 06 14500
5 Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed @ :Standard Item A : Phaseout Item (will be removed from next brochure)
Caution with Max. Revolution Recommended Cutting Conditions = P12, P13
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.
When using Center-through Air / Coolant / Mist Toolholder Arbor Bolt Wrench Toolholder Arbor Bolt Wrench
If Center Through air (Coolant, Mist) is used, please use appropriate arbor and clamp - R
with arbor bolt. (Table 1) MECOA0R S HHBx25H (Doublel?x/vidsth 5mm) migzgg HF24x60H (DoubleLvVvvit}Zh 17mm)
MECO50R W6 0. :
MEC’s surface finish when shouldering with multiple passes MEC063R--M HH10x30H | ouble width 6mm) | WEC2560. HH3/8-1.25H
In order to obtain smoothly finished shoulder wall with multiple passes of MEC Milling e HHI2GBSH | (ouplemvath gmm) | MEC3000-- HH1/2-1.25H
Cutter, please keep D.O.C. less than 0.217" (5.5mm) for 1173 type insert and also keep e HH " LW-12 - HH "
D.O.C. less than 0.354" (9mm) for 1704 type insert. RECHAR={(M)N 16x52H | (poyble width 12mm) | MEC4000-- 3/4-230
MEC125R-+-(M; -
MECT2om- HF20X53H | (Doubie widh 14mm)
3 Wrench is not included. Please purchase separately.
Applicable Inserts
Applicable Inserts = P4, P5 Applicable PCD Inserts = P5
Part Number
MEC..-11T BDMT 11T3 OO ER-JT BDMT 11T3 OO ER-JS BDGT 11T3 OO FR-JA BDGT 1173 OO FR(-LE) BDMT 11T3 OOFR
MEC...-17 BDMT1704 OO ER-JT BDMT 1704 OO ER-JS BDGT 1704 OO FR-JA - BDMT 1704 OO FR




MEC | Modular End Mill (Metric Size)

CRKS - H
O — | S - [
a
=z
8 A-A Section
g A-A Section
Toolholder Dimensions (Metric)
. . Rake Angle |
< 5 2 Dimensions (mm) ©) £y Applicable Max
Part Number S 59 50 Inserts RPM
h Zc AR S 25 P4, P5
DC DCSFMS DCON OAL LF CRKS H APMX (M.a);) R.R.

MEC 16-M08-11T-2T e 2 16 14.7 8.5 43 25 | M8xP1.25 | 12 +18° | -14° 43,750
20-M10-11T-2T o 2 20 187 | 105 49 30 | M10xP1.5 | 15 +20° | -10° 41,000
20-M10-11T-3T ® 3| 20 | 187 | 105 49 30 MIOXP15 | 15 10 | 4200 | -10°  Yes ~ BOMTIIT3 41,000

: - - BDGT11T3 ’
25-M12-11T-3T e 3 25 23 125 57 35  M12xP1.75 19 +21° | -10° 37,500
32-M16-11T-4T o 4 32 30 17 63 40 | M16xP2.0 = 24 +23° | -9 33,900

MEC 25-M12-17-2T o 2 25 23 125 57 35  M12xP1.75 19 o +16° | -11° Ve | BOMTI7O4 35,000

32-M16-17-3T e 3 3 30 17 63 40 M16xP20 | 24 ar o BDGT1704 30,000

%@ Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed

Caution with Max. Revolution

Recommended Cutting Conditions = P12, P13

When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.

Spare Parts

Spare Parts
Insert Anti-seize
Screw Wrench Compound
Part Number
MEC 16-M08-11T-2T
20-M10-11T-2T SB-2555TRG DTM-8
20-M10-11T-3T Recommended Torque for P-37
25-M12-11T-3T Insert Screw 1.2N - m
32-M16-11T-4T
MEC 25-M12-17-2T SB-4070TRN DTM-15
Recommended Torque for P-37
32-M16-17-3T Insert Screw 3.5N - m
\

Applicable Inserts

> Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed

@ : Standard item

Applicable Inserts = P4, P5

Applicable PCD Inserts = P5

Part Number

[~

MEC...-11T BDMT 11T3 OO ER-JT BDMT 11T3 OO ER-JS BDGT 1173 OO FR-JA BDGT 1173 OO FR(-LE) BDMT 11T3OOFR
MEC...-17 BDMT1704 OO ER-JT BDMT 1704 OO ER-JS BDGT 1704 OO FR-JA - BDMT 1704 OOFR

11
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MEC | Recommended Cutting Conditions x : 15t Recommendation +x : 2nd Recommendation

When using inserts with corner-R (RE)1.6mm or larger, additional modifications of the cutter body will be necessary. Refer to the chart below for the recommended modifications.

Additional Modifications of the * R shape is recommended for additional
Insert Corner-R (RE) Cutter Body Corner processing to the body corner.
When applying chamfer shaped additional
1.6 processing, do not cut away too much. »
R1.0 Additionally Insert with Large
20 Body Corner Processed 7 Corner-R(re)
24 R1.2 Pre-processing wmsmmp Post-processing
3.1 R1.6
40 R2.5
JT Chipbreaker
Feed Rate fz (ipt) Recommended Insert Grade Vc (sfm)
MEGACOAT PVD Coated CVD Coated
Toolholder Part Number Cermet NANO MEGACOAT Carbide Carbide
Workpiece
Material MEC1000~MEC1500
MEC0500~MEC0750 MEC20~MEC40
TN100M PR1535 PR1225 PR1210 PR830 CA6535
MEC10~MEC19 MEC1500R~MEC4000R
MEC040R~MEC160R
S AS * R S :
Carbon Steel 0.002~0.004~0.006 0.003~0.006~0.010 300~520~660 300~590~820 390~590~820 300~520~660
e * * B S B
Alloy Steel 0.002~0.004~0.005 0.003~0.006~0.008 330~460~590 330~520~720 330~520~720 330~460~590
. ~ - " e DA * B AS a
iz el S 0.002~0.003~0.004 0.003~0.005~0.008 260~390~490 260~460~590 260~460~590 260~390~490
Austenitic ~ ~ ~ 9 B Pie o0 . Pie B
Stainless Steel 0.002~0.003~0.004 0.003~0.005~0.006 330~520~660 330~520~660 330-260~590
Martensitic A Yo : ) B *
Stainless Steel 0.002~0.003-0004 0.003~0.005~0.008 490~660~820 590~790~980
Frodlpizilon e 0.002~0.003~0.004 0.003~0.005~0.008 - w - - - -
Stainless Steel 300~390~490
Gray Cast Iron 0.002~0.004~0.006 0.003~0.007~0.010 - - - * - R
390~590~820
Nodular Cast Iron 0.002~0.003~0.004 0.003~0.006~0.008 - - - * - .
330~490~660
Ni-base . * : : B ¥
Heat-Resistant Alloy 0.002~0.003~0.004 0.003~0.005~0.006 70~100~160 70~100~160
Titanium Alloy 0.002~0.004~0.004 0.003~0.005~0.008 - w - w - -
: ’ ’ ’ 130~200~260 100~160~230

* Bold numbers in the graph indicate the most recommended value of feed (fz) Adjust cutting speed and feed rate according to the actual machining conditions
* Machining with coolant is recommended for Ni-base heat resistant alloy and titanium alloys

% :1st Recommendation
¥ : 2nd Recommendation



MEC | Recommended Cutting Conditions s : 1st Recommendation ¢ : 2nd Recommendation

JS Chipbreaker
Feed Rate fz (ipt) Recommended Insert Grade Vc (sfm)
PVD Coated CVD Coated
Toolholder Part Number MEGACOAT NANO MEGACOAT Carbide Carbide
Workpiece
Material MEC1000~MEC1500
MEC0500~MEC0750 MEC20~MEC40
PR1535 PR1225 PR1210 PR830 CA6535
MEC10~MEC19 | MEC1500R~MEC4000R
MEC040R~MEC160R
* * ) g .
Carbon Steel 0.002~0.004~0.005 0.003~0.006~0.007 300~590~820 390~590~820 390~520~660
PAS * ) Ag }
Alloy Steel 0.002~0.003~0.004 0.003~0.005~0.006 330-520-720 3302520720 330-260-590
" " . " Y * } e ;
Mold Steel 0.002~0.003~0.004 0.003~0.004~0.005 260~460~590 260~460~590 260~390~490
Austenitic * * ) ¥ N
Stainless Steel 0.002~0.003~0.004 0.003~0.004~0.005 330~520~660 330~520~660 330~460~590
WETHREiE 0.002~0.003~0.004 0.003~0.004~0.005 b - - - *
Stainless Steel 490~660~820 590~790~980
ssipitationlhiarcened 0.002~0.003~0.004 0.003~0.004~0.005 x - - - -
Stainless Steel 300~390~490
NHIESR 0.002~0.003~0.004 0.003~0.004~0.005 * - - - w
Heat-Resistant Alloy 70~100~160 70~100~160
Titanium AIon 0.002~0.003~0.004 0.003~0.004~0.005 w - - - -
: : : : 130~200~260
* Bold numbers in the graph indicate the most recommended value of feed (fz) Adjust cutting speed and feed rate according to the actual machining conditions % :1st Recommendation
* Machining with coolant is recommended for Ni-base heat resistant alloy and titanium alloys Y : 2nd Recommendation
JA Chipbreaker
Recommended Insert Grade Vc (sfm)
Workpiece Feed Rate " )
Material 2 (ipt) DLC Coated Carbide Carbide
PDL025 GW25
Aluminum Alloy N - ~
(Si13% or Less) 0.002~0.012 660~3280 660~2620
Aluminum Alloy
(Si 13% and Over) 0.002~0.008 660~980 660~980
PCD Inserts
Recommended Insert Grade Vc (sfm)
Workpiece Feed Rate PCD
Material fz (ipt)
KPD230 (KPDO0O1)
Aluminum Alloy N -
(Si13% or Less) 0.002~0.008 1640~4,920
Aluminum Alloy
(Si 13% and Over) 0.002~0.006 980~3,280
] Please observe below precautions fully. -
A Warnmg Failure to observe the precautions may cause serious damage to human body. Max Ba'ﬂ’;gﬂ‘;;‘gf;‘mff @
RPM 1S BO90S
Warning about Maximum Revolution indicated on the main holder body { )
1. When running the end mill and the face mill at revolutions exceeding the maximum revolution limit, the inserts or toolholder may be ~20,000 G16
damaged due to the centrifugal force. ~30,000 663
2. For actual practical revolution, please set within recommended cutting condition. 20000 625
3. When using at a higher revolution (over 10,000 RPM), refer to the table to adjust the balance of MEC and suitable arbor. . '

