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High Efficiency & Low Cutting Force
Milling Cutter Series

B MEC Endmills & Face Mills
Standard & Long Shank Lineup
Multiple Corner Radii Available

B MECX Endmills & Face Mills
Extra-Fine Pitch for Increased Efficiency
Low Cutting Forces Ideal for Lower
Horsepower Machines

MECH Helical Endmills

Improved Chip Evacuation
Maximum Machining Efficiency
Reduced Cutting Forces

& PR1535

MEGACOAT NANO

For titanium alloy and
precipitation hardened
stainless steel

& CA6535

CVD Coated Carbide

For Ni-base heat resistant
alloy and martensitic
stainless steel

& KYO-CAT

Taper Adapters

CAT-40 & CAT-50 for
endmills and facemills







MEC-Series Milling Line

MEC

Ultra Hurricane Endmills & Facemills
Pages 4-17
B Standard shank and long shank product line expansion

B Corner radius lineup expansion
B JA Chipbreaker and KPD001 (PCD) for Aluminum available

MECX

Ultra Hurricane Fine-Pitch Endmills & Facemills

Pages 18-23

B Extra-fine pitch increases machining efficiency
B Low cutting forces

B Ideal for lower horsepower machines

MECH

Helical Endmills
Pages 24-29
B Improved chip evacuation

B Maximum machining efficiency

B Reduced cutting force

KYO-CAT
CAT40 / CAT50 Taper Adapters

Pages 30-31




MEC

Endmills & Face Mills

Including a Standard & Long Shank lineup

with various Corner Radii available.

1st Choice Grades

7- ﬁ PR1535
? CA6535

? PR1225

\ !
F '

W,\</)| rkpigeg Carbon Steel / Alloy Steel
aterial

Cutting Range | Finishing < ——- Roughing | Finishing ~————- Roughing | Finishing

Classification PO1 P10 -- M10 O -
Tl II

Available Corner Radii

Stainless Steel

- — Roughing| Finishing Roughing

5 ==

PR1 535

Range

CA6535

Application

Corner Radius ( re )
Description
0.008 0.016 0.031 0.047 0.063 0.079 0.094 0.112 0.157
BDMT1103..ER-JT [ J [ o
BDMT11T3..ER-JT [ J [ [ ] ([ J [ J [ J o ([ J
BDMT1704..ER-JT [ J o ([ J [ J [ ] [ ] ([ J [ J
BDMT1103..ER-JS [ J [ J [ ]
BDMT11T3..ER-JS [ J [ J o
BDMT1704..ER-JS [ J o
BDMT11T3..FR [ J [
BDMT1704..FR [ J [
BDGT11T3..FR-JA [ J [ J o
BDGT1704..FR-JA [ [ J [ [




New Grades for o
Difficult-to-cut Materials e h'.f..’

e Stable cutting reduces opportunities for insert fracturing

Smooth & less adhesion

e Good for high efficiency machining

Oxidation and wear resistant

e For Ni-base heat resistant alloys and martensitic stainless steels ; -
Prevent peeling of coating layer

¢ High heat resistance and wear resistance with CVD coating

® Improved stability due to thin film coating technology B o

CA6535

MEGACOAT NANO
Layer Structure

e For titanium alloys and precipitation hardened stainless steels
¢ Improved stability due to thin film coating technology

e Stabilized milling operation and long tool life with Kyocera's MEGACOAT NANO coating technology

PR1535

Low Cutting Forces & Higher Rigidity & Durability Higher Body Durability
Sharp Cutting Performance Thicker Insert Seat & Larger Silver Coating Promotes
High ?ake)Angb Chip Pocket Radius Long Tool Life

22°+

Better Chip Evacuation
Large Chip Pocket & Efficient
Chipbreaker Selection

Air Hole for Shanks over 0.625”
Air/Coolant Capable

High Strength & Long Tool Life
Grades for Multiple Applications

Low Cutting Forces

5000

Competitor .
Competior B . High Feed Rates
4000 Uttra Hurricane A C 4140, V= 380sfm
Endmill Ultra Hurricane Endmill dxw=0.118" x 0.394”
8 f= 0.011ipt
o il
5 3000
£ Competitor A No coolant,
1 pass = 0.394”
2000 i
1000 Competitor C
1049, V= 320 sfm, d x w= 0.354 x 0.394", 50 100 150
f= 0.008 ipt, No coolant No. of Passes Until Breakage

Excellent Shoulder Wall Surface Finish Perfect 90° Shoulders
I [ ' ' Fo

e,

t

B oA

” 13um 18um
1049, V= 380 sfm, d x w= 0.197 x 0.394", Ultra Hurricane Endmill ~ Competitor Competitor
f=0.004 ipt, No coolant A B



MEC Endmill
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MEC Endmill (inc
Dimensions (inch) Rake Angle Spare Parts
< S “6% E & 'g / Max.
2 9 csa @D A.R. 85 © Revolution
2] Part Number »  ZE ;0-0008 @Dd L 2 S MAY) R.R.  OI o Insert Screw  Wrench (min")
MEC 0500-S500-11 ® 1 0500 0500 265 0787 0394 120 | -21° X Fig.l = SB-2545TR DTM-8 50,800
MEC 0625-S500-11T 3¢ ® 2 0625 0500 275 0906 0394 18 | -14° v Fig.3 | SB-2555TRG | DTM-8 43,750
0625-S625-11T 3¢ ® 2 0625 0625 300 1.024 0394 18 | -14° v Fig.4 | SB-2555TRG | DTM-8 43,750
0750-S625-11T & ® 3 0750 0625 305 1.024 0394 20° | -10° 7 Fig.3 | SB-2555TRG = DTM-8 41,000
0750-S750-11T 3¢ ® 3 0750 | 0750 325 1.142  0.394 = 20° | -10° v Fig.4 | SB-2555TRG = DTM-8 41,000
1000-S750-11T & ® 3 1000|0750 325  1.142  0.394 = 21° | -10° v Fig.3 | SB-2555TRG | DTM-8 37,500
E 1000-S100-11T 3k ® 3 1000 | 1.000 375  1.260 0394 21° | -10° v Fig.4 | SB-2555TRG | DTM-8 37,500
§ 1250-S100-11T ® 4 1250 1.000 375 | 1.260  0.394 = 23° -9° 7 Fig.3 | SB-2555TRG = DTM-8 33,900
§ 1250-S125-11T 3 ® 4 1250 1250 400 | 1.575  0.394 = 23° -9° v Fig.4 | SB-2555TRG = DTM-8 33,900
1500-S125-11T 3 @® 5 1500 1250 435 1.969  0.394  24° -8° v Fig.3 | SB-2555TRG = DTM-8 30,000
MEC 1000-S750-17 & ® 2 1000|0750 350  1.417 0618 16° | -11° v Fig.3 | SB-4070TRN = DTM-15 35,000
1000-S100-17 ¢ ® 2 1000 | 1.000 375 1.417 0618 16° | -11° 7 Fig.4 | SB-4070TRN = DTM-15 = 35,000
1250-S100-17 % ® 3 1250 1.000 4.00 | 1.575 0618  17° -7° v Fig.3 | SB-4070TRN = DTM-15 = 30,000
1250-S125-17 % ® 3 1250 1250 400 | 1.575 0618  17° 7 v Fig.4 | SB-4070TRN = DTM-15 | 30,000
1500-S125-17 % ® 4 1500 | 1250 435  1.969 0618  19° -7° v Fig.3 | SB-4070TRN = DTM-15 25,000
MEC 0750-S750-5.2-11T* @ 2 | 0750 0.750 520 | 2.362 0.394 20° | -10° 7 Fig.4 | SB-2555TRG = DTM-8 41,000
1000-S100-6.3-11T* @ 2 | 1.000 1.000  6.30 | 2.362 0.394 21° | -10° v Fig.4 | SB-2555TRG = DTM-8 37,500
£ 1250-S125-7.9-11T% @ 2 | 1250 1.250 | 7.87 2559  0.394  23° -9° v Fig4 | SB-2555TRG | DTM-8 33,900
i 1500-S125-9.5-11T @ 2 | 1500 1.250 | 9.45 2559 | 0.394  23° -8° v Fig.3 | SB-2555TRG = DTM-8 30,000
3 MEC 1000-S100-6.3-17% @ 2 | 1.000 1.000 6.30 | 2.362 0.618 16° | -11° 7 Fig.4 | SB-4070TRN = DTM-15 = 35,000
1250-S125-7.9-17% @ 2 1250 1250 7.87 | 2559 0.618  17° -7° v Fig.4 | SB-4070TRN = DTM-15 = 30,000
1500-S125-9.5-17% @ 2 | 1500 1.250 | 9.45 2559 0618  17° 7 v Fig.3 | SB-4070TRN = DTM-15 | 25,000

e Caution with Max. Revolution @ : U.S. Stock
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.

%: Available as part of a discounted kit sale!
See ®) 2014 Milling Kit Sale Brochure (U.S. Prices) See ® 2014 Milling Kit Sale Brochure (Canadian Prices)

Applicable Inserts

Milling Cutter Inserts

MEC 0500-S500-11 BDMT 1103
MEC...-11T BDMT 11T3
MEC...-17 BDMT 1704

Applicable Insert Selection See ®) P11

Recommended Cutting Conditions ® P12


http://americas.kyocera.com/kicc/pdf/2014_Milling_Kit_Flyer_US.pdf
http://americas.kyocera.com/kicc/pdf/2014_Milling_Kit_Flyer_Canada.pdf

MEC Endmill
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MEC Endmill (
Dimensions (mm) Rake Angle Spare Parts
X (2] € g) /
c Bt & s g Max.
& 9 @D AR. 85 @ Revolution
] Part Number Z£ (+0-02 @d L 9 S (MAXY) R.R. O =] Insert Screw  Wrench (min"")
MEC 10-S10-11 10 10 80 17 10 +10° -24° Fig.1 SB-2545TR DTM-8 54,800
10-S16-11 10 16 80 17 10 +10° -24° Fig.2 SB-2545TR DTM-8 54,800
12-S10-11 12 10 80 20 10 +12° -21° Fig.1 SB-2545TR DTM-8 50,800
12-S12-11 12 12 80 20 10 +12° -21° Fig.1 SB-2545TR DTM-8 50,800
12-S16-11 12 16 80 20 10 +12° -21° Fig.2 SB-2545TR DTM-8 50,800
13-S12-11 13 12 80 20 10 +12° -19° Fig.1 SB-2545TR DTM-8 49,200
14-S12-11 14 12 80 20 10 +12° -19° Fig.1 SB-2545TR DTM-8 47,700
14-S16-11 14 16 80 20 10 +12° -19° Fig.2 SB-2545TR DTM-8 47,700
3 MEC 16-S12-11T 16 12 100 23 10 +18° -14° Fig.1 SB-2555TRG DTM-8 43,750
tg% 17-S16-11T 17 16 100 23 10 +18° -18° Fig.3 = SB-2555TRG DTM-8 43,500
% 18-S16-11T 18 16 100 23 10 +19° -13° Fig.3 SB-2555TRG DTM-8 43,000
g 19-S16-11T 19 16 100 26 10 +20° -10° Fig.3 = SB-2555TRG DTM-8 42,000
g 20-S16-11T 20 16 110 26 10 +20° -10° Fig.3 SB-2555TRG DTM-8 41,000
21-S20-11T 21 20 110 26 10 +20° -9° Fig.3 = SB-2555TRG DTM-8 40,300
22-S20-11T 22 20 110 26 10 +21° -10° Fig.3 SB-2555TRG DTM-8 39,600
24-S20-11T 24 20 120 29 10 +21° -10° Fig.3 = SB-2555TRG DTM-8 38,200
25-S20-11T 25 20 120 29 10 +21° -10° Fig.3 SB-2555TRG DTM-8 37,500
28-S25-11T 28 25 120 29 10 +22° -9° Fig.3 = SB-2555TRG DTM-8 35,800
30-S25-11T 30 25 130 32 10 +23° -9° Fig.3 SB-2555TRG DTM-8 34,800
32-S25-11T 32 25 130 32 10 +23° -9° Fig.3 = SB-2555TRG DTM-8 33,900
40-S32-11T 40 32 150 50 10 +23° -8° Fig.3 SB-2555TRG DTM-8 30,000
50-S32-11T 50 32 150 50 10 +23° -7° Fig.3 = SB-2555TRG DTM-8 22,500
9 MEC 16-S16-11T 16 16 100 30 10 +18° -14° Fig.4 SB-2555TRG DTM-8 43,750
% 20-S20-11T 20 20 110 30 10 +20° -10° Fig.4 = SB-2555TRG DTM-8 41,000
g 25-S25-11T 25 25 120 32 10 +21° -10° Fig.4 SB-2555TRG DTM-8 37,500
@ 32-S32-11T 32 32 130 40 10 +23° -9° Fig.4 = SB-2555TRG DTM-8 33,900

