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Hl Characteristics

B General Features

The SEC-Metal Slash Mill MSX Type is a multi-purpose cutter capable of roughing
at ultra-high feeds. Its wide application range dramatically boosts efficiency.
Inserts are available in four sizes, ranging from a 16mm to the large diameter

2100mm model, to cover a wide variety of milling need

(D | Highly Durable Body | Special surface treatment improves scratch resistance
@ |Versati|e Machining Operalions| Use for ramping, helical, and drilling work

@ | Double Lock | Extra-strong clamping ensures stable cutting performance (Single clamp for 622mm o thinner MSX06000 Type and MSX08000 Type)

@ | With oil hole | Improved chip evacuation with air or coolant supply hole and specially shaped pocket design

@| Insert Shape | Unique tool shape packs cutting performance and cutting edge strength

M Insert Applications and Types

- Insert utilises a special cutting edge profile.

- Economical, three-cornered insert

Type General Purpose Edge Type Strong Edge Type
Application | General Turning (First choice) Interrupted Cutting
Appearance/
Characteristcs
Emphasis on Fracture
Sharper Edge P Resistance

M Cutting Performance
@ Cuiting Force Comparison

@ Shoulder Milling Comparison of MSX Type and Conventional Tool

M SX Type

Conventional Tool

MSX Type

Conventional Tool

Low vibration, stable mafchining

g E B

e

Cutting force (N)
§

s

Cutting force (N)

Work material : S50C

Performs under high working conditions

Cutting force is consistent, even when
depth of cut is increased, for stable

Chatter-prone

Greater depth of cut increases contact
length which increases cutting force.

Cutting Conditions : v,=150m/min, f,=1.0mm/t, a,;=25mm, a,=2mm cutting performance.
M Series

Type Dia.(mm) No. of Teeth Applicable Insert
MSX 08000R 240 4 WDMT 08 Type
Shell Type MSX 12000R 250 to 963 4t05 WDMT 12 Type
MSX 14000R 250 to 8100 3t06 WDMT 14 Type
MSX 06000E 016 to 825 2t03 WDMT 06 Type
Endmill Type MSX 08000E 220 to 935 2t03 WDMT 08 Type
MSX 12000E 232 to 850 2t04 WDMT 12 Type
MSX 14000E 240 to 063 2104 WDMT 14 Type
MSX 06000M 216 to 825 2103 WDMT 06 Type
Modular Type MSX 08000M @25 to @35 2t03 WDMT 08 Type
MSX 12000M 232 to 640 2103 WDMT 12 Type
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Il Notes on Corner Finishing * Actual machined corners will have uncut and over-cut portions due to the shape of the inserts.

Fig1 Fig2

Corner R

)
,-fr Overcut portion
CornerR |

k\l Uncut portion Uncut portion
Corner MSX06000Type MSX08000Type MSX12000Type MSX14000Type
R | Uncut portion | Overcut porfion Fig Uncut portion | Overcut portion Fig Uncut portion | Over-cut portion Fig Uncut portion | Overcut portion Fig
2.0 | 0.408 0 1 0.735 0 1 1.312 0 1 1.642 0 1
25 | 0.263 0.087 2 0.593 0 1 1.171 0 1 1.501 0 1
3.0 0.451 0.031 2 1.030 0 1 1.360 0 1
3.5 0.888 0.001 2 1.219 0 1
4.0 1.078 0.016 2
I Taper Cutting and Helical Milling
Taper Cutting Helical Milling
Minimum diameter Maximum diameter