13
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Ramping / Helical Milling / Plunging

Ramping / Helical Milling

® 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.

Max. Ramping Angle

Plunging

Max. Ramping Angle

Cutting Dia. Applicable Inserts (RMPX) Cutting Dia. Applicable Inserts PX)
©0.625", @16~218mm 3°
©0.750", @19~@21mm 5° 20.625" BDMT 1173 0.060"
©1.000", @22~@25mm BDMT 1173 250 ?16~@19mm BDGT 11T3 1.5mm
@1.250", @28~@32mm BDGT 1173 15°
21.500", @40mm 0.7° ©0.750"~@4.000" BDMT 1173 0.197"
@50mm-~ Not Recommended @20~@160mm BDGT 11T3 5mm
©1.000", @25mm 8
21.250", @32mm BDMT 1704 5 ?1.500", @40mm BDMT 1704 0.315"
@1.500", @40mm 2.5° B50mm-~ BDGT 1704 8mm
@50mm-~ Not Recommended
BDMT1103/BDGT1103.. inserts are not recommended for ramping or helical milling. BDMT1103.. inserts are not recommended for ramping or helical milling.
Minimum Cutting Diameter for Helical Milling
Insert Cutter Dia. 00.625" | 00.750"  ©1.000" @ ©1.250" | @1.500" | @16mm | @18mm | @20mm | @22mm | @25mm | @28mm | @30mm | P32mm = G40mm @50mm
Min. Cutting Dia. 00.827" | 01.102"  01.575" | 02.087" | ©2.598" | @21mm | @25mm | @29mm | @33mm | @39mm | @45mm | G49mm | 053mm | B69mm
BD_T11T3 Not recommended
Type : . for helical milling.
mscouttt::? Dia.for o110 @133 @1850" 02362 02835 @28mm @3mm | O36mm  OAOmm  Gdmm  GS2mm  OSemm  O60mm | G76mm
Insert Cutter Dia. 01.000"  01.250" ©1.500" @25mm  @32mm = @40mm @50mm
Min. Cutting Dia. 01.339" | 01.850" 02.362" | @34mm = @48mm | @64mm
BD_T1704 Not recommended
Type . S for helical milling.
Min. Cutting Dia.for 4, aco ' 2323 | g2.835"  g4emm  O6omm  G76mm
Flat Bottom




Cutting Performance of ME

C End Mills

(1) Overhang Length When Using BDMT 1Tmm-type Insert

(2) Overhang Length When Using BDMT 11mm-type Insert

(Standard / Straight Shank) (Long Shank)
@il Part Number Overhang ~ Shape Cutting Part Number Overhang ~ Shape
Dia Inch Size Length LPR Dia Inch Size Length LPR
: Metric Size (in) : Metric Size (in)
@10mm | IMEC10:510:111 3(2)67 :1?“ MEC0750-5750-5.2-11T
MEC20-520-140-11T
Long Shank
©0.500" MEC0500...
?12mm MEC12-516-11 O
g;':rg?n MEC1000-5100-6.3-11T
@0.625" MEC0625-5625-11T 1790 Long shank MEC25-525-160-11T
@16mm MEC16-S16-11T : ong Shan
©0.750" MEC0750-5750-11T "
@20mm MEC20-520-11T M 3;22:121 MEC1250-5125-7.9-11T
MEC32-532-200-11T
Long Shank
©1.000" MEC1000-5100-11T
@25mm MEC25-525-11T L2<C
; D MEC1500-5125-95-11T
21.250 MEC1250-5125-11T I oo Long Shank | MEC40-532:240-11T
@32mm MEC32-S32-11T : : ong >han
(JT Chipbreaker Vc = 400 sfm Workpiece :1049) (JT Chipbreaker Vc = 400 sfm Workpiece :1049)
Shouldering Slotting Shouldering Slotting
Part Number X " ) . - Part Number N - X . -
(Cutting Width ae = DC/2) Ramping and Helical Milling (Cutting Width ae = DC/2) Ramping and Helical Milling
0394 0394 0394 0394
_ 0315 _ 0315 _ 0315 _ 0315
c [=} [=4 [=4
< 0236 <= 0236 MEC0750-5750-5.2-11T | = 0236 < 0236
J J J J
MEC10-510-11 S 0157 S 0157 MEC20520-140-11T | G 0.157 S 0157
© 0079 — S 0079 g e S o079 S o079
0 0 0 0
0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt) fz (ipt) fz (ipt)
0394 0394 0394 0394
_ 0315 _ 0315 _ 0315 _ 0315
[=] [=] [=} [=}
< 0236 = 0236 MEC1000-5100-63-11T | £ 0236 < 0236
MEC0500... J J J U
S 0157 S 0157 MEC25-525-160-11T | G 0.157 S 0157
MECI2SI611 | & 079 | §| G o079 ,% Longshank S o079 S 0079
0 0 0 0
0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt) fz (ipt) fz (ipt)
0394 0394 0394 0394
= 0315 = 0315 = 0315 = 0315
= 0236 < 0236 MEC1250-5125-7.9-11T | = 0236 = 0236
MEC0625-5625-11T | J U J U —~—
S 0157 S 0157 MEC32:532200-11T | G 0.157 S 0157
MECIGSIGCIT | O 079 2 0079 g Sty 2 o079 2 0079
0 0 0 0
0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt) fz (ipt) fz (ipt)
0394 0394 i 0394 0394
_. 0315 _. 0315 _ 0315 _ 0315
€ o5 E o023 MEC1500-512595-11T | € 0236 £ 0236
MEC0750-750-11T | § g o g J B
S 0157 S 0157 MEC40-532-240-11T & 0157 S 0157
MEQOSOIT | O 47 © 0079 g Sty © 0079 2 0079
0 0 0 0
0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt) fz (ipt) fz (ipt)
0394 0394 F
_ 0315 _ 0315
£ 023 £ 023
MEC1000-5100-11T | (S
S 0157 S 0157
MEC25-25-11T | & 19 S 079
0 0
0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt)
0394 0394
_ 0315 _ 0315
£ 0236 £ 023 |
MEC1250-5125-11T | (S
S 0157 S 0157
MEC32S32-11T & (0.0 S 079
0 0
0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt)
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Cutting Performance of MEC End Mills