MEC 20-S18-170-11T
20-S20-140-11T
20-S20-170-11T
22-S20-170-11T
25-S23-210-11T
25-825-160-11T
25-S25-210-11T
28-825-210-11T
32-S30-250-11T
32-832-200-11T
32-S32-250-11T
35-832-250-11T
40-S32-240-11T

MEC 25-S20-17

20 18 170 30 10 +20° -10°
20 20 140 60 10 +20° -10°
20 20 170 60 10 +20° -10°
22 20 170 30 10 +21° -10°
25 23 210 32 10 +21° -10°
25 25 160 60 10 +21° -10°
25 25 210 60 10 +21° -10°
28 25 210 32 10 +22° £P
32 30 250 40 10 +23° -9°
32 32 200 65 10 +23° £P
32 32 250 65 10 +23° -9°
35 32 250 40 10 +23° P
40 32 240 65 10 +23° -8°
25 20 120 36 16.7 | +16° -11°

Fig.3 = SB-2555TRG DTM-8 41,000
Fig.4 = SB-2555TRG DTM-8 41,000
Fig.4 = SB-2555TRG DTM-8 41,000
Fig.3 = SB-2555TRG DTM-8 39,600
Fig.3 = SB-2555TRG DTM-8 37,500
Fig.4 = SB-2555TRG DTM-8 37,500
Fig.4 = SB-2555TRG DTM-8 37,500
Fig.3 = SB-2555TRG DTM-8 35,800
Fig.3 = SB-2555TRG DTM-8 33,900
Fig.4 = SB-2555TRG DTM-8 33,900
Fig.4 = SB-2555TRG DTM-8 33,900
Fig.3 = SB-2555TRG DTM-8 32,600
Fig.3 = SB-2555TRG DTM-8 30,000
Fig.3 = SB-4070TRN | DTM-15 35,000

Long Shank

°
kS 32-825-17 32 25 130 40 16.7 | +17° -7° Fig.3 = SB-4070TRN | DTM-15 30,000
§ 40-S32-17 40 32 150 50 16.7 | +19° =1° Fig.3 = SB-4070TRN | DTM-15 25,000

50-S32-17 50 32 150 50 165.7 | +19° -7° Fig.3 = SB-4070TRN | DTM-15 17,000

2 o MEC 25-S25-17 25 25 120 36 16.7 | +16° -11° Fig.4 = SB-4070TRN | DTM-15 35,000

30 32-S32-17 32 32 130 40 16.7 | +17° -7° Fig.4 = SB-4070TRN | DTM-15 30,000

MEC 25-S25-160-17 25 25 160 60 16.7 | +16° -11° Fig.4 = SB-4070TRN | DTM-15 35,000
« 25-825-210-17 25 25 210 60 16.7 | +16° -11° Fig.4 = SB-4070TRN | DTM-15 35,000
§ 28-S25-210-17 28 25 210 36 16.7 | +16° -11° Fig.3 = SB-4070TRN | DTM-15 32,500
S 32-832-200-17 32 32 200 65 16.7 | +17° -7° Fig.4 = SB-4070TRN | DTM-15 30,000
§ 32-832-250-17 32 32 250 65 167 | +17° =1° Fig.4 = SB-4070TRN | DTM-15 30,000

35-832-250-17 35 32 250 40 16.7 | +17° -7° Fig.3 = SB-4070TRN | DTM-15 27,700
40-S32-240-17 40 32 240 65 16.7 | +19° =1° Fig.3 = SB-4070TRN | DTM-15 25,000

e Caution with Max. Revolution O : World Express (Shipping - 10 Business Days)
When running an endmill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.

) When using inserts with corner radii 0.063" or larger, Applicable Inserts
Material to be removed additional modifications of the cutter body will be necessary. pp

OO0 00 0000000000000 0OOO00OO0O000OO0000OOO00OOO0O00OOO0|0 stock
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Insert Corner R

from cutter body corner Milling Cutter Inserts
0.063 R.040 See the chart to the left for the recommended modifications. MEC...-11 BDMT 1103
0.079 R.040 Applicable Insert Selection See ® P11 MEC...-11T BDMT 11T3
0.122 R.063 Recommended Cutting Conditions ® P12 MEC...-17 BDMT 1704




MEC Face Mill

= — §
- - of
2 : .
E
Loa| Lo
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Dimensions (inch) Rake Angle Spare Parts
S Bg E o g / Max.
8 5 AR. 8ol ® Revolution
Part Number w» Zz£ @D O@d @dl @d2 H E a b S (MAX) R.R. OI O |Insert Screw Wrench (min™)
MEC 1500R-11T-5T ® 5 1500 0.750 0.630|0.417 | 1.575 0.807 0.188 0.312 0.394 +23° -7° v/ |Fig.1 SB-2555TRG| DTM-8 30,700
2000R-11T-5T ® 5 2000 0.750 0.646 0.417 1.575 0.819 0.188 0.312|0.394 +23° -7° v/ Fig.1 SB-2555TRG DTM-8 22,300
2500R-11T-6T ® 6 2500 0750 0.630 0.417 1.575 0.819 0.1880.312|0.394 +23° -7° v/ |Fig.1 SB-2555TRG| DTM-8 20,400
3000R-11T-7T @® 7 3.000 1.000 0.827|0.555 1.969 0.878 0.223 0.375 0.394 +23° -7° v/ Fig.1 SB-2555TRG DTM-8 18,500
4000R-11-9TN @® 9 4.000) 1500 1.969 - 2.480 1.654  0.375|0.625 0.394 +23° -7° v/ |Fig.1 SB-2555TRG| DTM-8 16,800
MEC 2000R-17-4T ® 4 2000 0750 0.646 0.417 1.575 0.819 0.188 0.312|0.618 +17° -7° v/ Fig.1 SB-4070TRN| DTM-15 16,800
2500R-17-5T ® 5 2500 0750 0.646 0.417 1.575 0.819 0.1880.312|0.618 +17° -7° v/ |Fig.1/SB-4070TRN| DTM-15 14,400
3000R-17-6T @® 6 3.000 1.000 0.827|0.555 1.969 0.878 0.223 0.375 0.618 +17° -7° v/ Fig.1 SB-4070TRN| DTM-15 12,250
4000R-17-7TN @® 7 4000 1500 1.969 - 2.480 1.654  0.375|0.625 0.618 +17° -7° v/ |Fig.2 SB-4070TRN| DTM-15 10,400
¢ Caution with Max. Revolution @ : U.S. Stock

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

Applicable Inserts

Milling Cutter Inserts
MEC...-11 BDMT 11T3
MEC...-17 BDMT 1704

Applicable Insert Selection See ®) P11

Recommended Cutting Conditions ®) P12



MEC Face Mill

MEC Face Mill (mm)

Dimensions (mm) Rake Angle Spare Parts
©
g 5 of Ei’ % / Revon
3 PartNumber & S£ 0D ©d Gd1@d2 H E a b S (% RR Of & InsertScrew ‘Wrench  (min')
MEC 040R-11-5T-M O | 5 40 | 16 | 14 85 40 20 55 85 10  +28° -7° | ~ (Fig1 SB-2555TRG = DTM-8 30,000
050R-11-5T-M |O 5 50 22 | 18 12 40 22 6.3 104 10  +28° -7° | Fig.1 SB-2555TRG = DTM-8 22,500
063R-11-6T-M (O 6 63 22 | 18 12 40 22 6.3 104 10  +28° -7° | Fig.l SB-2555TRG = DTM-8 20,500
080R-11-7T-M (O 7 | 80 27 20 | 14 50 26 | 7 |124 10  +23° | -7° | |Fig.1 SB-2555TRG | DTM-8 18,500
8 100R-11-9TN O 9 100 32 26 176 55 26 | 8 144 10  +23° | -7° | |Fig.1 SB-2555TRG | DTM-8 17,000
Cﬁf 125R-11-11T-M O | 11 125 40 45 | 32 63 33 | 95 164 10  +23° | -7° |+ |Fig.1 SB-2555TRG | DTM-8 15,000
é § 160R-11-14T-M O 14 160 40 68 | - 63 33 | 95 164 10  +23° | -7°  x |Fig.2 SB-2555TRG | DTM-8 13,900
& & MEC 040R-17-4T-M O 4 40 16 14 85 40 20 55 85 157 +19° | -7° | v Figl SB-4070TRN DTM-15 25,000
g 050R-17-4T-M (O 4 | 50 22 18 12 | 40 22 6.3 104 157 +19° -7° | v Fig.1 SB-4070TRN  DTM-15 | 17,000
3 063R-17-5T-M |O | 5 63 22 | 18 | 12 40 22 6.3 104 157 +19°  -7° |  Fig.1 SB-4070TRN  DTM-15 14,500
080R-17-6T-M (O 6 80 27 | 20 14 50 26 7 124 157 +19°  -7° | Fig.1 SB-4070TRN  DTM-15 12,000
100R-17-7TN (O 7 (100 32 26 176 55 26 8 144|157 +19° -7° | v Fig.1 SB-4070TRN | DTM-15 | 10,500
125R-17-9T-M O 9 125 40 45 32 63 33 95 164 157 +19° -7° | Fig.1 SB-4070TRN DTM-15 8,900
160R-17-12T-M O 12 (160 40 68 - | 63 33 | 95 164 157 +19° -7° | x Fig.2| SB-4070TRN DTM-15 7,400
MEC 063R-11-6T O 6 63 254 20 14 50 26 6 95 10 428  -7° |Fig.1 SB-2555TRG = DTM-8 20,500
5 080R-11-7T O 7 |8 254 20 14 50 26 | 6 95 10 428 -7° |Fig.1 SB-2555TRG = DTM-8 18,500
% 100R-11-9TN O 9 100 31.75 26 176 63 32 | 8 127 10  +23° | -7° | |Fig.1 SB-2555TRG | DTM-8 17,000
: 125R-11-11T O 11 125 381 45 | 32 63 38 | 10 159 10  +23° | -7° |+ |Fig.1 SB-2555TRG | DTM-8 15,000
160R-11-14T | O 14 160 508 70 - 63 47 10 191 10  +28° -7° | Fig.2 SB-2555TRG = DTM-8 13,900
§§ MEC 063R-11-8T O 8 | 63 254 20 14 50 26 | 6 95 10 428 -7° |Fig.1 SB-2555TRG = DTM-8 20,500
g g 080R-11-10T 'O 10 80 254 20 | 14 50 26 | 6 | 95 10  +23° | -7° | |Fig.1 SB-2555TRG | DTM-8 18,500
‘—': MEC 063R-17-5T O 5 63 254/ 20 | 14 50 26 6 | 95 157 +19° | -7° |  Fig.1 SB-4070TRN  DTM-15 14,500
‘“:.3 % 080R-17-6T O 6 8 254 20 | 14 50 26 6 95 157 +19°  -7° |  |Fig.1 SB-4070TRN | DTM-15 12,000
R 3 100R-17-7TN | O 7 100 31.75 26 176 63 32 8 127157 +19°  -7° | v Fig.1 SB-4070TRN | DTM-15 | 10,500
8 125R-17-9T O 9 125 381 45 32 63 38 10 159 157 +19° -7°  [Fig.1| SB-4070TRN | DTM-15 8,900
160R-17-12T | O 12 160 508| 70 | - | 63 47 10 191 157 +19° | -7° |  [Fig.2 SB-4070TRN | DTM-15 7,400
< MEC 063R-17-6T O 6 63 254 20 |14 50 26 6 95 157 +19°  -7° | v |Fig.1 SB-4070TRN | DTM-15 14,500
o 080R-17-8T O 8 |8 254 20 14 50 26 6 |95 157 +19°  -7° |  Fig.1| SB-4070TRN | DTM-15 | 12,000
= 100R-17-9TN O 9 100 31.75 26 176 63 32 8 127157 +19° -7° | « Fig.1 SB-4070TRN  DTM-15 | 10,500
e Caution with Max. Revolution O : World Express (Shipping - 10 Business Days)