| oD

oD

w e
M 7 \ % |
7 _
Centre uncut portion cannot be remove with same cutter. ~ Centre uncut portion can be remove with same cutter.
MSX06000Type MSX08000Type MSX12000Type MSX14000Type
oD, | Taper Cutting Helical Milling Taper Cutting Helical Milling Taper Cutting Helical Milling Taper Cutting Helical Milling
Ner RampigArge |~ Min. Max. | NaxRampngAnge | Min. Max. | laxRampnghnge | Min. Max. | MaxRampnghnge | Min. Max.
16 6° 00 21 30
17 5° 00' 23 32
18 4° 30 25 34
20 3" 30' 29 38 7° 30' 25 38
22 3° 00 33 42 5° 30" 29 42
25 2° 00 39 48 4° 00" 35 48
28 3° 00 41 54
32 2° 30 49 62 6° 30' 42 62
35 2° 00 55 68 5° 00' 48 68
40 2° 00 65 78 4° 00 58 78 6° 00 53 78
50 2° 30" 78 98 3° 30 73 98
63 2° 00 103 124 2° 00 99 124
80 1°30' 133 158
100 1°00' 173 198
Il Recommended Insert Cat. No. | Max.a, | 7z |Approx./:
i iti WDMT 0603 | 1.0 | 15 | 2.0
Cutting Conditions WDMT 0804 | 15 | 20 | 25 Mfimg
WDMT 1205 | 2.0 | 20 | 3.0 Radive
WDMT 1406 | 25 | 20 | 35 (ap: Depth of Cut  f,: Feed Rate) Mul
Cutting Endmill Type Shell Type Purpose
Work Grade | Speed Insert Cat. 216 220 225 232 240 250/063 | ©80/2100 Shoulder
Material (p/ n) No. a, f, o f, a, , a, f, a, f, a, f, a, f, Milling
Vet (mm) | (mm#) | (mm) | (mmA) | (mm) | (mmA) | (mm) | (mmi) | (mm) | (mmd) | (mm) | (mmt) | (mm) | (mm) RiCopying
(P] WDMT 0603| 0.8 | 0.8 | 0.8 | 0.8 | — = = = = = = = = = —
Gerel Sl | ACP200 | 100-150-200 | wonT Gooa| — | — | 10 10 110 112 102 o o o e T Tslot
Below 200HB WDMT1406| — | — | — | — | — | — | — | — |15 |15 |15 |15 | 15 | 15 Cramierng
(P] WDMT 0603 | 0.7 | 0.8 | 0.7 | 0.8 | — — — — — — — — — — ﬁlu;illglll.uml
WDMT 0804 | — — | 08|10 |08 |12 |08 | 12 | — = — — — — ight Alloys
Aloy Steel | ACP200| 80-130-180 | \wpmr9205| — | — | — | — | — | = | 10 | 14 | 10 | 14 | 10 | 14 | — | — High-Speed
Below 45HRC womt1406| — | — | — | — | — | — | — | — | 13|15 13|15 |13 | 15 Cestlron
M WDMT 0603 0.8 | 0.7 | 0.8 | 0.7 | — = = = = = = = = =
Sues S | ACP300 | 80-120-150 | wolT 9808 | — | — | 101 08 110 108130 1081 = | = | © | S T =
US04, Others womr1406] — | — | — | — | - | — | — | —|15[13 |15 ] 13| 15|13
(K] WDMT 0603| 0.8 | 1.0 | 0.8 | 1.0 | — = = = = = = = = =
ACK200| 0 oo | WDMT 0804 — | — | 10 | 12 | 10 | 14 | 10 | 14 | — | — | — | — | — | —
Cast ron | »cyang WDMT1205| — | — | — | — | — | — |12 |15 |12 |15 |12 |15 | — | —
FC,FCD womMT1406| — | — | — | — | — | — | — | — | 15|18 |15 | 18| 15| 18
(H] WDMT 0603| 0.5 | 0.5 | 0.5 | 0.5 | — — — — — — — — — —
o ACK200 40-80-100 WDMT 0804 | — — | 05|/06|05(08|05)|08| — = = = = =
raened el | 2 c300 WDMT1205| — | — | — | — | — | — | 06|10 | 06| 10|06 | 10| — | —
Belon SOHRC woMT1406) — | — | — | — | — | — | — | — |10 [12]10] 12| 10|12