(3) Overhang Length When Using BDMT 17mm-type Insert (JT Chipbreaker Vc = 400 sfm Workpiece :1049)
) Overhan Shape . .
Cutting Part Number Length LPgR Part Number Shouldering Slotting
Dia. ynch Size. %n) (Cutting Width ae = DC/2) Ramping, Helical Milling
©1.000" | MEC1000-5100-17 0787 0787
@25mm | MEC25-525-17 0630 060
5 0472 5 0472
MEC10005100-17 | ¢ d
@1.250" MEC1250-5125-17 2362 g 0315 g o315
@32mm MEC32-532-17 . MEQ50525217 0.157 0.157
0
0002 0004 0006 0.008 0002 0004 0006 0.008
@1.500" MEC1500-5125-17 fz (ipt) fz (ipt)
@40mm  MEC40-532-17 2053
21.000" 0787 0787
; MEC1000-5100-6.3-17 0630 0630
@25mm | \MEC)5.525-160-17 S22 z z
Long Shank = 0472 = 0472
MEC1250-5125-17 | Y 9]
g 0315 g 0315
g;'zz,ﬁﬂq MEC1250-5125-7.9-17 o118 WECREPH 0157 0157
MEC32-532-200-17 :
Long Shank 0 0
0.002 0.004 0006 0.008 0002 0004 0006 0.008
" fz (ipt) fz (ipt)
glg:gq MEC1500-5125-9.5-17 R4
Long Shank | MEC40-532-240-17 :
ong >ha 0787 0787
0630 0630
.g. 0472 ‘E' 0472
-5125- Y Y]
MEC1500-5125-17 8 ons 8 ons
MEC40-532-17 0157 0157 |:|
0
0002 0004 0006 0.008 0002 0004 0006 0008
fz (ipt) fz (ipt)
0.787 0.787
0630 0630
5 0472 5 0472
MEC1000-5100-6.3-17 | Y J
g 0315 8 0315
MEC25-525-160-17 ior % . ’:|
0
0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt)
0.787 0.787
0630 0630
E o £ o
MEC1250-5125-7.9-17 | Y 9]
g 0315 g 0315
MEC32-532-200-17 e Q! oo ‘I
0
0002 0004 0006 0.008 0002 0004 0006 0.008
fz (ipt) fz (ipt)
0.787 0.787
0630 0630
'é_ 0472 é 0472
MEC1500-5125-9.5-17 | Y Y
g 0315 8 0315
MEC40-532-240-17 o1 % o1 ‘I
0
0002 0004 0006 0.008 0002 0004 0006 0.008

fz (ipt) fz (ipt)




Cutting Performance of MEC Face Mills

(1) Overhang Length When Using BDMT 1Tmm-type Insert

(JT Chipbreaker Vc = 400 sfm Workpiece :1049)

. Overhan . .
Cutting Pa:'t "'l‘llsf)\bef Lot LPgR Part Number Shouldering Slotting
H nc ize H i —
Dia. Metric Size it (Cutting Width ae = DC/2)
©1.500" MEC1500R-11T-5T
@40mm MEC040R-11-5T-M 0394 0394
$2.000" | MEC2000R-11T-5T 2 ¥ 2
@50mm MEC050R-11-OT-M = 0236 = 0236
MEC1500R-11T-5T d d
MEC2500R-11T-6T I — g o7 g o7
32.500" MEC063R-11-OT 0079 0079
?263mm
MEC063R-11-OT-M 0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt)
©3.000" MEC3000R-11T-7T
@80mm MEC080R-11-OT
0394 0.394
©4.000" MEC4000R-11-9TN MEC2000R-BT-GT
@100mm | MEC100R-11-9TN 2 2 03 2 0
MEC4000R-BT-BT = 0236 = 0236
) o
@125mm MEC125R-11-11T MECO050R-11-OT-M g 0.157 8: 0157
8 0079 0079
@160mm | MEC160R-11-14T MEC100R-11-9TN
MEC100R-11-9T-MN 0002 0004 0006 0008 0002 0004 0006 0008
Shape fz (ipt) fz (ipt)
0.394 0394
0315 N CEE
é 0.236 -Ef 0236
e MEC125R-11-11T(M) 9 e 9 e T
MEC160R-11-14T(-M) © o7 2 o7
0
0002 0004 0006 0008 0002 0004 0006 0.008
- fz (ipt) fz (ipt)
(2) Overhang Length When Using BDMT 17mm-type Insert (JT Chipbreaker Vc = 400 sfm Workpiece :1049)
Cutting Palrt I;I‘L;mber Lg:lxgrtrr]\aCI?R Part Number Shouldering Slotting
;i nc ize H i —
Dia. Metric Size (in) (Cutting Width ae = DC/2)
@40mm MEC040R-17-4T-M 0787 0787
©2.000" | MEC2000R-17-4T 2 0630 —_ £ 060
@50mm MECO50R-17-OT-M 5 042 S o
©2.500" | MEC2500R-17-4T MECO40R-17-4T-M Q 0315 Q 0315
@63mm MEC063R-17-OT 0.157 0157
@63mm MEC063R-17-OT-M 0002 0004 0006 0008 0002 0004 0006 0.008
fz (ipt) fz (ipt)
©3.000" MEC3000R-17-6T
@80mm MEC080R-17-OT
0787 0787
©4.000" MEC4000R-17-7T 0630
@100mm | MEC100R-17-OTN = 0630 —~_ z
£ o < oan
@125mm | MEC125R-17-9T(-M) DG 3 o315 S o3 —
MEC050R-17-OT-M © s 0157
@160mm | MECT60R-17-12T(-M)
0.002 0004 0006 0008 0002 0004 0006 0.008
Shape fz (ipt) fz (ipt)
MEC2500R-17-8T 0787 0787
i 0630 0630
o MEC4000R-17-8TN E oan £ oan
v v
5 S 0315 S 0315
MEC063R-17-OT(-M) S s S s
1
MEC100R-17-OTN
MECTO0R-17-7T-MN 0002 0004 0006 0.008 0002 0004 0006 0008
) fz(ipt) 2 (ipt)
0.787 0.787
0630 0630
E oan \ £ o
MEC125R-17-9T(-M) 8 o031 S o35
MEC160R-17-12T(-M) S s S s

0002 0004 0006 0008
fz (ipt)

0002 0004 0006 0008
fz (ipt)

17
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MEC Case Studies

RC55 (Prehardened Tool Steel)

Test Piece (54 - 56HRC)

Ve =160 sfm (n = 800 RPM)
fz=0.005 ipt (Vf = 11.80 ipm)
D.OC. xae=0.079" x 0.55"
Dry

MEC20-520-11T (3 Teeth)
BDMT11T308ER-JT (PR830)

Metal Removal Volume

Tool Life

wee CECN 1

Competitor N
(EndMﬁ) .0.18ih3(Chipping)

Competitor N (925 : 2 Teeth) caused chipping after 10 minutes
machining with the conditions of Vc=130 sfm, fz=0.003 ipt,

D.O.C. x ae= 0.079" x 0.118" 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.

(User Evaluation)

304 354 1577, 354

Plate

Vc =410 sfm (n = 1,600 RPM)
fz=0.004 ipt (Vf=12.60 ipm)
D.OC.=0.354"

Dry

MEC25-525-17 (2 Teeth)
BDMT170408ER-JT (PR830)

035"

Number of Workpieces Tool Life

MEC 4pcs/edge or over ﬁ
Competitor P
(End Mil) Under ] pc/edge

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

(User Evaluation)

4131

Knuckle Steering

Ve =490 sfm (n = 1,200 RPM)
fz=0.004 ipt (Vf = 18.82 ipm)
D.0.C.=0.020"-0.197" (Shouldering)
Dry

MEC40-532-17 (4 teeth)
BDMT170408ER-JT (PR830)

Machined Portion

Number of Workpieces Tool Life

MeC a
Competitor R
(EndMi’i) - 40pcs/edge

MEC surface finish was better than the Competitor end mill R and
the tool life was over 3 times longer.

(User Evaluation)

55400

Plate

Ve =290 sfm (n = 1,400 RPM)
fz=0.0047 ipt (Vf = 19.68 ipm)
D.O.C.=0.197" x 2 Passes

Dry

MEC20-520-11T (3 Teeth)
BDMT11T308ER-JT (PR830)

Number of Workpieces i

MEC 23pcs/edge ﬁ
Competitor O
coneeer® | 1011 ccrease

MEC doubled Competitor O's tool life under the same machining

Tool Life

conditions.

(User Evaluation)

Hot Tool Steel R
-
Mold - '
Ve = 430 sfm (n = 1,040 RPM) < 91.97
fz=0.007 ipt (Vf = 36.85 ipm) 2.68" Z
DOC. x ae =0.118" x 0.197" O&ﬂ
(depends on machined part) “
Dry(with air) f'},
MEC40-532-11T (5 teeth) - /
BDMT11T308ER-JT (PR830) 268" .
Cutting Time Tool Life
ore

Competitor Q . :
(End Mil) 2Hours (Cracking/Cannot Continue)

MEC tool life was better than Competitor Q.

MEC's wear was less and able to machine further.
Competitor mill had 6 teeth and its table feed rate was
36.85 ipm. (fz=0.006 ipt)

(User Evaluation)

Ni-base Heat Resistant Alloy

Turbine Part

Ve =50 sfm (n = 120 RPM)
fz=0.003 ipt (Vf = 1.50 ipm)
D.O.C.=0.020"

Wet

MECO040R-17-4T-M (4 teeth)
BDMT170408ER-JS PR1025

Machined Portion

Number of Workpieces

Tool Life

MEC 9pcs/ ge
Competitor S 1
(End Mill) Less than [ pc/edge

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

(User Evaluation)




MECH

High Efficiency Helical End Mill

’View

Online

Notched Inserts Reduce Chattering, Break Chips into Small Pieces, and Improve Chip Evacuation

High Efficiency Heavy Machining with Large D.O.C.