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

Applicable Inserts

Milling Cutter Inserts
MEC...-11 BDMT 11T3
MEC...-17 BDMT 1704

Applicable Insert Selection See ® P11
Recommended Cutting Conditions ® P12



MEC Inserts & Chipbreakers

Insert Applications

BDMT...FR BDMT...ER-JT BDMT...ER-JS BDGT...FR-JA

]ﬂ \Q‘ \ff ’:e
; i
110'1% L—’:‘ a &l -
LA e o % : - l—\a noa% b = Y
g-s
For High Speed Machining For General Machining For General Machining of For General Machining

of Aluminum of Steel and Cast Iron Stainless Steel and of Aluminum
Low Carbon Steel

Chipbreaker Lineup

General Purpose Low Resistance Aluminum

JT Chipbreaker JS Chipbreaker JA Chipbreaker

20% Cutting
Force Reduction

Applicable Insert Selection Guide

Applicable Inserts See ® P13
E: IK 7 |
Description / '
I [ ‘
= i%'
MEC...-11
BDMT11030OOER-JT BDMT11030OOER-JS - -
MEC...-1103
MEC...-11T
BDMT11T3OOER-JT BDMT11T3OOER-JS BDGT11T3OOFR-JA BDMT11T3OOFR
MEC...-11T3
MEC...-17
MEG...1704 BDMT17040OOER-JT BDMT17040OQOER-JS BDGT170400OFR-JA BDMT11T3OOFR




MEC Applicable Inserts

Applicable Inserts
BDMT...FR

110‘]%.

9

BDMT...ER-JT

BDMT...ER-JS
Ay

0 0’1%

BDGT...ER-JA

Usage Classification P fﬂzrlzogtes;ea [ileEie : : i
Austenitic Stainless Steel * | % DA
M | Martensitic Stainless Steel * | %
* Roughing / 1st Choice Precipitation Hardened Stainless Steel *
¥¢ Roughing / 2nd Choice » Gray Cast Iron e e 5
B Finishing / 1st Choice Nodular Gast Iron * B S
[ Finishing / 2nd Choice N Non-Ferrous Metal * B 3
(When hardness is under 45HRC) s Heat Resistant Alloy (Ni-base) * pie pi¢ :
Titanium Alloy * Y LIS
H | Hard Materials O O L
= o}
© g 3o o %
Dimensions (in) Angle E %g 92 |MEGACOAT PVD 3 pcD
S S 8= S
s
2 2 2 8 2 8 v|lc|lw|d
e 8 2/8 /82 288 |8 g a
Insert PatNumber A T © W rr S a p F S & & £ & &8 & & ¢
BDMT 110302ER-JT 0.248 0.118 0.110 0.443 0.008 18° | 15° o o ® O
110304ER-JT 0.248 0.118 0.110 0.443 0.016 18° | 15° o o o O
110308ER-JT 0.248 0.118 0.110 0.443 0.031 18° | 15° o o o O
BDMT 11T302ER-JT 0.264 0.150 0.110 0.433 0.008 18° | 13° O 0O e e o O
11T304ER-JT 0.264 0.150 0.110 0.433 0.016 18 13> @ @@ ® @ O o O
11T308ER-JT 0.264 0.150 0.110 0.433 0.031 18 13 O @@ @& @& @ o O
11T312ER-JT 0.264 0.150 0.110 0.433 0.047 18° | 13° O 0O e e o O
11T316ER-JT 0.264 0.150 0.110 0.433 0.063 18° | 13° e 6 o o o O
11T320ER-JT 0.264 0.150 0.110 0.433 0.079 18° | 13° O 0O e e o O
11T324ER-JT 0.264 0.150 0.110 0.433 0.094 18° | 13° O 0O e e O @
= 11T331ER-JT 0.264 0.150 0.110 0.433 0.122 18° | 13° O 0O e e o O
(Sélfﬁ'g;gfﬁiﬁ) BDMT 170404ER-JT | 0.378 | 0.193 | 0.173 | 0.669 | 0.016 18° | 18° e © o o o o
170408ER-JT 0.378 0.193 0.173 0.669 0.031 18 13> @ @@ ® @ O o O
170412ER-JT 0.378 0.193 0.173 0.669 0.047 18° | 13° O 0O e e (]
170416ER-JT 0.378 0.193 0.173 0.669 0.063 18° | 13° e 6 o o o O
170420ER-JT 0.378 0.193 0.173 0.669 0.079 18° | 13° O 0O e e o O
170424ER-JT 0.378 0.193 0.173 0.669 0.094 18° | 13° O 0O e e o O
170431ER-JT 0.378 0.193 0.173 0.669 0.122 18° | 13° e 6 o o O @
170440ER-JT 0.378 0.193 0.173 0.669 0.157 18° | 13° O 0O e e O @
BDMT 110302ER-JS 0.248 0.118 0.110 0.443 0.008 18° | 15° [ ] O @) P6-9
110304ER-JS 0.248 0.118 0.110 0.443 0.016 18° | 15° o [ ) (]
110308ER-JS 0.248 0.118 0.110 0.443 0.031 18° | 15° o [ ) (]
11T302ER-JS 0.264 0.150 0.110 0.433 0.008 18° | 13° O O e @) (]
11T304ER-JS 0.264 0.150 0.110 0.433 0.016 18° | 13° o o o (] (]
General Purpose 11T308ER-JS 0.264 0.150 0.110 0.433 0.031 18° | 13° o o o (] (]
(Stainless Steel & | BHMT 170404ER-JS | 0.378 0.193 0.173 0.669 0.016 18° | 13° O O e ° °
Low Carbon Steel)
170408ER-JS 0.378 0.193 0.173 0.669 0.031 18° | 13° e o6 o (] (]
BDGT 11T302FR-JA 0.264 0.150 | 0.110|0.433 0.008 18° | 13° O
11T304FR-JA 0.264 0.150 0.110|0.433 0.016 18° | 13° o
11T308FR-JA 0.264 0.150 0.110 | 0.433  0.031 18° | 13° o
BDGT 170404FR-JA 0.378 0.193 | 0.173|0.669 0.016 18° | 13° o
General Purpose 170408FR-JA | 0.378 0.193  0.173 | 0.669 | 0.031 18° | 13° o
(Aluminum) 170420FR-JA 0.378 0.193 0.173 0.669 0.079 18° | 13° o
2 BDMT 11T302FR 0.264 | 0.150| 0.110  0.433 | 0.008 | 3.6 18° | 13° o
11T304FR 0.264 | 0.150| 0.110  0.433 | 0.016 | 3.6 18° | 13° o
BDMT 170402FR 0.378 1 0.193 | 0.173  0.669 | 0.008 | 4.4 18° | 13° o
TA'?SmSiﬁffﬁ 170404FR 0378 0.193 0.173 0.669 0.016 4.4 18 13° °

@ : U.S. Stock O : World Express (Shipping - 10 Business Days)

1
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MEC Recommended Cutting Conditions

Recommended Cutting Conditions

Toolholder Recommended Insert Grade
fz (ipt) Ve (sfm)

.
D
$ MEC1000~MEC1500 MEGACOAT CVD Coated
I MEGACOAT :
g MEC0500~MECO0750 MEC20~MEC40 NANO Carbide
s} Workpiece MEC10~MEC19 MEC1500R~MEC4000R
5 Material MECO40R-MEC160R PR1535 PR1225 PR1210 CA6535

JT

Carbon Steel

0.002~0.004~0.006

0.003~0.006~0.010

*
390~590~820

*

Alloy Steel 0.002~0.004~0.005 0.003~0.006~0.008 ° 330~520~720 - -
*

Mold Steel 0.002~0.003~0.004 0.003~0.005~0.008 - 260~460~590 - -

Austenitic Stainless Steel

0.002~0.003~0.004

0.003~0.005~0.006

DAS
330~520~660

W
330~520~660

Martensitic Stainless Steel

0.002~0.003~0.004

0.003~0.005~0.008

AS
490~660~820

*
590~790~980

Precipitation Hardened
Stainless Steel

0.002~0.003~0.004

0.003~0.005~0.008

*
300~390~490

Gray Cast Iron

0.002~0.004~0.006

0.003~0.007~0.010

*
390~590~820

Nodular Cast Iron

0.002~0.003~0.004

0.003~0.006~0.008

*
330~490~660

Ni-base Heat Resistant
Alloy

0.002~0.003~0.004

0.003~0.005~0.006

)5
70~100~160

*
70~100~160

Js

Titanium Alloy 0.002-0.003-0.004 | 0.003-0.006-0.008 430 om0 oo - D A -
Carbon Steel 0.002-0.004-0.005 | 0.003-0.006-0.007 - S . - -
Alloy Steel 0.002-0.003-0.004 | 0.003-0.005-0.006 - S ¥ . - -
Mold Steel 0.002-0.003-0.004 | 0.003-0.004-0.005 - S g - -

Austenitic Stainless Steel

0.002~0.003~0.004

0.003~0.004~0.005

*
330~520~660

W
330~520~660

Martensitic Stainless Steel

0.002~0.003~0.004

0.003~0.004~0.005

AS
490~660~820

*
590~790~980

Precipitation Hardened
Stainless Steel

0.002~0.003~0.004

0.003~0.004~0.005

S
300~390~490

Ni-base Heat Resistant
Alloy

0.002~0.003~0.004

0.003~0.004~0.005

)5
70~100~160

*
70~100~160

Titanium Alloy

0.002~0.003~0.004

0.003~0.004~0.005

*
130~200~260

2% Machining with coolant is recommended for Ni-base Heat Resistant Alloys and Titanium Alloys.

2% The figure in bold font is the starting value of the recommended cutting conditions.
Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.

% 1st Recommendation ¢ 2nd Recommendation

JA Chipbreaker PCD
Insert Grades Insert Grades
Wo rkp iece - (Cutting Speed: sfm) Wi orkp iece - (Cutting Speed: sfm)
Material Z (ipt) Carbide Vel Z (ipt) PCD
GW25 KPD230 (KPD001)
/(*éLjT'S”frg r‘}'é‘;f; 0.002-0.012 660~2620 /?é‘jT'S”}J”; ﬁi‘s’g)s 0.002-0.008 1640~4920
(gl"fg")ug: :t'jgzz) 0.002-0.008 660~980 (2:“1”;'9“2: :ggzz) 0.002-0.006 980~3280

Please observe below precautions fully.
Failure to observe the precautions may cause serious
bodily harm to operators / bystanders.

Warning about Max. Revolution indicated on main body

1.When running the endmill and the face mill at revolutions exceeding the maximum revolution limit,
the inserts or toolholder may be damaged due to the centrifugal force.

2.For actual practical revolution, please set within recommended cutting condition.

3.When using at a higher revolution (over 10,000min"'), refer to the table to adjust the balance of MEC and suitable arbor.

Max. Revolution
(min™)

Balance quality grade G
ISO 1940-1 /8821
(JIS BO905)

~20,000

G16

~30,000

G6.3

30,000~

G2.5




MEC Ramping / Helical Milling / Vertical Milling / Case Studies

Ramping, Helical Milling, and Vertical Milling with the MEC

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.