- The above recommended cutting conditions may require adjustment according to machine rigidity and work rigidity. The above figures are guidelines for use with the BT50 machine tool.
* The above cutting conditions assume a tool overhang length of L/D=3 (i.e. overhang length is 3 times tool diameter) or less.
When tool overhang is more than L/D=3 and less than or equal L/D=5, settings should be adjusted to approximately 70 to 80% of those indicated
in the above cutting conditions (i.e. @, and f,).
When tool overhang is more than L/D=5 and less than or equal L/D=8, settings should be adjusted to approximately 50 to 60% of those indicated
in the above cutting conditions (i.e. &, and f,).
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(08000 Type) (12000 Type) (14000 Type)
High Efficiency Machining for Steel, Cast Iron, and Stainless Stegl
Fig1 oDy Fia2 oDy,
o a od g a od
1 R
[ [
< \ <
i § | ]
ﬂjﬁl L od,
ﬂd| EDC
oD,
H Body (MSX08000) Insert: WDMTO08 Type
Dimensions (mm) No. of | Weight .
Cat. No. Stock oD, [ oDy | L | od | a | b | & | ody, | ods | Teeth | (kg) | 9
MSX 08040RS @ 40 37 45 16 8.4 5.6 18 13.5 9 4 0.2 1
H Body (MSX12000) Insert: WDMT12 Type
MSX 12050RS [ ) 50 47 50 22 10.4 6.3 20 18 11 4 0.3 1
12063RS [ 63 60 50 22 10.4 6.3 20 18 11 5 0.6 1
l Body (MSX14000) Insert: WDMT14 Type
o MSX 14050RS [ ] 50 47 50 22 104 6.3 20 17 11 3 0.3 1
= 14063RS o 63 60 50 22 10.4 6.3 20 18 11 4 0.6 1
% 14080RS [ ] *80 76 63 27 12.4 7.0 25 20 13.5 5 1.4 1
14100RS [ J 100 96 63 32 14.4 8.5 32 44 = 6 2.2 2
= MSX 14080R o *80 76 63 31.75 12.7 8.0 32 28 17 5 1.3 1
£ 14100R (] *100 96 63 31.75 12.7 8.0 32 28 17 6 2.4 1
*“‘i@ Inserts are not included.
@‘\\ *Please use JISB1176 hexagonal bolt (¢80: M12 x 30-35mm, 100: M16 x 40-45mm) for securing the 80 or 8100 cutter to the arbour. \
M Inserts B |dentification Details
oo | MSX 08 040 R S
High Speed/Light (K] 0 @ B) W 6
Applicalion General Purpose m Cutter Series Insert Size Cutter Direction ~ Metric Bore
Roughing | (R (K] (2 Steel () Stainless Stee! ([ Castlron [X) Non-Ferrous Metal ([ Exctic Aoy [5) Hardened Steel
S/8|/8|g| Dimensions (mm)
m— Usage Cat. No. I L Applicable Body
Miliing 222|2| 29 S Ie
Radius | General WDMT 0804ZDTR ® 0 e o 35 4.0 2.0 | MSX08000R Type od
Purose 1205ZDTR ® 0 e o 2 5.0 2.0 [ MSX12000R Type
p Muige | PP 1406ZDTR e 0 00 4 6.0 | 2.0 | MSX14000R Type
ShoZIder Strong WDMT 0804ZDTR-H ® e e e 35 4.0 2.0 | MSX08000R Type ‘
Millng | £ o 1205ZDTR-H o0 e o 2 5.0 2.0 | MSX12000R Type s
e 9 1406ZDTR-H o000 4 6.0 | 2.0 | MSX14000R Type
o
-S10f
e M Spare Parts
: Screws Spanner Clamp | C Ring Clamp Screw
Aluminium/
Light Alloys D ) \\ .
Hi hftplud (@\\\\ ;’ '@’1 @ \‘\\\\\ Applicable Body
ast Iron |
@ /7 g Q
.BFTX0306IP 2.0/ TRDRO8IP | CCH35 | CRO3 | BFTX035101P08 | MSX08000RType . . . . . . . .
.BFTX0409IP 3.0 | TRDRI5IP | CCH35 | CRO3 | BFTX03510IP15 | MSX12000RType . .. . . . .
BFTX0511IP | 5.0 TRDR20IP CCH4.5 CR03 | BFTX04513IP20 | MSX14000R Type

IN-m, Recommended Tightening Torque (N-m)

M Recommended Cutting Conditions
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(06000Type) ~ (0B000Type)  (12000Type) (14000 Type)