Low Cutting Forces with Notched Inserts for Heavy Machining

Notched Inserts Reduce Cutting Forces
Lower Cutting Forces and Reduced Chattering

Notch

Cutting Force Comparison (Internal Evaluation)

5,000

4,000

3,000

2,000

Cutting Force (N)

1,000

MECH Competitor J

Competitor K

Cutting Conditions : Vc = 390 ipm, fz= 0.004 ipt, D.O.C. X ae = 1.57" X 0.39", Dry
MECH032-532-11-5-4T Workpiece : 1049

Application Range Comparison (Internal Evaluation)

06
Cutting Range
§ 04
'E; Recommended Cutting Range
02
Competitor H Competitor |
0 0.002 0.003 0.004 0.006 0.008
fz (ipt)

Surface Wall Comparison (Internal Evaluation)

Chattering
MECH Competitor L

Cutting Conditions : Vc = 394 sfm, fz = 0.005 ipt, D.O.C. X ae = 1.57" x 0.27", Dry
MECH032-532-11-5-4T Workpiece :1049
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Improved Chip Evacuation

Notched Insert Breaks Chips into Small Pieces
Flat-Cut Flute Provides Excellent Chip Evacuation

Flat-Cut

Chips Comparison (Internal Evaluation)

MECH Competitor M

Cutting Conditions : Vc = 390 sfm, fz = 0.005 ipt, D.O.C. X ae = 1.57" x 0.27", Dry
MECH032-S32-11-5-4T Workpiece : 55400

If head is damaged, it can be replaced
Minimizing tooling costs

MECH Interchangeable Head Minimizes Tooling Costs

Separate View

Assembled View

The base unit is highly rigid in
combination with BT50

The front piece composed of the first
and second stage can be separated

The base unit and front piece are
connected with an Arbor Bolt (HH...)




MECH | Helical End Mill (Coolant Hole for Bottom Insert)

o
a
; o
a
Toolholder Dimensions (Inch)
@ RN w Spare Parts
2% 5 Dimensions (in) Rake(gngle o © Anti-seize
X ~ | 3 © %) c | T InsertScrew Wrench q
< x 2 & 2 S| = Compound  Applicable
= Part Number 8l < |2 | 2 c Insert
g IR N AR Els neers
S S S DCDCON LF LH APMX it RR. & = / %
MECH 1000W100-1142T @ 4 8 100 100 417 181 146 +21° -10°
W125-11-5- 1 Fig.1
AT AT [ s 1% s 452217 181 9 9
1250-W125-11-5-4T | @ 20 125
: BDMT11T308ER-N2
W125-11-6- 490 Fig2 No SB-2555TRG DTM-8 = P-37
- 1S00WI2S-1164T | ® | |, | |, |5 252 216 | +23° g |97 O BDMT11T308ER-N3
S 1500-W150-11-6-4T [ ] 5.28 Fig.1
] W150-11-7- 28 150
= 2D GI TN © 7 2.00 573 295 252 7° Fig2
2000-W1500-11-7-6T @ 6 42
MECH 1500-W125-17-4-2T @ @ 125 526 Fig2
1s00-wis0-174271 e & 10 sea 2% 232 ¢ 0 Figl No SB-4070TRN DTM-15  p37  BDMTI70408ER-N3
AUz 150 > gt o BDMT170408ER-N4
2000-W1500-17-54T @ 4 | 5 | 20 | 2.00 626 3.46| 2.91 Fig.2
Toolholder Dimensions (Metric)
Spare Parts
4 s L . . K
g &5 Dimensions (mm) Rake(;A)ngIe o | © Anti-seize
x ~x 3 T v c | I | InsertScrew Wrench .
= S = 8| £ s | = Compound|  Applicable
= Part Number 8l« | 2| & 2 < Inserts
Vi) »h © o o SR
S S o DCDCON LF LH apmx AR pr 6 8 &
z =z =z (Max)| ™ (V] é
MECH 025-525-11-4-2T ® 4 8 25 25 120 4 37 40 0
032-532-11-5-2T ° 10 Fig:3
5 32 140 55 46 o
032-532-11-5-4T ° 20 32
: BDMT11T308ER-N2
3 040-532-11-6-4T ® . aw 10 e r e F!g.4 Yes SB-2555TRG DTM-8 = P37  poMIi1ioBER e
£ 040-542-11-6-4T ° 160 Fig3
= 050-S42-11-7-4T ° 28 42 ,
5 7 50 172 75 | 64 7° Fig4
050-542-11-7-6T ® ¢ 42
MECH 040-532-17-4-2T ® L o 2o . Fig
040-542-17-4-2T ° 4, 170 +19° Fig3 Yes SB-4070TRN DTM-15 ~ p37  SOMTI7040BER-NS
050-542-17-5-4T ® 4 5 20 50 185 88 | 74 -6° |Fig4

Caution with Max. Revolution

3
Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed

Recommended Cutting Conditions mp P27

When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.

Applicable Inserts

@ : Standard item

Part Number

Applicable Inserts: P:

=

2-Notch

3-Notch

3-Notch

I 4-Notch

MECH...-11-...

BDMT 11T308ER-N2

BDMT 11T308ER-N3

MECH...-17-...

BDMT 170408ER-N3

BDMT 170408ER-N4
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MECH | Helical Shell Mill (without Coolant Hole)

Rake Angle (°)
Part Number = AR. (Max) R.R.
MECH...-11-... +23° -8°
MECH...-17-... +19° -7°
(-9 o a
e 5
) U7
DC .
DCCB:
DC Fig.1
Toolholder Dimensions
9 g 2 Oi ) o Spare Parts
=1 o imensions e
~ S5 © c Anti-seize | Arbor .
Part Number g 2T & 2 = Insert Screw Wrench Compound| Bolt Applicable
& 1216|5655 I o) Inserts
5 s < a =
<ZD o o DC DCB DCCB1DCCB2 LF CBDP KDP KWW APMX = S|
z =z é =
BDMT11T308ER-N2
MECH 2000R-11-5-6T [ ] 6 5 30 2.480 1.811 SB-2555TRG DTM-8 HH3/8-1.5 BDMT11T308ER-N3
2000R-17-2-4T @ inch 4 28 200 0.75 0.63 | 0417 2.047 0.750 0.197 0.313  1.181 Fig.1 P-37 BOMT170408ER-N3
1704 -
— — SB-4070TRN| DTM-15 HH3/8-1.25 BDMT170408ER-N4
2000R-17-4-4T @ 4.4 16 3.070 2322
MECH 040R-11-4-4T-M @ 44 16 40 16 15 9 50 19 56 84 37 HH8X25 BDMT11T308ER-N2
. 1 X
Fig.1SB-2555TRG DTM-8 P-37 BDMT11T308ER-N3
050R-11-5-6-M @ 6 5 30 50 22 18 11 63 21 63 | 104 46 HH10X30
MECH 050R-17-2-4T-M @ 2 8 52 30 HH10X30
4 50 22 18 m — 21 63| 104
050R-17-4-4T-M @ 4 16 78 59 HH10X40
Fig.1
063R-17-3-4T-M @ 4 1 3/12 63| 27 20 14 70 24 7 124 45 SB-4070TRN| DTM-15 P-37 HH12X35
mm
080R-17-4-6-M @ 80 | 32 26 18 85 28 8 144 59 HH16X45
6 4 24 BDMT170408ER-N3
BDMT170408ER-N4
100R-17-4-6T-M @ 100 | 40 56 - 85 30 9 16.4 59 Fig.2
MECH 063R-17-3-4T [ ] 43112 63 254 20 14 70 26 6 9.5 45 HH12X35
Fig.1
080R-17-4-6T [ J 80 31.75 26 18 85 32 8 127 59 SB-4070TRN| DTM-15 P-37 HH16X45
- 6 4 24
100R-17-4-6T [ ] 100 38.1| 56 - 85 38 10 | 159 59 Fig.2
> Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed Recommended Cutting Conditions=» P27  @:Standard item
Applicable Inserts
Applicable Inserts: P4
Part Number
3-Notch 3-Notch 4-Notch

MECH...-11-...

BDMT 11T308ER-N2

BDMT 11T308ER-N3

MECH...-17-...

BDMT 170408ER-N3

BDMT 170408ER-N4




MECH-BT50 Integral Arbor (without Coolant Hole)

Rake Angle (°)
Part Number = AR.(Max) R.R.
J — MECH...-11-... +23° -7°
[ o 0
2 . MECH..17-..  +19 -7
0 s
{
oo |
BT-50 Shank
APMX 38mm
LF 101.8mm
Toolholder Dimensions
2 ‘g £ oi i - S Spare Parts
i o imensions (mm ~ i cai
=] = Anti-seize
S %‘OJ = £ £ z  InsertScrew Wrench Comeaind Applicable
& S %5 5 ° Inserts
S S ¢ DC LF APMX 2 = / %
z £ 2 E
BDMT11T308ER-N2
MECH 050R11-8-4T-BT50 [ ] 4 8 32 50 143 73 4.8 SB-2555TRG DTM-8 P-37 BDMT11T308ER-N3
MECH 050R17-7-4T-BT50 [ 50 49
063R17-7-4T-BT50 [ 4 28 63 5.9
BDMT170408ER-N3
7 173 104 SB-4070TRN DTM-15 P-37 BDMT170408ER-N4
080R17-7-4T-BT50 [ 80 7.8
100R17-7-6T-BT50 [ 6 42 100 10.2
> Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed Recommended Cutting Conditions = P27 @ : Standard item
Applicable Inserts
Applicable Inserts: P4
Part Number
3-Notch 3-Notch 4-Notch

MECHO50R11-...