Vertical Milling

Cutting Dia. Applicable Insert Max. Ramping Angle (a°)
20.625” 30
@16mm, @18mm ) )
tting Dia. Appl le | rt Max. W.O.C.
00.750"; @20mm 5° Cutting Dia pplicable Inser ax. W.0.C. (ae)
@222;1'0%%’:5 mm BDMT11T3 type 2.5° 0.625” BDMT11T3 type 0.05"
o1 ’250,, BDGT11T3 type @16mm, @18mm BDGT11T3 type ’
028-032mm 18
©@1.500”; @40mm 0.7° ©0.750"~@4.000” BDMT11T3 type 0.20"
@50mm Not Recommended @20mm~@160mm BDGT11T3 type ’
@1.000”; @25mm 8°
01250, @32mm; BOMT1704 type ° 01.000"~4.000" BDMT1704 type .
©1.600"; @40mm BDGT1704 type 25° @25mm-~@160mm BDGT1704 type 0.30
@50mm Not Recommended
BDMT 1103 inserts are not recommended for Ramping or Helical Milling. BDMT1108 inserts are not recommended for Vertical Milling.
(G J (G J
MEC Case Studies
RC55 Structural Steel
(Prehardened Tool Steel)
 Test Piece (54~56HRC) * Plate
® \/c=175 sfm (n=800min"") ® V/c=300 sfm (n=1400min"')
® apxae=0.08" x 0.55" ® ap=0.20"x2 Passes
¢ fz=0.005 ipt (Vf=11.8 ipm) ® 1z=0.005 ipt (Vf=19.7 ipm)
¢ Dry * Dry
¢ MEC20-S20-11T * MEC20-S20-11T
® 3 Teeth ® 3 Teeth
* BDMT11T308ER-JT * BDMT11T308ER-JT
(PR830) (PR830)

Metal Removal Volume=4.35 in® (continuable)

Competitor A

Metal Removal Volume=0.18 in° (Chipping)

MEC

10~11 pcs/edge

Competitor B

o Competitor A (@25 : 2 Teeth) caused chipping after 10 minutes machining with the
conditions of Vc=131 sfm, fz=0.003 ipt, apxae=0.08"x0.12", 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

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

User Evaluation
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MEC Endmill Cutting Performance

Overhang Length When Using BDMT 11mm-type Insert
(Standard / Straight Shank)

(JT chipbreaker Vc=400sfm Workpiece :1049)

Feed rate (ipt)

Cutting Description Overhang o Shouldering Slottlpg
Dia inch size Length A Description ina Wi Ramping
. 1 Siz (Cutting Width ae=0D/2) . HTH
metric size (in) Helical Milling
@8mm MEC10-510-11 0670 - i .
394 394
©0.500" MEC0500... g°"” | g% |
@12mm MEC12-S16-11 0.787 11.180 g T R S g T
MEC10-S10-11 8 157 S 457
20.625" MEC0625-S625-11T 079 079
otemm  MEC16-S16-11T 1.180 BIE(S0 | ‘ , 1
o 0.002 0.004 0.006 0.008 o 0.002 0.004 0.006 0.008
. Feed rate (ipt) Feed rate (ipt)
@0.750 MEC0750-S750-11T 1180 1.790
@20mm MEC20-S20-11T
21.000" MEC1000-S100-11T in )
o25mm | MEC25-525-11T 1.260 304, a0t
= 315 = 315
21.250" MEC1250-S125-11T Nt i S 236 |
@32mm MEC32-S32-11T 1.580 2.360 | MEC0500... g 6 S 36
MEC12-S16-11 S 57 S sz |-
Shape 079 079
o 0.002 0.004 0.006 0.‘008 o 0.(."02 ().‘(K)4 ().(IK)G 0.008
Feed rate (ipt) Feed rate (ipt)
(in) (in)
394 394
MEC0625-5625-11T g g
MEC16-S16-11T © 157 [ SIS S
D79 [ ormedenammn e e e
° 0.002 0:004 0.(;06 0.008 0 0.002 0.004 0.0‘06 0.;)08
Feed rate (ipt) Feed rate (ipt)
(in) (in)
394 394
=315 o 315 [ i
MEC0750-S750-11T g g%
MEC20-S20-11T S as7 S st
7] R e R aiaaute SR EEEEe et S 079 f--miemmme oo fommammi i
0oz 0004 0006 0o G00s 0006 0.008
Feed rate (ipt) Feed rate (ipt)
(in) (in)
394 394
= 315 = 315
MEC1000-S100-11T =R B ST
MEC25-525-11T S as7 S as7
079 079
o 0.(;02 0.‘004 0.(;06 0.008 o 0.002 ().‘(K)4 ().(IK)G 0.008
Feed rate (ipt) Feed rate (ipt)
(in) (in)
394 394
MEC1250-5125-11T g g
MEC32-S32-11T e. S 57
o 0.(;()2 0. 004 0. 006 o 0.002 O.E(KM ().(:K)G 0.008

Feed rate (ipt)




MEC Endmill Cutting Performance

Overhang Length When Using BDMT 11mm-type Insert

(Long Shank) (JT chipbreaker Vc=400sfm Workpiece :1049)
Cutting Description Overhang L Shouldering S'°“'T‘9
Dia inch size Length A Description i i Ramping
. 1 SIZ (Cutting Width ae=@D/2) . o
metric size (in) Helical Milling
30.750"
MEC0750-S750-5.2-11T
@20mm 2.362 | 3.543
(Long Shank) MEG20-§20-140-11T
21.000"
MEC1000-S100-6.3-11T
@25mm MEG25-S95-160-11T 2.362 3.957 | MEC0750-S750-5.2-11T
(Long Shank)
MEC20-S820-140-11T
31.250"
MEC1250-S125-7.9-11T Long Shank
o ek MEC32-532-200-11T 8.957 |58 . . .
0 0.002 0.004 0.006 0.008 0 0.002 0.004 0.006 0.008
" Feed
01500 MEC1500-S125-0.5-1T oo oo rateen Feed ate e
(Long Shank) MEC40-§32-240-11T
Shape

MEC1000-S100-6.3-11T
MEC25-825-160-11T

Long Shank
Feed rate (ipt) ) Feed rate (ipt)
(im) {in}
394 394

= 315
MEC1250-S125-7.9-11T g 236
MEC32-832-200-11T 8 ol
Long Shank

0.002 0.004 0,006 0.008 0.002 0004 0.006 0.008

Feed rate (ipt) Feed rate (ipt)

MEC1500-S125-9.5-11T
MEC40-S32-240-11T
Long Shank

1007 7004 0006 0.008 0002 0004 0006 0008
Feed rate (ipt) Feed rate (ipt)

Maximum Revolution
When running the endmill at revolutions exceeding the maximum revolution limit, the
inserts or toolholder may be damaged due to the centrifugal force.

When using at a higher revolution (over 10,000/min), refer to the table to adjust the
balance of MEC and suitable arbor

Max. Revolution I‘jslg
~20,000 G16
~30,000 G6.3
30,000~ G2.5




MEC Endmill Cutting Performance

Overhang Length When Using BDMT 17mm-type Insert (JT chipbreaker Vc=400sfm Workpiece :1049)
; . . Slottin
Cutting Description Overhang ——— Shouldering Rampir?g
Dia. inch size Length A (Cutting Width ae=@D/2) . s
metric size (in) Helical Milling
21.000" MEC1000-5100-17
@25mm MEC25-S25-17 1.417 JEH126 T87 [ 1 787
£.630| i ! £.630
21.250" MEC1250-S125-17 JA472 G472
1.575 | 2.362 P i =
©82mm MEC32-832-17 MEC1000-S100-17 S 395 b Q 315 | :
MEC25-S25-17
21.500" MEC1500-S125-17 1060 N 157 ‘ 157
@40mm MEC40-532-17 : : ‘ ‘

002 004 006 .008 002 004 006 .008
©1.000" MEC1000-S100-6.3-17 Feed rate (ipt) Feed rate (ipt)
@25mm y 2.362 3.937
(Long Shank) MEC25-525-160-17
1.250"
032mm mgg1225§'3125'7'9'17 3.937 5.118 787 [ j 787
(Long Shank) 32-882-200-17 —~ 3 : -

£.630| | i 630
©1.500" J.472 [ 472 : :
MEC1500-5125-9.5-17 J J i .
@40mm 3.937 5.118 - - o} o}
(Long Shan) MEC40-832-240-17 MEC1250-5125-17 &.315 &.315
MEC32-S32-17 157 157
Shape . | ;
002 004 006 .008 002 004 006 .008
Feed rate (ipt) Feed rate (ipr)
787 [ 787
E.630 [ Z.630("
B ] B e JA72 |-
o
MEC1500-S125-17 Q315 Q315
MEC40-S32-17 157 . 157 |-
002 004 006 .008 002 004 006 .008
Feed rate (ipt) Feed rate (ipt)
787 787
Z.630 Z.630("
MEC1000-5100-6.3-17 garzr gAr2 -
MEC25-S25-160-17 g.315 &.315
Long Shank 157 157
: ‘ - |
002 004 006 .008 002 004 006 .008
Feed rate (ipt) Feed rate (ipt)
787 ; 787
£.630 £.630
MEC1250-S125-7.9-17 8.472 8.472
MEC32-S32-200-17 a.315 i ‘ 5315
Long Shank 157 ! 157
002 004 .006 .008 002 004 006 .008
Feed rate (ipt) Feed rate (ipt)
787 787
E630| £.630
MEC1500-§125-9.5-17 gArz e g2
MEC40-S32-240-17 a.315 e a.315 [~
Long Shank 157 157 ;
. 1 i 1 . L
002 004 006 .008 002 004 006 .008

Feed rate (ipt) Feed rate (ipt)




MEC Face Mill Cutting Performance

Overhang Length When Using BDMT 11mm-type Insert

(JT chipbreaker Vc=400sfm Workpiece :1049)

MEC160R-11-14T(-M)

Cutting Description Overhang o Shouldering Slottlpg
Dia inch size Length A Description i i Ramping
. 1 SIZ (Cutting Width ae=@D/2) . o
metric size (in) Helical Milling
21500 | MEG1500R-11T-5T
@40mm  MECO40R-11-5T-M g At 4]
©2.000" MEC2000R-11T-5T s g g
@50mm | MECO50R-11-OT-M MEC1500R-11T-5T -l ‘ g
22500 | MEG2500R-11T-6T S0 MECO40R-11-5T-M 487 [t L
@63mm MECO63R-11-OT(-M) ' o9 oo (S ] ‘

. 41T O —Go0s oo0: 0006 0008 058z o004 0006 0008
Géomm mggggggﬁ 11 -1CT)T7(-TM) SLTED Feed rate (py Feed rate (ip
©4.000°  MEC4000R-11-9TN
100m MEC100R-11-9TN s MEC2000R-OT-OT At 4]

l
_ 315 _ 315
@125mm | MEC125R-11-11T(-M) 4.052 MEC4000R-OT-OT e S
Q ' [=] i
MEC050R-11-OT-M 74 R R o mesosaamamsnocomm- K B e e =]
2160mm | MEC160R-11-14T(-M) 4.252 , O SR S ore |t [N
MEC100R-11-9TN L | . ;
0.002 0.004 0.006 0.008 0.002 0.004 0.006 0.008
Shape MEG100R-11-9T-MN Feed rate (ipt) Feed rate (ipt)
| \
(in) (in)
T T 394 394
| = 315 =
< MEC125R-11-11T(-M) § 36 §

0.002 0.004 0.006

0.002 0.004  0.006

L 0.008 0.008
Feed rate (ipt) Feed rate (ipt)
Overhang Length When Using BDMT 17mm-type Insert (JT chipbreaker Vc=400sfm Workpiece :1049)
Cutting Description Overhang L Shouldering S'°“'T‘9
Dia. inch size Length A Description (Cutting Width ae=@D/2) ALl
metric size (in) Helical Milling
@40omm | MECO40R-17-4T-M 4528 787
£.630
©2000"  MEG2000R-17-4T e 472
@50mm MECO050R-17-OT-M MECO040R-17-4T-M n.315
MEC2500R-17-4T L R 157 ; ﬁ
32.500" MEC063R-17-OT ; i | ,
g2.500r 3.740 002 004 006 .008 002 004 006 .008
MECO63R-17-OT-M Feed rate (ipt) Feed rate (ipt)
787 787
23.000" MEC3000R-17-6T 5740 E.630 £.630 5
@80mm MECO80R-17-OT 472 GAT2 |
_17- o (o]
©4.000"  MEC4000R-17-OTN 3740 MEC2000R-17-4T 8315 =315
@100m MEC100R-17-OTN : MEC050R-17-OT-M 157 157
o125mm  MEC125-17-9T(-M) 4.252 002 004 006 .008 002 004 006 .008
Feed rate (ipt) Feed rate (ipt)
@160mm | MEC160R-17-12T(-M) 4252 MEC2500R-17-OT 787
: £.630
Shape MEC4000R-17-OTN G472 i
[ \ Sas|
] MEC063R-17-OT(-M) 157l
. ‘ ; |
| | | H 8 {
| MEC100R-17-OTN 002 004 006 .008 002 004 006 .008
< MEC100R-17-7T-MN Feed rate (ipt) Feed rate (ipt)
787 787
Z.630 £.630( | :
. JA472 GA72 |
MEC125R-17-9T(-M) Qa5 i e -3 S S A S S
MEC160R-17-12T(-M) 57 i 157
.002 .004 .606 .008 .002 .004 .006 .008
Feed rate (ipt) Feed rate (ipt)




MECX

Endmills & Face Mills

Extra-fine pitch increases machining efficiency with low
cutting forces which make the MECX ideal for lower

horsepower machines.