Single Lock

Fig 1

Modular Type = H132

4 ®TI- e
5, B
Lf Es
L
B Body (MSX06000E) Insert: WDMTO Type B Body (MSX12000E) Insert: WDMT12 Type
5 Dimensions (mm) No.of | Weight | —. 5 Dimensions (mm) No.of | Weight | —.
CatNo. | & (oD, oD, | Ly | & | L |men|ko)|™9 CatNo. | & (oD (oD, | Ly [ & | L |wen|ko)|™9
MSX 06016ES (@ | 16 | 16 30| 80110 | 2 |0.2] 1 MSX 12032ES | @ | 32 | 32 70| 80| 150 | 2 |0.8| 2
06016EM @ | 16 16 70 80 | 150 | 2 |0.2] 1 12032EM | @ | 32 32 | 120 | 130 | 250 | 2 |[1.4]| 2
MSX 06017EM | @ | 17 16 20 (130 | 150 | 2 |0.2] 1 MSX 12035EM | @ | 35 32 50 (200 | 250 | 2 (14| 2
MSX 06018EM | @ | 18 | 16 20 (130 | 150 | 2 [0.2| 1 MSX 12040ES (@ | 40 | 32 50 | 100 | 150 | 3 |0.9| 2
MSX 06020ES | @ | 20 20 50 80| 130 | 3 |03 1 12040EM | @ | 40 32 501|200 | 250 | 3 |1.5| 2
06020EM | @ | 20 | 20 | 100 | 80 | 180 | 3 |0.4| 1 MSX 12050EM | @ | 50 | 42 50 | 200 | 250 | 4 |26 2
MSX 06022EM | @ | 22 20 30150 | 180 | 3 |04 1
MSX 06025ES (@ | 25 | 25 60 80| 140 | 3 |05] 1
06025EM | @ | 25 25 | 120 | 130 | 250 | 3 |0.8] 1
Il Body (MSX08000E) Insert: WDMTO8 Type l Body (MSX14000E) Insert: WDMT14 Type
5 Dimensions (mm) No.of | Weight | —. 5 Dimensions (mm) No.of | Weight | —.
CatNo. | & oD, [@Ds| Ly | 8 | L | e |tke)| 9 CatNo. | & oD, @D, | L | 8 | L | meh|tkg)| 9
MSX 08020ES (@ | 20 | 20 50 80| 130 | 2 |03 1 MSX 14040ES | @ | 40 | 32 50 | 10 150 | 2 [0.9]| 2
08020EM | @ | 20 | 20 | 100 | 80 | 180 | 2 |0.3| 1 14040EM | @ | 40 | 32 | 50 | 200 | 250 | 2 |1.5] 2
MSX 08022EM | @ | 22 | 20 30150 | 180 | 2 |04 1 MSX 14050ES (@ | 50 | 42 50 | 100 [ 150 | 3 |1.5| 2
MSX 08025ES (@ | 25 | 25 60 80| 140 | 2 |04 2 14050EM | @ | 50 | 42 50 | 200 | 250 | 3 |25 2
08025EM | @ | 25 | 25 | 120 | 130 | 250 | 2 |0.8]| 2 MSX 14063ES | @ | 63 | 42 50 | 100 | 150 | 4 |1.7| 2
MSX 08028EM | @ | 28 | 25 40 | 210 | 250 | 2 |09 2 14063EM | @ | 63 | 42 | 50 | 200 | 250 | 4 |2.8| 2
MSX 08032ES . 32 32 70 80 150 3 /08| 2 Inserts are not included.
08032EM | @ | 32 32 | 120 | 130 | 250 | 3 |1.4| 2
MSX 08035EM | @ | 35 32 501200 | 250 | 3 |15 2
B Identification Details Face
| nerte MSX 06 016 E S
Grade Coated Carbide ) ) 3 @ 6 Radius
- N ) : ) Multi-
High Speed/L|ght m L] Cutter Series Insert Size Cutter Endril Type I\snMsmm Pl'ilrgose
Applcation General Purpose | (% (K] Shoulder
Roughing| @ K] ([ 5ed (V1) Stainless Stee! (74 Cast on (Y] Non-Ferrous Metal [ Exatic Aloy [[5) Hardened Steel Milling
s/s|s|s| Dimensions (mm) pConing
Usage Cat. No. e gL Applicable Cutter Groove/
Q|| ed S Ie T-Slot
WDMT 0603ZDTR ®® ® ® 635 30 | 1.5 | MSX0BO0OE Type od Chanfeing
General 0804ZDTR ® 0 0 e 385 4.0 2.0 | MSXO08000E Type Aminiany
Purpose 1205ZDTR ® e 0 0 2 5.0 2.0 | MSX12000E Type Light Alloys
1406ZDTR e 00 0 4 6.0 | 2.0 | MSX14000E Type . High-Speed
WDMT 0603ZDTR-H ®/®/®®| 635 30 | 1.5 [ MSX06000E Type <l Castlron
Strong 0804ZDTR-H ® e 0 e 35 4.0 2.0 | MSX08000E Type
Edged 1205ZDTR-H ® 0 0 0 i 5.0 2.0 | MSX12000E Type
1406ZDTR-H ® 0 0 o 14 6.0 2.0 MSX14000E Type
B Spare Parts
Screws Spanner
/ Applicable Body
..... TRDRO8IP MSX06000E Type
_.JRDROSIP
. JRDRo8IP
0| TRDRI15IP MSX12000E Type
BFTX0511IP . TRDR20IP BFTX04513IP20 | MSX14000E Type

(N-m) Recommended Tightening Torque (N'm)

Il Recommended Cutting Conditions
e H65 J
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