BDMT 11T308ER-N2

BDMT 11T308ER-N3 -

MECH...R17-...

BDMT 170408ER-N3

BDMT 170408ER-N4

Ship parts 1045

Ve =490 sfm (n = 955 RPM)
D.O.C xae=275"x039"
fz=0.008 ipt (Vf = 30.08 ipm)
Dry
MECHO050-542-17-5-4T(4 Flutes)
BDMT170408ER-N3
BDMT170408ER-N4

(PR830)

Metal Removal Volume

MECH

Competitor T

MECH Case Studies

921.65"

Productivity

D 115cmin

MECH machining efficiency improved 4.6 times that of Competitor T

(User Evaluation)

Plate SS400

Ve =490 sfm (n = 955 RPM)
DO.C xae=275"x0.39"
fz=0.008 ipt (Vf = 30.00 ipm)
Dry

(PR830)

Metal Removal Volume

MECH

Competitor U

MECHO50-542-17-5-4T(4 Flutes) "
BDMT170408ER-N3 N j\\"
BDMT170408ER-N4

®
- 1 70cc/min

Productivity

MECH machining efficiency improved 3.1 times that of Competitor U
and had an excellent wall finish

(User Evaluation)
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MECH Interchangeable

MECH-BT50SA Integral Arbor Set (without Coolant Hole)

e
!

APMX; BT50

APMX
LH 238mm
LF 101.8mm Fig.2

Toolholder Structure E '

Arbor Bolt Front Piece Base Unit

MECH-BT50-A Base Unit (without Coolant Hole)

|

\
—E=H

g

LF 101.8mm Fig.1

DC
|
/
|
M
f
?100mm

|
\

APMX
LH

38mm

Toolholder Dimensions

g g £ Dimensions (mm) Rake(gngle o >
¥ |2 | & | &2 .
[T ) < = -
Part Number § - < = § 6’
(] o o DC LF LH APMX APMX1 A.R. R.R. o %’
=z z 4
MECH 050R11-4T-BT50SA O 8 32 50 143 99 73 55 +23° -7° 4.8
iz gl 063R17-4T-BT50SA o 4 63 58
Arbor 7 28 Fig.1
(Set) 080R17-4T-BT50SA O 80 173 130 104 75 +19° -7° 7.6
100R17-6T-BT50SA m] 6 7 42 100 9.8
MECH 050R11-4T-BT50-A m] 6 24 50 125 81 55 10 +23° -7° 46
063R17-4T-BT50-A m] 4 63 5.4
Base Unit 5 20 Fig.2
080R17-4T-BT50-A O 80 143 100 75 16 +19° -7° 6.8
100R17-6T-BT50-A m] 6 5 30 100 8.5
Recommended Cutting Conditions = P27  []: Made to Order
Toolholder Structure E
End Mill (Above) Base Unit (Above) Front Piece (1pc) Arbor Bolt
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




MECH Interchangeable

MECH-F Front Piece (without Coolant Hole)

@

=
19
[a]

0

APMX;
LH,
LF

Toolholder Dimensions

@ n « ’ . Rake Angle =
] ] = Dimensions (mm) o o
~ 5 g o ) =
Part Number 3 = 2 = =
& o [S] S %
[] o o DC DCON LF LH1 APMX1 A.R. R.R. =
=z 4 z
MECH 050R11-4T-F [ ] 50 22 32 18 10 +23° -7° 0.2
063R17-4T-F o 4 2 8 63 22 0.4
080R17-4T-F ° 80 32 44 30 16 +19° -7° 0.8
100R17-6T-F ® 6 2 12 100 45 13
@ : Standard ltem
Applicable Inserts
End Mill Base Unit Front Piece Applicable Inserts
MECH  050R11-4T-BT50SA MECHO50R11-4T-BT50-A MECHO50R11-4T-F ggm : :Egggg:z;
063R17-4T-BT50SA MECHO063R17-4T-BT50-A MECHO063R17-4T-F
080R17-4T-BT50SA MECHO8OR17-4T-BT50-A MECHO8OR17-4T-F O o s
100R17-6T-BT505A MECH100R17-6T-BT50-A MECH100R17-6T-F
Recommended Cutting Conditions = P27
Spare Parts
Spare Parts
Wrench Wrench Anti-seize
Insert Screw (for Insert Screw) Arbor Bolt (for Arbor Bolt) Compound
Part Number
D @QZ/
MECH 050R11-4T-BT50SA SB-2555TRG DTM-8 HH12X35 LW-10
"/‘:eg’a' 063R17-4T-BT50SA HH12X40 LW-10
roor
(Set) 080R17-4T-BT50SA SB-4070TRN DTM-15 HH16X40 LW-14
100R17-6T-BT50SA HH20X40 LW-17
MECH 050R11-4T-BT50-A SB-2555TRG DTM-8 HH12X35 LW-10
063R17-4T-BT50-A HH12X40 LW-10
Base Unit P-37
080R17-4T-BT50-A SB-4070TRN DTM-15 HH16X40 LW-14
100R17-6T-BT50-A HH20X40 LW-17
MECH 050R11-4T-F SB-2555TRG - - -
063R17-4T-F
Front Piece
080R17-4T-F SB-4070TRN - - 8
100R17-6T-F

« If you purchased the front piece only, the insert screw wrench, arbor bolt, and arbor bolt wrench are not included.

g@ Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed



MECH Inserts

MECH Helical End Mill MECH Helical Shell Mill
No. of Inserts No. of Inserts
§ 'g BDMT11T308ER- BDMT170408ER- ﬁ % BDMT11T308ER- BDMT170408ER-
=} 7] =) )
Part Number == Part Number ==
° |5 [ } ° |5 [
s s | | s s '
N2 N3 N3 N4 N2 N3 N3
MECH 1000-W1000-11-4-2T
e [ 8 4 4 MECH 040R-11-4-4T-M 4 16 8 8
2 - -
1250-W1250-11-5-2T 2000R-11-5-6T
032-532-11-5-2T 03 > 050R-11-5-6T-M 630 15 15
1250-W1250-11-5-4T MECH 2000R-17-2-4T
032-532-11-5-4T 0 10 10 050R-17-2-4T-M 8 4 4
1500-W1250-11-6-2T R R 2000R-17-4-4T 2 16 8 8
040-S32-11-6-4T 050R-17-4-4T-M
4 | 24 12 12 —
1500-W1500-11-6-4T
L o 063R-17-3-4T-M 12 6 6
2000-W1500-11-7-4T
050-542-11-7-4T 2B 4 4 080R-17-4-6T-M
6 | 24 - - 12 12
2000-W1500-11-7-6T
T 6 | 42 21 21 100R-17-4-6T-M
MECH 1500-W125-17-4-2T
L T MECH 063R-17-3-4T 4 12 6 6
2 8 4 4
1500-W150-17-4-2T
040-542-17-4-2T ; ; 080R-17-4-6T
6 24 12 12
2000-W1500-17-5-4T
e iy 4 20 10 10 100R-17-4-6T
MECH Precautions when Installing Notched Inserts
1. Install notched inserts by matching the insert with the number of marks 2. When installing notched inserts in flute line, ensure that the number on
on the holder body. the insert is the same as the insert in first stage. Ref. to Fig.1, 2 and 3.
Insert Number and Holder Marks
Insert Size 11 Type 17 Type
Insert No. 2 3 3 4
Marks O O
O OQ OO OOO Fig.2 Insert No.

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

Fig.1 Same flute line Fig.3 Holder Marks



MECH | Recommended Cutting Conditions s : 1st Recommendation ¢ : 2nd Recommendation

Recommended Insert Grade Vc (sfm)
. PVD Coated
WOfkpl?Ce Feed Rate fz (ipt) MEGACOAT NANO MEGACOAT Carbide
Material
PR1535 PR1225 PR1230 PR1210 PR830
Carbon Steel 0.003~0.004~0.006 * * * - >
390~590~820 390~590~820 390~590~720 330~460~590
Alloy Steel 0.003~0.004~0.006 * * * - =
330~520~720 330~520~720 330~520~660 330~460~590
Mold Steel 0.003~0.004~0.006 * * * R *
260~460~590 260~460~590 260~460~520 330~390~490
*
Gray Cast Iron 0.003~0.006~0.007 - - - -
390~590~820
*
Nodular Cast Iron 0.003~0.006~0.007 - - - -
330~490~720
- * *
Titanium Alloys 0.003~0.004~0.006 130~200~260 - - 100-160~230 -

* Bold numbers in the graph indicate the most recommended value of feed (fz) Adjust cutting speed and feed rate according to the actual machining conditions

* Machining with coolant is recommended for titanium alloys

% :1st Recommendation
% : 2nd Recommendation

* Recommended cutting conditions above are for notched inserts. If using an insert without a notch, the cutting depth (D.0.C.) and width (ae) should be 60% of that of notched inserts.