1st Choice Grades

Material

Cutting Range | Finishing —i— Roughing | Finishing e —- Roughing | Finishing Roughing

Applicati I I.

MECX Chipbreaker Lmeup

— 4

Chipbreaker S Chipbreaker
J ] J 4 .
& General Purpose ¢ Low Resistance
(tough edge) (sharp edge)

B Chipbreaker Application Chart B Low Cutting Forces: 4140 Steel
1045
V=500 sfm, f=0.003 ipt
A dxw=0.197" x 0.197”
Large
y L0 o T PPN
d=.118" N z
8
] J S S 1000 |..... DN
o D
o 8
o
JT 5
=
\ = 500 b..... SO ... . BN ...
]
O
) ¥
Small 1=0.004 ipt -
Sl | arge 0
Feed Rate MECX-JT MECX-JS Comp. A Comp. B

18



Cutting Edge Strength Comparison

Holder Strength Comparison

No. of Passes 25 50 75 No. of Passes 100 200 300
75 260
MECX-JT MECX-JT
75 330
x28 x60
Competitor A Competitor A
X7 X96
x24 x103
Competitor B Competitor B
20 X227

4140 Steel V=400sfm, f=0.008ipt d x w = 0.08” x 0.4”

MECX s MEC

7 inserts

MECX1000-S100-07-7T

MECX-07

Q-

BDMT070304ER-JT

(1” diameter cutter)

3 inserts

MEC1000-S100-11T

MEC-11

BDMT11T308ER-JT

2 Inserts

MEC1000-S100-17

MEC-17

BDMT170408ER-JT

1049 Cutting Diameter 0.787”, V=400sfm, f=0.006ipt, d x w = 0.2” x 0.275”

1) Multiple inserts promote increased
table feeds and efficiency machining

2) Low resistance and high toughness,
optimum for low horsepower machines

1) Low resistance and high toughness
with an 11mm insert

2) High efficiency machining by ensuring
toolholder toughness and increased edge contact

1) 17mm edge length insert provides
larger depths of cut

B MEC & MECX Application Ranges

‘ i

Large i
i MEC
g CEE
c
[l
MECX
\ o

Small = 0.004 ipt _

Small

Feed Rate

=

B MECX Face Mill Series
Cutter Dia: @1.25”, @1.5”, @2”, @2.5”

N

3

L

-




20

MECX Endmill

MECX Endmill

*@D Tolerance is +0/-0.008 for inch-sized endmills and +0/-0.2 for metric sizes. See “Unit” column.

Dimensions Rake Angle Spare Parts
£ 2 5, £ % %
S 'é = | 0% Iy = Max..
& S € g A.R. 6o & Insert Revolution
(7] Part Number ®» > z£ | *0D @d L 2 S (MAY) R.R.  OTL O Screw Wrench (min™)
MECX 0375-S375-07-1T @ 1 0.375 | 0.375 | 3.00 0.669 | 0.236 12.8°  -19.7 v |Fig.2 SB-2035TRG DTM-6 47,150
0500-S500-07-2T @ 2 10500 0.500 327 0.709 0.236 14.3° -129 v Fig.2 SB-2035TRG DTM-6 45,800
0625-S625-07-3T @ 3 0625 0.625 350 0.787 0.236  16.3° | -11.3° v |Fig.2| SB-2042TRG DTM-6 43,300
0750-S625-07-4T @ 4 0750 0625 4.00 0.787 0.236 16.3° -10.9° v Fig.3 SB-2042TRG DTM-6 40,900
x 0750-S625-07-5T @ 5 |1 0.750 | 0.625  4.00 | 0.787 | 0.236 | 16.3° | -10.9° v |Fig. 3| SB-2042TRG DTM-6 40,900
% 0750-S750-07-4T @ 4 0750 0.750 4.00 0.787 0.236 16.3° -10.9° v Fig.2 SB-2042TRG DTM-6 40,900
e 0750-S750-07-5T @ inch. 5 | 0.750 | 0.750 4.00 | 0.787 0.236 16.3° -10.9° v |Fig.2 SB-2042TRG DTM-6 40,900
% 1000-S100-07-5T @ 1.000  1.000 4.50 0984 0.236 16.3° -9.5° v Fig.2 SB-2042TRG DTM-6 36,900
@ 1000-S100-07-7T @ 7 1 1.000  1.000 450 0984 0.236  16.3° | -95° | v |Fig.2| SB-2042TRG DTM-6 36,900
1000-S750-07-5T @ 5 1 1.000 0.750 4.50 0.984 0.236 16.3° -95° v | Fig.3 SB-2042TRG DTM-6 36,900
1000-S750-07-7T @ 7 1 1.000 0.750 450 | 0.984 0.236  16.3° | -95° | v | Fig.3| SB-2042TRG DTM-6 36,900
1250-S125-07-6T @ 6 1250 1250 5.00 1.181 0.236 16.3° -89° v |Fig.2 SB-2035TRG DTM-6 33,700
1250-S125-07-8T @ 8 1250 1250  5.00  1.181 0.236  16.3° | -8.9° | v | Fig.4 SB-2035TRG DTM-6 33,700
< MECXL 0625-S625-07-3T @ 3 0625 0625 510 2175 0.236 16.3° -11.3° v | Fig.4 SB-2042TRG DTM-6 43,300
% 0750-S750-07-4T @ inch 4 10750 0750 550 2.362 0.236 16.3° -10.9° v  Fig.4 SB-2042TRG DTM-6 40,900
%’ 1000-S100-07-5T @ 5 1 1.000 1.000 6.30 2.362 0.236 16.3° -95° v |Fig.4 SB-2042TRG DTM-6 36,900
- 1250-S125-07-6T @ 6 12560  1.250  7.90 #2559 0.236 16.3°  -8.9° v | Fig.4 SB-2042TRG DTM-6 33,700
MECX 08-S10-07-1T @) 1 8 10 80 16 6 11.7° -240° v Fig.1 SB-2035TRG DTM-6 48,100
14-S12-07-2T @) 2 14 12 80 18 6 16.3° -121° v Fig.3 SB-2035TRG DTM-6 44,800
17-S16-07-3T @) 3 17 16 100 20 6 16.3° -11.0° v Fig.3 SB-2042TRG DTM-6 42,400
<3 18-S16-07-3T @) 3 18 16 100 20 6 16.3° -10.9° v | Fig.3 SB-2042TRG DTM-6 41,600
% % 20-S16-07-4T O mm| 4 20 16 110 20 6 16.3° -10.4° v Fig.3 SB-2042TRG DTM-6 40,200
e 2 21-S20-07-4T @) 4 21 20 110 20 6 16.3° -10.1° v Fig.3 SB-2042TRG DTM-6 39,500
% 25-S20-07-5T @) 5 25 20 120 25 6 16.3°  -9.7° v | Fig.3 SB-2042TRG DTM-6 37,000
@ 26-S25-07-5T O 5 26 25 120 25 6 16.3°  -9.5° v | Fig.3 SB-2042TRG DTM-6 36,500
33-S32-07-6T @) 6 33 32 130 30 6 16.3°  -8.8° v Fig.3 SB-2042TRG DTM-6 33,100
25 MECX 20-S16-07-5T O mm 5 20 16 110 20 6 16.3° -10.4° v | Fig.3 SB-2042TRG DTM-6 40,200
o 25-S20-07-7T @) 7 25 20 120 25 6 16.3°  -9.7° v | Fig.3 SB-2042TRG DTM-6 37,000
MECX 10-S10-07-1T O 1 10 10 80 17 6 12.8° -18.7° v | Fig.2 SB-2035TRG DTM-6 47,100
12-S12-07-2T @) 2 12 12 80 18 6 14.3° -13.7° v Fig.4 SB-2035TRG DTM-6 46,200
o % 16-S16-07-3T @) mm 3 16 16 100 20 6 16.3° -11.3° v | Fig.4 SB-2042TRG DTM-6 43,200
_cccu % 20-S20-07-4T @) 4 20 20 110 20 6 16.3° -10.4° v Fig.4 SB-2042TRG DTM-6 40,200
E 25-S25-07-5T @) 5 25 25 120 25 6 16.3°  -9.7° v | Fig.4 SB-2042TRG DTM-6 37,000
% 32-S32-07-6T @) 6 32 32 130 30 6 16.3°  -89° v Fig4 SB-2042TRG DTM-6 33,600
§ - MECX 16-S16-07-4T @) 4 16 16 100 20 6 16.3° -11.3° v | Fig.4 SB-2042TRG DTM-6 43,200
g 20-S20-07-5T @) mm 5 20 20 110 20 6 16.3° -10.4° v Fig.4 SB-2042TRG DTM-6 40,200
% 25-S25-07-7T @) 7 25 25 120 25 6 16.3°  -9.7° v/ | Fig.4 SB-2042TRG DTM-6 37,000
32-S32-07-8T @) 8 32 32 130 30 6 16.3°  -89° v Fig4 SB-2042TRG DTM-6 33,600
. MECX 17-S16-130-07-3T O 3 17 16 130 20 6 16.3° -11.0° v | Fig.3 SB-2042TRG DTM-6 42,400
% g 21-S20-140-07-4T O mm 4 21 20 140 20 6 16.3° -10.1° v Fig.3 SB-2042TRG DTM-6 39,500
g’ g 26-S25-160-07-5T O 5 26 25 160 25 6 16.3°  -9.5° v | Fig.3 SB-2042TRG DTM-6 36,500
- 33-S832-200-07-6T O 6 33 32 200 30 6 16.3°  -8.8° v Fig.3 SB-2042TRG DTM-6 33,100

e 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 good shoulder finish with MECX multistage ap
In order to obtain smooth cutting wall surface with MECX multistage ap, set ap within 0.197” for each cut.

Applicable Insert Selection See ®) P21

Recommended Cutting Conditions ®) P22

@ : U.S. Stock O : World Express (Shipping - 10 Business Days)

Applicable Inserts

Milling Cutter
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MECX Face Mill / MECX Applicable Inserts
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MECX Endmill
Dimensions Rake Angle. o Spare Parts
g g % /
5. '5@ GRS S Max.
S| E 0'3 A.R. S = Insert Arbor | Revolution
Part Number ® S Z£ OD OD1 @d @di1 @d2 H E a b S (MAY) RR.| O O Screw Wrench Bolt (min-)
MECX 1250R-07-8T [ ] 8 11.250/1.181 0.750 0.630 0.417 1.575/0.807 0.187 0.313/0.236 +7° |-8.9° v | Fig.5 33,600
1500R-07-10T @ h 10 11.5001.496 | 0.750 | 0.630 | 0.417  1.575|0.807 0.187 |0.3130.236 +7° | -8.4° v | Fig.5 3B- DTM6 HH3/8- 30,500
inc -
2000R-07-12T @ 12 2,000 1.575 0.750 0.646 0.417 1.575 0.819|0.187 0.313 0236 +7° -8.3° v Fig6 2042TRG 1.25H 27,700
2500R-07-14T @ 14 12.500{1.575/0.750 | 0.630 | 0.417  1.575|0.819 0.187 |0.313 1 0.236 | +7° | -7.9° v | Fig.6 24,900
MECX 032R-07-8T-M O 8 32 30 16 14 1 85 | 40 20 | 55 | 85 6 +16.3° -8.9° v | Fig.1 HH8x25H | 33,600
040R-07-10T-M O 10 40 38 22 18 12 40 22 6.3 | 104 6 +16.3° -8.4° v | Fig.1 SB- DTM-6 30,500
mm -
050R-07-12T-M O 1250 | 40 22 | 18 | 12 | 40 22 63 104 | 6 +16.3° -8.3° v |Fig2 2042TRG HH10x30H 27,700
063R-07-14T-M O 14 63 40 22 18 12 40 22 6.3 | 104 6 |+16.3°| -7.9° v | Fig.2 24,900
@ : U.S. Stock O : World Express (Shipping - 10 Business Days)
e 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. Appllcable Inserts
* For good shoulder finish with MECX multistage ap Milling Cutter Inserts
In order to obtain smooth cutting wall surface with MECX multistage ap, set ap within 0.197” for each cut. MECX...-07... BDMT 0703 ‘

Recommended Cutting Conditions ®) P22

Applicable Inserts
* e

o Carbon Steel / Alloy Steel D¢
Usage Classification P G * e %
Austenitic Stainless Steel bAe P bAe
) ) M | Martensitic Stainless Steel
* Roughing / 1st Choice Precipitation Hardened Stainless Steel o)
3¢ Roughing / 2nd Choice i | Gray CestIron * e 2
=
B Finishing / 1st Choice Nodular Cast Iron * Pig g
[ Finishing / 2nd Choice N[ Neniewevoltisiel o
(When hardness is under 45HRC) S Heat.ReS|stant Alloy (Ni-base) * * ]
Titanium Alloy * T(_i
H | Hard Materials O O %
Dimensions (in) Angle MEGACOAT PVD
o] o [Te]

N - N 0 =}

N N =} =} @

r k& E 82 2

Insert Part Number A T ©d W re a B o o o o o

BDMT 070302ER-JT | 0.181 0.102 0.091 0.264  0.008  16° 15° ([ J [ ] [ O (]

o

070304ER-JT | 0.181 | 0.102 | 0.091 0.264 0.016 16° 15° o O [ J [ J ([ J

O = i E 070308ER-JT | 0.181 | 0.102 | 0.091 0.264 0.031  16° 15° ( @) [ ] o ([ J P
Sa - 20-21

A T BDMT 070302ER-JS | 0.181|0.102 | 0.091 | 0.264 | 0.008| 16° | 15° | @ [ J ( [ ]

wﬁ 070304ER-JS | 0.181  0.102 | 0.091 0.264 0.016 16° 15° (] o [ J ([ J

070308ER-JS | 0.181 | 0.102 | 0.091 0.264 0.031  16° 15° o [ J [ J ([ J

@ : U.S. Stock O : World Express (Shipping - 10 Business Days)
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MECX Recommended Cutting Conditions

Recommended Cutting Conditions

Feed Rate Recommended Insert Grade
fz (ipt) Ve (sfm)
Workpiece JS JT MEGACOAT PVD
Material Chipbreaker Chipbreaker PR1225 PR1210 PR830 PR1025 PR905
* S
Carbon Steel 0.002~0.003-0.004 = 0.002~0.004~0.005 = 550 o a0 = R g B i
* Yo
Alloy Steel 0.002~0.0025-0.003 = 0.002~0.003~0.004 551 gno 7o = g B i
* RS
Mold Steel 0.002~0.0025-0.003 = 0.002~0.003~0.004 5 gm0 500 = e ey B i
" . * *
Austenitic Stainless Steel | 0.001~0.0015~0.002 | 0.002~0.0025~0.003 | 39 _5g0-820 - s 330520660 _
* #
Gray Cast Iron 0.002~0.003~0.004 = 0.003~0.004~0.006 - T - . 550 455500
* #
Nodular Cast Iron 0.002~0.0025~0.003 = 0.003~0.004~0.005 - o - . o0 a0
- * s
Titanium Alloy 0.002~0.0025~0.003  0.003~0.004~0.005 - (e Cog - g S

% Machining with coolant is recommended for Titanium Alloy.

% The figure in bold font is the starting value of the recommended cutting conditions.
Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.

Ramping & Helical Milling

Cutting Dia.
@0.375”, @8mm
@10mm

©0.500”
@12mm, @14mm

©0.625", @16mm
@17mm, @18mm
©0.750", @20mm
@21mm
@1.000", @25mm
@26mm
@1.250”, @32mm
@33mm

* 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.

Applicable Insert

BDMT0703

Max. Ramping Angle (a°)

Not Recommended

1.6°

20

30

1.6°

20

1.8°

1.8°

1.2°

0.8°

0.5°

-

BDMT1103 inserts are not recommended for Ramping or Helical Milling.

J

% 1st Recommendation ¥ 2nd Recommendation

Please observe below precautions fully.
Failure to observe the precautions may cause serious
bodily harm to operators / bystanders.

Warning about Max. Revolution indicated on main body

1.When running the endmill and the face mill at revolutions exceeding the maximum revolution limit,
the inserts or toolholder may be damaged due to the centrifugal force.

2.For actual practical revolution, please set within recommended cutting condition.

3.When using at a higher revolution (over 10,000min™'), refer to the table to adjust the balance of MEC and suitable arbor.

. Balance quality grade G
2S5 (F:neifi')”t'on 1SO 1940-1 / 8821
(IS BO905)
~20,000 G16
~30,000 @63
30,000~ @25




MECX Cutting Performance

MECX Endmill Cutting Performance

(JT chipbreaker Vc=400sfm Workpiece :1049)

; e Slottin
Cutting Description Overhang Descriotion Shouldering Ram ing
Dia. inch size Length A P (Cutting Width ae=2D/2) sl
metric size (in) Helical Milling
@8mm MECX08-S10-07-1T 0.630 = Q236 2236
. e . e
30.375" MECX0375-S375-07-1T 0.670 _ f ais? f ais?
@10mm MECX10-S10-07-1T ' MECX08-S10-07-1T 8 :;l‘i 8 :;:"
30.500" MECX0500-S500-07-2T aoofE==as 3 Q040fpmmns
@12mm MECX12-512-07-2T 0709 iRl ool G0 0808 R T
20.625" MECX0625-S625-07-3T B B
o16mm  MECX16-516-07-3T 0.787 N
0236 0236
gorsor | MECXOTSO-STSO-074T |77 4 670 coml o
-o20-07- MECX0375-S375-07-1T J o ; J o
©1.000" MECX1000-S100-07-5T MECX10-S10-07-1T - R _
@25mm MECX25-525-07-5T 1.000 QIESHO L1 B i A e
21.250" MECX1250-S125-07-6T [T T T Gooz o003 DooB
32mm MECX32-S32-07-6T 1.180 | 1.970 Fowd Hate lipt) Foed Raze lipt)
Shape I ‘ 0236/
| L} _ aer -
| | | MECX0500-S500-07-2T o g
‘:.: ‘ MECX12-S12-07-2T 2 aarsl—i— B = |
— ‘ v 0.007 amn\ 006 ¥ 000z ou:; 0006
| | Fooct Rate (ipt) Foed Rate fipt]
I" ‘ J'I . 0236 0.236]
= aver = AL
Lo MECX0625-S625-07-3T e
I[j E an iy ] g an i
L@ MECX16-S16-07-3T = aars — = aar B
. —t oo | o |
! 0002 0.004 0.0'06 o002 0004 0.006
Feed Hate (ipt) Feed Rate [ip%
* Machining with extended overhang length is not
recommended for 20.315in and 20.394in. _ o _ o1
e The cutting performance list shows applicable range of JT MECX0750-S750-07-4T ::} ::’ - : ::} ::: eeeneenme e e i
Chipbreaker (PR830) with Standard flute-number type. MECX20-520-07-4T B e Toeml
For Multi-Edge type, use with 70% or less of ap. crox - aocd noa Ahod  amos
Feed Rate lipt) Feed Rate lipt)
e Cutting conditions of JS Chipbreaker
(1) For MECX0375~MECX0500 / MECX08~MECX12 o e
Decrease the feed rate by 25% according to cutting MECX1000-5100-07-5T g 2:5; sy .| g 2:5}
Capablllty list. MECX25-S25-07-5T LT [N S— — i [T R IS B
|
(2) For MECX 0625 / MECX16 and over DX a004  00as oAz 0004 000R
Fead Rate (ipt) Foed Rate (ipt]
Decrease the feed rate and ap by 30% according to
cutting capability list. 0736 236
- oagr - e
MECX1250-S125-07-6T Jo B g
MECX32-S32-07-6T =TT (SRR R — [=JRPAPTT NN I B
v Boo: 0004 0008 v [ 0004 0006
Feed Hate (ipt) Feed Rate [ip%
MECX Face Mill Cutting Performance (JT chipbreaker Vc=400sfm Workpiece :1049)
Cutting Description Overhang Description Shouldering Ramping
Dia. inch size Length A (Cutting Width ae=@D/2) Helical Milling
metric size (in)
21.250" MECX1250R-07-8T
@32mm | MECX032R-07-8T-M o o
31.500" MECX1500R-07-10T E‘ ais? 55‘ ais?
@40mm MECX040R-07-10T-M 3937 MECX08-S10-07-1T 8 :;l‘i 8 :;:"
32.000" MECX2000R-07-12T ’ aouof-——-—- . Q040
@50mm MECX050R-07-12T-M 000 [CT R T
@2.500" MECX2500R-07-14T Feed fate lipt Feed flate lipt]
@63mm MECX063R-07-14T-M
0236 0236
Shape z ONT z aer
MECX0375-S375-07-1T 3o 5 o
= MECX10-S10-07-1T = oars i = aars 5
[1.71) EESEEERE Banni Kol
DBIOT Q004 0006 DEIO) o004 0006
< Fead Rate (ipt) Foed Rate (ipt]

* Not recommended for slotting



Helical Endmills

The MECH Helical Endmill has improved chip
evacuation which increases your maximum
machining efficiency and reduces your cutting costs

Improved Chip Evacuation

Notched inserts break chips into small pieces

Work Material: Structural Steel .
Ve = 400sfm A flat-cut flute provides

apxae = 1.57"x0.40" p excellent chip evacuation
fz = 0.0047ipt

MECH032-S32-11-5-4T

=

e

4 “ % 3'
e

Competitor A

Notched inserts

lower cutting force,

reduce chattering and
maximize machining efficiency

B Maximum Machining Efficiency M Low Cutting Forces

T : Work Material : S50C
Recommended Cutting Range V = 400sfm
50'60 [ Cuting Range apxae = 1.57"x0.20"'~0.512"
MECH 22 76 in%/min g fz = 0.0023 ~ 0.008ipt
_ " MECH032-S32-11-5-4T
332mm (ae=0.512") foa[-
AF] 3.5 times higher z
utes metal removal rate Fow |
>
0.002 0003 0.004 0.006 0.008
Feed Rate fz(ipt)
Comp. A .
J32mm 6.52 in”/min
(2e=0.197") B Cutting F Princiole E
3 Flutes utting Force (Principle Force)
5000 4660 Work Material : S50C
o5 Vc = 400sfm
4000 apxae = 1.57"x0.40"
Work Material : S50C Comp. B . 5 = fz = 0.004ipt
;/g:?%(;sjm 332mm 6.52 in/min % s000 MECHO32-S32-11-5-4T
ae =0.197"~0.512" (ae=0.1 97") L2 Internal Evaluation
f2 = 0.006ipt 3 Flutes e
E
()
1000
g MECH Comp. A Comp.B