JA Chipbreaker
Vc (sfm)
Workpiece Feed Rate "
Material fz (ipt) Carbide
GW25
Aluminum Alloy - "
(Si 13% or Less) 0.003~0.012 660~2620
Aluminum Alloy
(Si13% and Over) 0.003~0.008 660~980

When using inserts with corner-R (RE)1.6mm or larger, additional modifications of the cutter body will be necessary.
Refer to the table below for the recommended modifications. (Additional grind off is not necessary when corner-R (RE) is 1.2mm or less.)

- . * Round-shaped additional processing is
Insert Corner-R (RE) Additional Processing recommended. When applying chamfer
Dimension to Body Corner (mm) s pplying
shaped additional processing, do not
1.6 cut away too much.
20 R1.0 Additionally Insert with Large
24 R1.2 Processed Corner-R(re)
3'1 Rl .6 Pre-processing s Post-processing
4.0 R2.5
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Cutting Performance of MECH (used Machine: Machining Center Equivalent to AC15 / 18.5kW)

MECH Helical End Mill 2 Flute Type (Workpiece :1049)
ot Part Number Overhang Shouldering Slotting
Dia Inch Size Length LPR
. Metric Size (in) )
J
o
©1.000" MECH1000-W1000-11-4-2T Part Number e
@25mm MECH025-525-11-4-2T
Cutting Speed: Cutting Speed:
MECH1250-W1250-11-5-2T Vc =330~590 sfm Vc =330~390 sfm
grasor | MECH032-532-11-5-2T Feed fz = 0.003~0.006 ipt Feed fz= 0.003~0.005 ipt
@32mm MECH1250-W1250-11-5-4T 1575 1575
MECH032-532-11-5-4T g 2
MECH1000-W1000-11-4-2T g g
MECH1500-W1250-11-6-4T CH1000-W1000 g s
MECH040-532-11-6-4T MECH025-525-11-4-2T 0304 0304
©1.500" Y I i i
0.394 0.787 1.181 0.003 0.00¢ 0.005
240mm MECH1500-W1500-11-6-4T ae i o)
MECH040-542-11-6-4T
1.969 1.969
MECH2000-W1500-11-7-4T s 21
" MECH050-542-11-7-4T MECH1250-W1250-11-5-2T g e g e
©2.000 S o787 S ors7
@50mm e S g MECH032-532-11-5-2T e PR — ;
MECHO050-542-11-7-6T 0 0394 0787 1181 0003 0004 0005
ae (in) fz (ipt)
MECH1500-W1250-17-4-2T
" MECH040-532-17-4-2T MECH1500-W1250-17-4-2T 2362
@1.500 1969
MECH1500-W1500-17-4-2T E 155
@40mm | MECH1500-W1500-17-4-2T 9 1
MECH040-542-17-4-2T 3 o7
MECH040-532-17-4-2T 0354 | o : :
©2.000" MECH2000-W1500-17-5-4T MECHO040-542-17-4-2T 0 0394 oazsgnj 1181 1575 0003 ofzm(Jizz ) 0005
@50mm MECH050-542-17-5-4T i
Shape

LPR

4 Flute / 6 Flute Type

MECH1250-W1250-11-5-4T
MECH032-532-11-5-4T

0394 0.787 1181
ae (in)

MECH1500-W1250-11-6-4T
MECH1500-W1500-11-6-4T

MECHO040-532-11-6-4T
MECHO040-542-11-6-4T

039 0787 1.181
ae (in)

2362

z
MECH1200-W1500-11-7-4T g 178
MECH050-542-11-7-4T S o7e7
0
0394 0.787 1181
ae (in)
. 2362
B
MECH1200-W1500-11-7-6T g 17
MECH050-542-11-7-6T S o7e7
Y
0394 0.787 1181
ae (in)
3.150
g 2362
MECH1200-W150017-5-4T s
a

MECH050-542-17-5-4T

0787

0394 0.787 1.181
ae (in)

*4 and 6 flute types are not recommended for slotting




Cutting Performance of MECH (used Machine: Machining Center Equivalent to AC15 / 18.5kW)

MECH Helical Shell Mill

(Workpiece :1049)

@riire Part Number Overhang
Dia Inch Size Length LPR
: Metric Size (in)
@40mm MECHO040R-11-4-4T-M
MECH2000R-11-5-6T
MECHO50R-11-5-6T-M
©2.000" MECH2000R-17-2-4T 441
@50mm MECHO50R-17-2-4T-M .
MECH2000R-17-4-4T 543
MECHO50R-17-4-4T-M .
@263mm MECHO063R-17-3-4T-M 4.53
@80mm MECHO80R-17-4-6T-M 5.12
@2100mm MECH100R-17-4-6T-M 5.12
Shape
o
a
—

Part Number

Shouldering

R,

J

o

Cutting Speed: Vc = 330~590 sfm
Feed: fz=0.003~0.006 ipt

1575

1.969
1575

g 1181 foeee g
g 0787 g 1181
MECH040R-11-4-4T-M g MECHO63R-17-3-4T-M | & o787
0394 0394
0 - 03‘94 - 07‘87 1.181 0 - 03‘94 - O7‘87 1.181
ae (in) ae (in)
1.969 3150
g 1575 < 2362
MECH2000R-11-5-6T g e 9 s |
9 o787 MECHO80R-17-4-6T-M |
MECH050R-11-5-6T-M 039 0787
0 0
0394 0.787 1181 0394 0.787 1.181
ae (in) ae (in)
1575 3.150
< 1181 T 2362
MECH2000R-17-2-4T Y o787 PRER
g MECH100R-17-4-6T-M | &
MECHO50R-17-2-4T-M 0394 0787
0 - ~ - - 0 - ~ - ~
0394 0.787 1181 0394 0.787 1.181
ae (in) ae (in)
3.150
g 2362
MECH2000R-17-4-4T g 1575
[a)

MECHO50R-17-4-4T-M

0787

0394 0.787 1.181
ae (in)

MECH-BT50 Integral Arbor
MECH-BT50SA Integral Arbor with Replaceable

Front Piece

*Not recommended for slotting

(Workpiece :1049)

Cutting Part Nur.nber
Dia Inch Size
: Metric Size
MECHO50R11-8-4T-BT50
MECHO50R11-4T-BT50SA
@250mm
MECHO50R17-7-4T-BT50
@63mm MECHO063R17-7-4T-BT50
MECHO063R17-4T-BT50SA
@80mm MECHO080R17-7-4T-BT50
MECHO80R17-4T-BT50SA
3100mm MECH100R17-7-6T-BT50
MECH100R17-6T-BT50SA
Shape

Overhang
Length LPR
(in)

Part Number

Shouldering

Y
| 1s
a

Cutting Speed: Vc = 330~590 sfm
Feed: fz = 0.003~0.006 ipt

MECHO50R11-8-4T-BT50
MECHO050R11-4T-BT50SA

D.O.C. (in)

3.150

2362

1.575

0787

0394 0.787 1.181
ae (in)

MECHO80R17-7-4T-BT50
MECHO080R17-4T-BT50SA

0394 0.787 1181

ae (in)

MECHO50R17-7-4T-BT50

D.O.C. (in)

0394 0.787 1181
ae (in)

MECH100R17-7-6T-BT50
MECH100R17-6T-BT50SA

D.OC. (in)
N
3

0394 0787 1181

ae (in)

MECHO063R17-7-4T-BT50
MECH063R17-4T-BT50SA

D.O.C. (in)

0394 0787 1181
ae (in)

*Not recommended for slotting
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MECX £

High Efficiency Fine-Pitch Endmills & Facemills

Extra-fine Pitch increases Machining Efficiency
Ideal for Lower Horsepower Machines

Increased Machining Efficiency

Multiple inserts promote high efficiency machining at higher table feeds

MECX vs MEC

(1" diameter cutter)

7 inserts | 3 inserts 2 inserts

MECX1000-5100-07-7T MEC1000-S100-11T MEC1000-5100-17

Cutting Edge Strength Comparison (Internal Evaluation) Toolholder Strength Comparison (internal Evaluation)
No. of Passes 25 50 75 No. of Passes 100 200 300
75 260
MECX-JT MECX-JT
75 330
28 60
Competitor A Competitor A
7 96
24 103
Competitor B Competitor B
20 227
Ve = 400 sfm, fz = 0.008 ipt, DOC. x ae = 0.08"x 0.4" Cutting Diameter 0.787', Vic = 400 sfm, fz = 0.006 ipt, DOC. x ae = 0.200"x 0.275"
4140 Steel 1049 Steel
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MECX Lineup for Lower Horsepower Machines

Low resistance and high toughness, optimum for low horsepower machines
Face Mills hold up to 14 inserts for high precision milling

MEC & MECX Application Range MECX Face Mill Series
Cutter Dia: @1.25', @1.5", @2, 2.5"

A ) - s ar

Large - &
(> -
k): ....................................
o
o
Small fz=0.004 ipt
o
Low ——m = High