24




MECH Helical Endmill

[m) (]
2 8 ] - —_— B
e
*‘-‘g Fig. 1 Fig-2
MECH Helical Endmill (Weldon Shank / Inch)
Dimensions (in) Rake Angle Spare Parts
Z .
o o 2 % / Applicable
$ 68 ©g Bt s
8 55 58 58 Z N Inserts
S 85 88 ga A.R. © Insert Anti-Seize
Part Number o zZL zh z2z£ @D @d L L1 S vAY) RR.| O Screw Wrench Compound ® P27
MECH 1000-W1000-11-4-2T @ 2 4 8 1.00|1.00 4.17 181 1.46 +21°|-10° Fig.1
1250-W1250-11-5-2T @ 2 5 | 10 (125 125 452 217 1.81 +23° -9° Fig.1
1250-W1250-11-5-4T @ 4 5 20 125125452217 1.81 +23° -9° | Fig.1
T S _ i ] BDMT11T308ER-N2
1500-W1250-11-6-4T @ 4 6 24 150 125 490 252 216 +23° -8 Fig.2 SB-2555TRG DTM-8 MP-1 T 1T08ERNS
1500-W1500-11-6-4T (@ 4 6 | 24 150 150 528 252 216 +23° -8° Fig.1
2000-W1500-11-7-4T @ 4 7 | 28 200 1.50 573 295 252 +23° -7° Fig.2
2000-W1500-11-7-6T @ 6 7 42 200|150 573 295 252 +23° -7° |Fig.2
MECH 1500-W1250-17-4-2T @ 2 4 8 150 1.25 526 287 2.32 +19°| -7° Fig.2
P I ) i ] BDMT170408ER-N3
1500-W1500-17-4-2T (@ 2 4 | 8 150 150 564 287|232 +19° -7° Fig.1 SB-4070TRN DTM-15 MP-1 M1 70408ER NS
2000-W1500-17-5-4T @ 4 5 20 200 1.50 626 3.46 2.91 +19° -7° Fig.2

Applicable Insert Selection See ®) P27

Recommended Cutting Conditions ®) P28

Coat Anti-seize Compound (MP-1) thinly on insert screw when insert is fixed

@ : U.S. Stock

MECH Helical Endmill

(Cylindrical Shank / Metric ) (Coolant Hole for Bottom Insert Row)

Dimensions (mm) Rake Angle Spare Parts
',
o Applicable
5 68 58 of E 7 Fl)npserts
S 55 58 ga AR. [ Insert Anti-Seize
Part Number » zZ@o zZn z£ @D @d L L1 S Ay RR. O Screw Wrench Compound ® P27
MECH 025-S25-11-4-2T O 2 4 8 25 25 120 @ 46 37 | +21° -10° Fig.1
032-S32-11-5-2T Ol 2 5 10 32 32 | 140 @ 55 46 | +23° -9° |Fig.1
032-S32-11-5-4T O 4 5 20 32 32 140 55 46 | +23° -9° | Fig.1
P _ _ , BDMTI1T308ER-N2
040-S32-11-6-4T Ol 4 6 24 40 32 150 64 55 | +23°| -8° Fig.2 |SB-2555TRG DTM-8 MP-1 BDMT11T308ER-N3
040-S42-11-6-4T O 4 6 24 40 42 | 160 @ 64 55 | +23° -8° Fig.1
050-S42-11-7-4T O 4 7 28 50 42 172 | 75 64 | +23° -7° |Fig.2
050-S42-11-7-6T O 6 7 42 50 42 | 172 | 75 64 | +23° -7° |Fig.2
MECH 040-S32-17-4-2T o 2 4 8 40 32 160 | 73 | 59 | +19°| -7° Fig.2
o ° ) BDMT170408ER-N3
040-S42-17-4-2T Ol 2 4 8 40 42 170 | 78 59 | +19° -7° Fig.1 SB-4070TRN DTM-15 MP-1 BDMTA70408ER-N4
050-S42-17-5-4T O 4 5 20 50 42 | 185 88 74 +19° -6° |Fig.2

Applicable Insert Selection See ®) P27

Recommended Cutting Conditions ®) P28

Coat Anti-seize Compound (MP-1) thinly on insert screw when insert is fixed

O : World Express (Shipping - 10 Business Days)



MECH Shell Mill / BT50 Integral Arbor Type (without Coolant Hole)

Rake Angle
Part Number | A.R. (MAX) R.R.
MECH...-11- +23° -8°
MECH...-17- +19° -7°
I I
o) w
(=] (=]
2.1 Fig.1 9. Fig2
MECH Shell Mill (Without Coolant Hole)
Dimensions Spare Parts
'Y <
= 2 ]
0 _n 2 / S  Applicable
$ 685685% E = Inserts
S s568ca E [ Insert Anti-Seize  Arbor
Part Number ® Zrznz£ 5 OD @d @d1@dd2 H E a b S o Screw  Wrench Compound  Bolt ® P27
. BDMT11T308ER-N2
MECH 2000R-11-5-6T @ 6 5 30 200 075 063 0.417 2480 0.750 0.197 0313 1.811 Fig1 SB-2555TRG DTM-8 ~ MP-1  HHI/8-1.5 o ooorn o
inch
2000R-17-2-4T @ 4 2 | 8 2.00 0.75 0.63 0.417|2.047/0.750 0.197 0.313 1.181| Fig.1 | SB-4070TRN DTM-15  MP-1  HH3/8-1.25 BppT{70408ER-N3
2000R-17-4-4T @ 4 4 16 2.00 0.75 | 0.63 0.417/3.070 0.750 0.197 0.313 2.322|Fig.1 SB-4070TRN DTM-15 ~ MP-1  HH3/8-1.25 BOMT170408ER-N4
MECH 040R-11-4-4T-M O 4 4 16 40 16 15 9 50 19 | 56 84 37 Fig.1 SB-2555TRG DTM-8  MP-1 | HHBX25 | RpMT{1T308ER-N2
050R-11-5-6T-M O 6 5 30 50 | 22 | 18 | 11 63 21 | 63 |10.4| 46 Figd SB-2555TRG DTM-8 = MP-1  HH10x30 BDMTI1T308ER-N3
MECH 050R-17-2-4T-M O | 4 2 8 50 | 22 | 18 11 52 | 21 | 63 | 104 30 Fig.1| SB-4070TRN DTM-15 MP-1 | HH10X30
050R-17-4-4T-M O 4 |16 50 | 22 | 18 11 78 | 21 | 63 | 104 59 Fig.1|SB-4070TRN DTM-15 MP-1 | HH10X40
063R-17-3-4T-M O 4 3 12 63 | 27 | 20 14 70 |24 | 7 | 12 | 45 Fig.1 SB-4070TRN DTM-15 MP-1 | HH12X35
mm
080R-17-4-6T-M O 6 4 24 80 | 32 26 18 8 28 8 | 14 | 59 Fig.1 SB-4070TRN| DTM-15| MP-1  HH16X45 BDMT{70408ER-N3
100R-17-4-6T-M O 6 4 24 100 40 56 | - | 85 | 30 9 | 16 | 59 Fig.2 SB-4070TRN DTM-15  MP-1 - BDMT170408ER-N4
MECH 063R-17-3-4T O 4 3 12 63 254 20 14 70 | 26 | 6 | 95 45 Fig.1|SB-4070TRN DTM-15 MP-1 | HH12X35
080R-17-4-6T (O 6 4 24 80 13175 26 18 8 32 8 | 13 | 59 Figd SB-4070TRN DTM-15 ~ MP-1 | HH16X45
100R-17-4-6T | O 6 4 24 100 (381 56 - 85 38 10 | 16 | 59 Fig.2 SB-4070TRN|DTM-15  MP-1 -
Coat Anti-seize Compound (MP-1) thinly on insert screw when insert is fixed @ : U.S. Stock O : World Express (Shipping - 10 Business Days)
Applicable Insert Selection See ®) P27
Recommended Cutting Conditions ®) P28
Rake Angle
| Part Number A.R. (MAX) R.R.
= [ §= MECH...-11- +23° -7°
8 -He e
B 5 MECH...-17- +19° -7°
5 ;.
s m
L
Fig.1
MECH-BT50 Integral Arbor Type (Without Coolant Hole)
Dimensions (mm) Spare Parts
%
()] = g
v wa =8 o8 2 = 7 Applicable
g B3 B By E 1y Inserts
o S3 c8 o® © Insert Anti-Seize
Part Number |z zdb z£ @D L S a] Screw Wrench Compound ® P27
) BDMT11T308ER-N2
MECH 050R11-8-4T-BT50 O 4 8 32 | 50 | 143 73 | Fig.1 SB-555TRG =~ DTM-8 MP-1 BDMT11T308ER-N3
MECH 050R17-7-4T-BT50 @) 4 7 28 50 173 | 104
063R17-7-4T-BT50 O 4 7 28 63 | 173 104 y
Fig.1  SB-070TRN = DTM-15 MP-1 BOMT170408ER-N3
080R17-7-4T-BT50 O 4 7 28 80 | 173 104 BDMT170408ER-N4
100R17-7-6T-BT50 @) 6 7 42 100 | 173 | 104
Coat Anti-seize Compound (MP-1) thinly on insert screw when insert is fixed @ : U.S. Stock O : World Express (Shipping - 10 Business Days)

Applicable Insert Selection See ® P27

26 Recommended Cutting Conditions ®) P28



MECH Applicable Inserts

Applicable Inserts

U Classificati p Carbon Steel / Alloy Steel * ) ¢ %

sage Classification T Gie * | % o

Austenitic Stainless Steel Y % bie

) ) M | Martensitic Stainless Steel
* Roughing / 1st Choice Precipitation Hardened Stainless Steel o)
Y¢ Roughing / 2nd Choice K Gray Cast Iron * % E
M Finishing / 1st Choice Nodular Cast Iron * | % é
O Finishing / 2nd Choice N | Non-Femous Matal '
(When hardness is under 46HRC) S H.eat.ReS|stant Alloy (Ni-base) * * %
Titanium Alloy * %
H | Hard Materials O O %
Dimensions (in) Angle MEGACOAT PVD
o 0 o

1) N - 0 o

N N N o (4]

r & & £ &

Part Number A T ad w re a B o o o o o

BDMT 11T308ER-N2 0.264 | 0.150 | 0.110  0.433 | 0.031 18° 13° o [ ) O o (]

BDMT 11T308ER-N3 0.264 | 0.150 | 0.110  0.433 | 0.031  18° 13° o [ ) @) o (]
P

25-27
BDMT 170408ER-N3 | 0.3780.193 0.173 0669 0031 18 13> @ @ @ @ @
BDMT 170408ER-N4 0.378  0.193  0.173 | 0.669 0.031 18° | 13° (] o [ J ([ J (]

@ : U.S. Stock O : World Express (Shipping - 10 Business Days)

Installed Inserts - MECH Endmill Installed Inserts - MECH Shell Mill / MECH-BT50

No. of Inserts No. of Inserts
BDMT11T308ER- | BDMT170408ER- BDMT11T308ER-  BDMT170408ER-
Description R ] Description @ @ ) "\
) ' P 1 ‘
Y= ) e % | 2 e ) u— £ ‘ ]
inch size g % g & ) inch size g % g o
metric size Zi z£ N2 N3 N3 metric size zio z£| N2 N3 N3
MECH 1000-W1000-11-4-2T MECH 040R-11-4-4T-M 4 16 8 8 - -
025-525-11-4-2T 218 4 4 -
2000R-11-5-6T 6 30| 15 15 i
1250-W1250-11-5-2T 050R-11-5-6T-M
032-532-11-5-2T 2110 5 5 -
MECH 2000R-17-2-4T 4 | s i i 4 4
1250-W1250-11-54T 0 4o 10 i 050R-17-2-4T-M
032-S32-11-5-4T = 2000R-17-4-4T
S 4 16 - - 8 8
1500-W1250-11-62T  ,  ,, 4 1 i 3 050R-17-4-4T-M
- 040-832-11-6-4T ) 063R-17-3-4T-M 4 12 - - 6 6
% 1500-W1500-11-6-4T 4 | o4 12 12 080R-17-4-6T-M 6 | 24 - - 12 12
o 040-842-11-6-4T 100R-17-4-6T-M 6 | 24 - - 12 12
2000-W1500-11-7-4T 4 | o8 14 14 MECH 063R-17-3-4T 4 12 - - 6 6
050-542-11-7-4T 080R-17-4-6T 6 24 - - 12 12
2000-W1500-11-7-6T 6 42 o1 o1 100R-17-4-6T 6 24 - - 12 12
050-842-11-7-6T MECH 050R11-8-4T-BT50 4 | 32 16 16 - -
MECH 040-S32-17-4-2T 2 | 8 - - 4 ° 050R17-7-4T-BT50 4 28 - - 14 14
040-S42-17-4-2T 2 | 8 - - 4 E 063R17-7-4T-BT50 4 28 - - 14 14
050-$42-17-5-4T 20 - - 10 10 080R17-7-4T-BT50 4 28 - - 14 14
100R17-7-6T-BT50 6 | 42 - - 21 21
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MECH Recommended Cutting Conditions / Case Studies

Precautions when installing inserts with notches

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

2. 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.1,2and 3.

< Insert Number and Holder Marks >

Insert Size 11 Type 17 Type

Insert
Number 2 3

Marks

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

Fig.1 Same Flute Line Fig.3 Holder Marks

Recommended Cutting Conditions

Recommended Insert Grade
Vc (sfm)
Workpiece Feed Rate MEGACOAT PVD
Material fz (ipt) PR1225 PR1230 PR1210 PR830 PR905
Y * Y
Carbon Steel 0.003-0.004-0.006 390~590-820 390~590~720 - 330~460~590 -
Y * Y
Alloy Steel 0.003-0.004-0.006 330~520~720 330~520~660 - 330~460~590 -
Y * Y
Mold Steel 0.003-0.004-0.006 260~460~590 260~460~520 - 330~390~490 -
Y Y
Gray Cast Iron 0.003~0.006~0.007 : : 390590820 - 330480500
Y Y
Nodular Cast Iron 0.003~0.006~0.007 - - 330~490~720 - 330390490
o Yo big
Titanium Alloy 0.003~0.004~0.006 ; - 100-160-230 - 0116160

2% Machining with coolant is recommended for Titanium Alloy. % 1st Recommendation ¥x 2nd Recommendation

2% The figure in bold font is the starting value of the recommended cutting conditions.
Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.

1. The recommended cutting conditions above are for notched inserts.
2. If using an insert without notch, the cutting depth (ap) and width (ae) should be less than 60% of those of a notched insert.

MECH Case Studies

1045 Shouldering Structural Steel Shouldering
(Down Cut)
(Down Cut)
® Ship parts ® Plate
® Vc=500sfm ® Vc=500sfm
® apxae=2.75" x 0.40" fﬂ ® apxae=2.75" x 0.40"
« 2=0.008ipt (Vf=30ipm) e « 2=0.008ipt
* Dry — * Dry
* MECH050-S42-17-5-4T ™ * MECH050-S42-17-5-4T
-e‘ A
* 4 Flutes * 4 Flutes 1‘},
* BDMT170408ER-N3 * BDMT170408ER-N3 '\1 ;
* BDMT170408ER-N4 * BDMT170408ER-N4
(PR830) - (PR830)
Y| EC H Metal Removal Volume=32.58 in®/min Y| EC H Metal Removal Volume=32.46 in®/min
Competitor A Metal Removal Volume=7.01%/min Competitor B Metal Removal Volume=10.37"/min

* MECH machining efficiency improved 4.6 times that of Competitor A * héli(;;!ema\:v:;\;lnfl;?sﬁﬁlmency improved 3.1 times that of Gompetitor B and had an

Customer Evaluation Customer Evaluation




MECH Cutting Performance

MECH Endmill Cutting Performance

(Workpiece :1049)

Cutting Description Overhang
Dia. inch size Length A
metric size (in)

©1.000" MECH1000-W1000-11-4-2T .

@25mm MECH025-825-11-4-2T :
MECH1250-W1250-11-5-2T

&1.250" MECH032-832-11-5-2T -

©32mm MECH1250-W1250-11-5-4T
MECH032-832-11-5-4T
MECH1500-W1250-11-6-4T

&1.500" MECHO040-832-11-6-4T

@40mm 2.56
MECH1500-W1500-11-6-4T
MECH040-842-11-6-4T
MECH2000-W1500-11-7-4T

©2.000" MECH050-S42-11-7-4T

@50mm 2.99
MECH2000-W1500-11-7-6T
MECH050-842-11-7-6T
MECH1500-W1250-17-4-2T

&1.500" MECH040-832-17-4-2T

@40mm 2.91
MECH1500-W1500-17-4-2T
MECH040-842-17-4-2T

©2.000" MECH2000-W1500-17-5-4T s

@50mm MECH050-842-17-5-4T ‘

Shape

|
§
@

‘ |
T

Description

MECH1000-W1000-11-4-2T
MECHO025-825-11-4-2T

Shouldering Slotting
ae 7 D
%i g
W?" -"}'.."}'.."}'.."}'.."ﬁ )'f)'i
Cutting Speed: Cutting speed:

Vc=325~590sfm
Feed: 1z=0.003~0.006ipt

0.40 079
Widith of Cut ae{in)

118

Vc=325~400sfm
Feed: z=0.003~0.005 ipt

2 Flute Type

D.OL. in)

003 004 005
Feed Rate E(ipt)

MECH1250-W1250-11-5-2T
MECHO032-832-11-5-2T

Do.C
s
]

040 o7y 10
Width of Cut aelin)

003 004 005
Feed Rate (ipt)

MECH1500-W1250-17-4-2T
MECH040-S32-17-4-2T

MECH1500-W1500-17-4-2T
MECH040-S42-17-4-2T

MECH1250-W1250-11-5-4T
MECHO032-S32-11-5-4T

odof ==

0.40 79 118
Widlth of Cut a{in)

157

4 Flute / 6 Flute Type

DOC (in}
=
2

40 o79
Widdth of Cut ae{in)

187

g

040

_______ LS A,

003 004 005
Feed Rate E(ipt)

MECH1500-W1250-11-6-4T
MECHO040-832-11-6-4T

MECH1500-W1500-11-6-4T
MECHO040-542-11-6-4T

157

DOC (in}

40 o79
Widdth of Cut ae{in)

MECH2000-W1500-11-7-4T
MECHO050-S42-11-7-4T

DOC. (in}

40 079
Widdth of Cut ae{in)

MECH2000-W1500-11-7-6T
MECHO050-S42-11-7-6T

DOC. (in}

40 079
Widdth of Cut ae{in)

MECH2000-W1500-17-5-4T
MECHO050-S42-17-5-4T

DOLn)

040 079
Width of Cut asfin)
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KYO-CAT Taper Adapters

Face Mill Toolholders Endmill Toolholders
e Made from 8620 Alloy Steel e Made from 8620 Alloy Steel
e Concentricity is less than .0002 at face and arbor e All critical surfaces are precision ground
e Al critical surfaces are precision ground e (Case hardened to 56-58 RC
e (Case hardened to 54-58 RC e Case depthis .03-.04
e Case depthis .03-.04 e Balanced to G2.5 @ 20,000 rpm
e Balanced to G2.5 @ 20,000 rpm e Concentricity is .0001 or less
e Rear thread for pull stud is 5/8-11 e Rear thread for pull stud is 5/8-11
e Coolant through capable e Coolant through capable
c o - C .
5/8” - 11 o 5/8" - 11 =
- > A ¥ A
—T ‘ ./// v ¢ — ( I -
_ O (el r- O edd]
I\ F \\\3
1375 g
Fig.1 Fig.2
CAT40 Face Mill Holder
Dimensions (in)
Arbor Diameter 0O.D. Gage Length Key Width Screw Suggested
Part Number Stock A B) (C) (D) (=) Fig. | Retail Price
KYO-CAT40- FM.75-2.0 ® 0.750 1.750 2,000 5/16 3/8-24 2 $139
FM1.0-2.0 [ 1.000 2.180 2,000 3/8 1/2-20 1 $139
FM1.25-2.0 o 1.250 2.440 2,000 1/2 5/8-18 1 $139
FM1.5-2.0 [ 1.500 2.520 2,000 5/8 3/4-16 1 $139
@ : U.S. Stock
L ¢ : ; . J
5/8" - 11 N —o—
1= //E
‘ I /’ i ;
[ ] s
Ja .I i ;_1 |
= 5750 — Fig.1 Y Fig.2

CAT40 Endmill Holder

Dimensions (in)

1.D. O.D. Gage Length Tool Depth Set Screw Suggested

Part Number Stock A B) (C) (D) (=) Fig. | Retail Price
KYO-CAT40- EM.500-1.75 [ ) 0.500 1.375 1.750 N/A 7/16-20 2 $109
EM.625-1.75 [ J 0.625 1.500 1.750 2.100 9/16-18 2 $109
EM.75-1.75 [ ] 0.750 1.750 1.750 2.500 5/8-18 2 $109
EM1.0-1.75 [ J 1.000 1.750 1.750 2.600 5/8-18 2 $109
EM1.25-2.5 [ ] 1.250 2.500 2.500 2.750 3/4-16 1 $114
EM1.5-4.0 [ J 1.500 2.620 4.000 3.000 2x — 3/4-16 2% $129

% This tool holder does not have a safety zone for the tool changer. @ : US. Stock

Although most machines do not require a safety zone, please be sure to check your machine tool requirements.
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CAT50

Face Mill Toolholders

e Made from 8620 Alloy Steel
e Concentricity is less than .0002 at face and arbor
e Al critical surfaces are precision ground
e Case hardened to 54-58 RC

e Case depthis .03-.04
e Balanced to G2.5 @ 20,000 rpm
e Rear thread for pull studis 1" x 8
e Coolant through capable

CATS50

Endmill Toolholders

e Made from 8620 Alloy Steel

e All critical surfaces are precision ground

e Case hardened to 56-58 RC

e Case depth is .03-.04
e Balanced to G2.5 @ 20,000 rpm

e Concentricity is .0002 or less

e Rear thread for pull studis 1" x 8
e Coolant through capable

— 1 " - 8
L % Bl A
T I e — E
) ‘ \ /r--‘/ ) = J } / e
—] = [ i — b
D D 7 : © %
O e DIT%‘J = @ N
— | | D e e | D
| J = I
=hEme - N\e
Fig.1 Fig.2
CAT50 Face Mill Holder
Dimensions (in)
Arbor Diameter 0.D. Gage Length Key Width Screw Suggested
Part Number Stock A) B) (C) (D) (=) Fig. | Retail Price
KYO-CAT50- FM.75-3.0 ° 0.750 1.750 3.000 5/16 3/8-24 2 $199
FM1.0-3.0 ° 1.000 2.180 3.000 3/8 1/2-20 2 $199
FM1.25-3.0 ° 1.250 2.440 3.000 1/2 5/8-18 2 $199
FM1.5-3.0 ° 1.500 2.740 3.000 5/8 3/4-16 2 $199
FM2.0-3.0 ° 2.000 3.700 3.000 3/4 1-14 1 $229
FM2.5-3.0 ° 2.500 4.000 3.000 1.0 1-14 1 $229
@ : U.S. Stock
C
I.._
L :
= rl
P~ |
| &
Fig.1

CAT50 Endmill Holder

1.375"

Dimensions (in)

1.D. 0.D. Gage Length Tool Depth Set Screw Suggested

Part Number Stock A) B) (C) (D) (=) Fig. | Retail Price
KYO-CAT50- EM.500-3.0 [ ) 0.500 1.375 3.000 N/A 7/16-20 1 $169
EM.625-3.0 [ ) 0.625 1.500 3.000 N/A 9/16-18 1 $169
EM.75-3.0 [ ) 0.750 1.750 3.000 N/A 5/8-18 1 $169
EM1.0-4.0 [ ) 1.000 1.900 4.000 2.750 5/8-18 1 $179
EM1.25-4.0 [ ) 1.250 2.500 4.000 2.750 3/4-16 1 $179
EM1.5-4.5 [ ) 1.500 2.750 4.500 3.000 2x — 3/4-16 1 $189
EM2.0-5.0 [ ) 2.000 3.500 5.000 3.500 2x—-1.0-14 2% $214

% This tool holder does not have a safety zone for the tool changer. @ : US. Stock

Although most machines do not require a safety zone, please be sure to check your machine tool requirements.
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) KYOCERG

Kyocera Precision Tools Inc.

102 Industrial Park Road m Hendersonville, NC 28792
Email: cuttingtools@kyocera.com

Website: www.kyoceraprecisiontools.com
Distributor Website: http://mykpti.kyocera.com
Customer Service: 800.823.7284 - Option 1
Technical Support: 800.823.7284 - Option 2

©Kyocera Precision Tools Inc.
06/14, 5K Printed in U.S.A.

connect with us

000e @



https://www.facebook.com/KyoceraCuttingTools
http://www.linkedin.com/company/kyocera-cutting-tools
https://twitter.com/kyocera_tools
http://www.youtube.com/user/KICCTechs
https://plus.google.com/b/105391765054442555270/105391765054442555270/posts
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