Feed Rate

Wide Range of Machining Applications

Various chipbreakers available for multiple machining applications

JT Chipbreaker JS Chipbreaker

General Purpose Low Resistance

(Tough Edge) (Sharp Edge)
Chipbreaker Application Chart Low Cutting Forces (4140)
1045
V=500 sfm, f=0.003 ipt
D.0.C.xae =0.197"x0.197"
Lar
1500 [eveeiiiiiee i
z
o
U g 1000 | BN .
s} @
[a) [J]
[a=
JT 2
£ 500 f-.... B
o
Small f=0.004 ipt o
Low e High 0
Feed Rate MECX-T  MECX-JS Comp.A  Comp.B
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MECX | End Mill

DC 2 Y A N N Z
7777777 s o T T T = 8
f======—] | g
APMX 8
LH
LF LF
Fig.1 Fig.3
DC o .
ﬁ/f:%lEZ = }» 1 % . =
- 8 e | %
M”‘LH . < g
. Apmx || By
Fig.2 LF
Fig.4
Toolholder Dimensions
) ) Rake Angle Spare Parts
™ “ n Dimensions & e o
] 2 ot ©) 52 £ InsertScrew Wrench Max
Shank Part Number ks’ c 59 50 3 RPM
ao= =2 AR St &
DC DCON| LF LH APMX (Max) R.R. \
MECX 0375-5375-07-1T [ ] 1 10375 0375 3.00  0.669 12.8° | -19.7 . 47,150
Fig.1 | SB-2035TRG
0500-S500-07-2T [ ) 2 | 0500 0500 327 0.709 14.3° | =129 45,800
0625-5625-07-3T [ ) 3 0625 3.50 -11.3° Fig.2 43,300
0.625 0.236 Yes — DTM-6
X 0750-5625-07-4T [ J 4 Fig.3 40,900
< 0.787 16.3° SB-2042TRG
= 0750-S750-07-4T [ ] 4 0750 0750 4.00 -10.9° Fio2 40,900
e 0750-5750-07-5T @ inch 5 ' o 40,900
2 1000-S100-07-5T ) 5 , 36,900
il 1.000 Fig.2
A 1000-S100-07-7T [ ) 7 | 1.000 450 | 0.984 -9.5° SB-2042TRG 36,900
1000-S750-07-5T [ ) 5 0.750 0236 | 16.3° Yes | Fig.3 DTM-6 36,900
g -07- 6 Fig.2 33,700
1250-5125-07-6T e 1.250 | 1250 5.00 | 1.181 -8.9° 9 | 58-2035TRG
1250-5125-07-8T [ J 8 Fig.4 33,700
= MECXL 0625-5625-07-3T [ ) 3 0625 0625 5.10 2175 -11.3° 43,300
2 0750-S750-07-4T e 4 0750 | 0750  5.50 -10.9° . 40,900
) inch 2362  0.236 | 16.3° Yes | Fig4 SB-2042TRG | DTM-6
@ 1000-S100-07-5T [ ) 5 |1.000 1.000 630 -9.5° 36,900
3 1250-S125-07-6T [ ) 6 | 1250 1.250 = 7.90 | 2.559 -8.9° 33,700
MECX 08-S10-07-1T [ ) : 8 10 16 11.7° | -24.0° Fig.1 48,100
10-S10-07-1T [ ) 10 17 12.8° -187° Fig.2 47,100
80 6 Yes — SB-2035TRG | DTM-6
12-512-07-2T ° 5 12 . 18 143° -13.7° Fig.4 46,200
14-512-07-2T [ ) 14 163°  -12.1° Fig.3 44,800
16-S16-07-3T [ ] 16 -11.3° Fig.4 43,200
= 17-516-07-3T [ ) 3 17 1% 100 -11.0° 42,400
o
£ -516-07- () 18 -10.9° Fig.3 41,
5 18-516-07-3T 20 6 | 16.3° Yes | 97 | SB2042TRG  DTM-6 600
5 20-516-07-4T ® mm 20 1o 40,200
x 5 20-520-07-4T ® 4 20 10 ’ Fig.4 40,200
a2 ° 21-520-07-4T ° 21 -10.1° Fig:3 39,500
E 25-520-07-5T [ - 20 07 Fig.3 37,000
'% 25-525-07-5T ® 5 5 1200025 ) Fig.4 37,000
& 26-525-07-5T [ ) 26 6 | 163° -95° | Yes | Fig.3 | SB-2042TRG| DTM-6 36,500
-$32-07- A 32 -8.9° Fig.4 ,
32-S32-07-6T 6 3 130 30 ig 33,600
33-532-07-6T (] 33 -8.8° Fig.3 33,100
MECX 16-S16-07-4T [ 4 16 16 100 -11.3° Fig.4 43,200
- 20-S16-07-5T [} 20 Fig.3 40,200
S 5 20 110 -104°
£ 20-S20-07-5T [ J . Fig4 40,200
> mm 20 6 | 163 Yes — SB-2042TRG | DTM-6
2 25-520-07-7T (] Fig.3 37,000
T 7 25 120 25 9.7°
25-525-07-7T [ ] 25 Fig4 37,000
32-532-07-8T [ ) 8 32 32 130 | 30 -8.9° 9 33,600
» MECX 17-S16-130-07-3T [ ] 3 17 16 130 -11.0° 42,400
_;:% -r% < 20
<2 Eg 21-520-140-07-4T ® mm 4 21 20 | 140 6 | 163° -10.1°| Yes | Fig.3 | SB-2042TRG| DTM-6 39,500
c B
o | wn
- 26-525-160-07-5T @ 5 26 25 | 160 25 -9.5° 36,500
> Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed @ :Standard Item /\ : Phaseout Item (will be removed from next brochure)

Caution with Max. Revolution
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.




MECX | Face Mill

v

DCSFMS

DCSFMS

- e KWw KWW
r‘s 0 = - F_—‘ A - F_—‘ I
-%kf\pti 5
. ; - o~ =1 - =1
: @ ® #
S DCCB: DCCB;
P "j DCCB: - 0 DCCB: ‘_/0'
<5 g C Fig.1 oS Fig2
Toolholder Dimensions
1) Rake @ = Spare Parts
o Dimensions Angle 2 o 2
~x . @ || = Insert Arbor
Part Number 8 € = (% £ % £  Scew Wrench g Max
H 2 5 o &2 IS RPM
S DC DCSFMS DCB DCCBi DCCB> LF CBDP KDP kww APMX AR RrR. 8 O § \ %’
z (Max) O AN
MECX 1250R-07-8T [ ] 8 11250 1.181 -8.9° 0.15 33,600
0.630 | 0.417 |1.575 0.807 Fig.1———
1500R-07-10T [ ] 10 [1.500 1.496 -8.4° 0.25 HH3/8- | 30,500
inch 0.75 0187 0313 | 0.236 @ +7° Yes SB-2042TRG = DTM-6
2000R-07-12T [ ] 12 2.000 0.646 -8.3° 0.125 1.25H 27,700
1.575 0417 1,575 0.819 Fig2——
2500R-07-14T [ ) 14 2.500 0.630 -7.9° 0.50 24,900
MECX 032R-07-8T-M [ ] 8 | 32 30 16 14 8.5 20 5.5 85 -8.9° . 0.15 HH8x25H | 33,600
g1 ——
040R-07-10T-M @ 10 | 40 38 -8.4° 0.25 30,500
mm 40 6 +7° Yes SB-2042TRG = DTM-6
050R-07-12T-M A 12| 50 22 18 12 22 63 | 104 -8.3° 0.35 HH10x30H | 27,700
40 Fig2——
063R-07-14T-M A 14 | 63 -7.9° 0.50 24,900

Caution with Max. Revolution

3
Coat Anti-seize Compound (P-37) thinly on portion of taper and thread when insert is fixed

When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force. For more details, see "Warning" on page P13.
To obtain a smooth shoulder wall finish using step milling, set D.O.C. within 0.197" for each cut.

Applicable Inserts

@ :Standard Item /\ : Phaseout Item (will be removed from next brochure)

- Carbon Steel / Alloy Steel * P
Usage Classification P
Mold Steel * hAe
Austenitic Stainless Steel * Y hAs
M | Martensitic Stainless Steel * hid
 : Roughing / Tst Choice Precipitation Hardened Stainless Steel *
Y : Roughing / 2nd Choice K Gray Cast Iron *
I :Finishing / 1st Choice Nodular Cast Iron *
[ :Finishing / 2nd Choice N | Non Ferrous Metals
(Incase hardnessis under 45HRC) g Heat Resistant Alloy (Ni-base) * » *
Titanium Alloy * *
H | Hard Materials O g
L CVD Coated MEGACOAT PVD Coated
Dimension (in.) Angle Carbide NANO MEGACOAT Carbide
Insert Part Number
e A < = =
W1 S D1 L RE AS AN 3 = =] = 3
S & & & a
BDMT 070302ER-JS 0.008 [} [ ] [ ] A
El |
s 070304ER-JS 0.181 | 0.102 A 0.091 | 0.264 0.016 | 16° 15° [ J [ ] [ ] A
070308ER-JS 0.031 [} ([ ] [ ] A
BDMT 070302ER-JT 0.008 [ J [ ] [ [} A
El
s 070304ER-JT 0.181 | 0.102 A 0.091 | 0.264 0.016 | 16° 15° [} ([ ] [ [ J A
070308ER-JT 0.031 (] [ ] [ [} A

Inserts are sold in 10 piece boxes

@ : Standard Item /\ : Phaseout Item (will be removed from next brochure)
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MECX | Recommended Cutting Conditions s : 1st Recommendation ¥ : 2nd Recommendation

Feed Rate fz (ipt) Recommended Insert Grade Vc (sfm)
Workpiece MEGACOAT MEGACOAT PVD Coated CVD Coated
Material JS Chipbreaker JT Chipbreaker NANO Carbide Carbide
PR1535 PR1225 PR1210 PR830 CA6535
Carbon Steel 0.0016~0.0031~0.0039 | 0.0024~0.0039~0.0047 39O~57§0~820 390~5§0~82 0 350~ 47§0~5 " .
Alloy Steel 0.0016~0.0024~0.0031 | 0.0024~0.0031~0.0039 . o~5{z?o~7zo " o~5§o~72 o 4 0~4‘§0~5 " .
Mold Steel 0.0016~0.0024~0.0031 | 0.0024~0.0031~0.0039 2604002590 260-200-590 26035490 -
2;?;72;2;teel 0.0012-0.0016~0.0020 | 0.0020~0.0024~00028 L. % 330-520-660 -
SMt;'rtj::Sit;ieel 0.0012~0.0016~0.0020 | 0.0020~0.0024~0.0039 290~ 6?0»« 620 - s o~7§o~ 580
z::ic;ﬁ:ts‘:t;‘t):e?ardene‘j 0.0012~0.0016~0.0020 | 0.0020~0.0024~0.0039 2 o~3:o~ 290 B B
Gray Cast Iron 0.0016~0.0031~0.0039 | 0.0031~0.0039~0.0059 - 360-560-820 -
Nodular Cast Iron 0.0016~0.0024~0.0031 | 0.0031~0.0039~0.0047 - : 330-200-660 :
H:;Eta—;(;sistan ¢ Alloy 0.0012~0.0016~0.0020 | 0.0020~0.0024~0.0028 70~1g%~1 o - , 0~1(‘;)~1 o
Titanium Alloys 0.0016~0.0024~0.0031 | 0.0031~0.0039~0.0047 3 0~z§o~z " . 0 o~1i§o~ 230 .

* Bold numbers in the graph indicate the most recommended value of feed (fz) Adjust cutting speed and feed rate according to the actual machining conditions
* Machining with coolant is recommended for Ni-base heat-resistant alloy and titanium alloys

Ramping / Helical Milling / Plunging

% :1st Recommendation
¥¢ :2nd Recommendation

Ramping / Helical Milling

® Ramping Angle should be Under RMPX Cutting Dia. Applicable Inserts | Max. Ramping Angle (RMPX)
@ For plunge depth per revolution when helical milling,
. @0.375", @8mm Not Recommended
see the cutting performance data of each tool. R
Use compressed air during machining. @10mm 15
20.500" 2
@12mm, @14mm
©0.625, @16mm 3°
@17mm, 318mm 1.5°
0.750, 320mm ERMIOZ02 »
@21mm 1.8°
©1.000%, @25mm 13°
@26mm 1.2°
@1.250", @32mm 0.8
@33mm 0.5°
Minimum Cutting Diameter for Helical Milling
MECX Cutting Dia. $0.375" | ©0.500" = @0.625" | @0.750" @8mm 010mm | 012mm = @14mm = @16mm = @17mm = @18mm = @20mm
BDMT0703 Min. Cutting Dia. 00.512" = 00.748" | @0.984" | @1.260 Not recommended 014mm | @18mm | 022mm | @26mm | @28mm | @30mm | @34mm
WPe  \in. GuttingDia. forFlatBottom | 00.630" 00866 @142 grzgr  Crehalmiling g m @2imm | g2s5mm | 029mm | @3Imm 033mm 037mm
MECX Cutting Dia. 01.000" | @1.250" = @2Tmm | @25mm | @26mm | @32mm = @33mm
BDMT0703 Min. Cutting Dia. 01.732" | 02.244" | @36mm | @44mm | @46mm = @58mm | G60mm
WP Vi, Cutting Dia. for FlatBottom ~ 01.890" | 02362"  @39mm | G47mm  G49mm  @6Tmm | 063mm




Cutting Performance of MECX

(JT Chipbreaker Vc = 400 sfm Workpiece :1049)

MECX End Mill

Cutting Part Number

Dia Inch Size

. Metric Size

@8mm MECX08-510-07-1T
@0.375" MECX0375-S375-07-1T
@210mm MECX10-S10-07-1T
@0.500" MECX0500-5500-07-2T
@12mm MECX12-S12-07-2T
20.625" MECX0625-5625-07-3T
@16mm MECX16-S16-07-3T
@0.750" MECX0750-5750-07-4T
@20mm MECX20-S20-07-4T
@1.000" MECX1000-5S100-07-5T
@25mm MECX25-S25-07-5T
©1.250" MECX1250-5125-07-6T
@32mm MECX32-S32-07-6T

Shape

Overhang
Length LPR
(in)

« Machining with extended overhang length is not
recommended for @0.315" and @0.394".

«The cutting performance list shows applicable range of JT
Chipbreaker (PR830) with Standard flute-number type.

For Multi-Edge type, use with 70% or less of D.O.C..

« Cutting conditions of JS Chipbreaker

(1) For MECX0375~MECX0500 / MECX08~MECX12

Decrease the feed rate by 25% according to cutting

capability list.

(2) For MECX 0625 / MECX16 and over

Decrease the feed rate and D.O.C. by 30% according to

cutting capability list.

Part Number

Shouldering
(Cutting Width ae = DC/2)

Slotting
Ramping, Helical Milling

0002 0004 0006 0008
fz (ipt)

0236 0236
_ 0197 _ 0197
£ 0157 £ 0157
MECX08-S10-07-1T gamx 30118
b a 0079 a 0079
0.039 n 0039
0 0002 0004 0006 0.008 0002 0004 0006 0008
fz(ipt) fz (ipt)
0236 0236
_ 0197 _ 0197
£ 0157 £ 0157
MECX0375-S375-07-1T g 0.118 g 0118
MECX10-S10-07-1T e 007 m S 0079 |
0.039 0039 |+
0

0002 0004 0006 0008
fz (ipt)

MECX0500-S500-07-2T
MECX12-512-07-2T

0236
0.197
0157
0118
0.079 |
0039

D.O.C.(in)

)

0002 0004 0006 0008
fz (ipt)

0236
0.197
0.157
0118
0079
0039

D.OC.(in)

j

0002 0004 0006 0008
fz (ipt)

MECX0625-5625-07-3T
MECX16-516-07-3T

0.236
0.197
0157
0118
0079
0.039

D.O.C. (in)

U

0002 0004 0006 0008
fz (ipt)

0236
0.197
0.157
0118
0079
0039

D.OC.(in)

j

0002 0004 0006 0008
fz (ipt)

MECX0750-S750-07-4T
MECX20-520-07-4T

0236
0.197
0157
0118
0079
0039

D.O.C.(in)

b

0002 0004 0006 0008

0236
0.197
0.157
0118
0079
0039

D.OC.(in)

U

0002 0004 0006 0008

0002 0004 0006 0008

fz (ipt) fz (ipt)
0236 0236
_ 0197 _ 0197
£ 0157 > R e —
MECX1000-S100-07-5T g 0.118 N g 0118
MECX25-525-07-5T e 0o e 007
0.039 0039
0002 0004 0006 0008 0002 0004 0006 0008
fz (ipt) fz (ipt)
0236 0236
_ 0197 ——— _ 0197
£ 0157 —\ R e e —
MECX1250-5125-07-6T g 0.118 g 0118
MECX32-532-07-6T e 0o e 007
0.039 0039

0002 0004 0006 0008
fz (ipt)

fz (ipt)
MECX Face Mill (JT Chipbreaker Vc = 400 sfm Workpiece :1049)
St g P T,u;nber Lc;;?;rt?naﬂgR Part Number Shouldering
H ncl 1ze . " _
Dia. Metric Size (in) (Cutting Width ae = DC/2)
©1.250" | MECX1250R-07-8T 023
@32mm MECX032R-07-8T-M MECX1250R-07-8T 0197
£
$1.500" | MECX1500R-07-10T LIECH022RCZE T o
@40mm MECX040R-07-10T-M 2 Jore
©2.000" | MECX2000R-07-12T MECX1500R-07-10T 0039
@50mm MECX050R-07-12T-M MECX040R-07-10T-M 0002 0004 0006 0.008
©2.500" | MECX2500R-07-14T f2 et
@63mm | MECX063R-07-14T-M 0236
MECX2000R-07-12T et
Shape MECXO050R-07-12T-M £ 0157
g 0118
o 0079
MECX2500R-07-14T 0039

LPR

MECX063R-07-14T-M

0002 0004 0006 0008
fz (ipt)

Not recommended for slotting
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