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Minicut International is a Canadian company specialized in the manufacturing of high performance cutting tools
for the aerospace and metalworking industries. For over 40 years Minicut’s reputation for engineering some of the
most innovative and performance driven cutting tools has been unquestionable, making it a leading North
American manufacturer in cutting tool technology.

Much of the success attained by Minicut in this highly technological and most competitive field of activity is
its historical and continued commitment into research and product technology, resulting in the development of
innovative, ultra-performing products that effectively machine titanium, stainless steel, aluminum and other
exotic alloys. These advanced technologies have enabled Minicut to export its products to more than 30 countries
worldwide.
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HSM Roughing Aluminium
interior cooling polished flutes
HSSC-PM

High performance roughing
Aluminium polished flutes

Roughing deep pockets in
Aluminium polished flutes

Superfinisher for Aluminium
polished flutes

Deep pocket finishing in
Aluminium polished flutes

High performance in all materials
polished flutes

Efficiently roughing Aluminium

Heavy duty roughing
Aluminium-titanium

High performance foughing
& finishing of titanium,
inside cooling polished flutes

High performance for roughing &
finishing deep pocket in titanium
inside cooling, polished flutes

For roughing efficiently Titanium

For roughing efficiently inconel
& stainless steels

Fine pitch roughing end mill
PM super cobalt
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Micrograin Solid
Carbide End Mills
2 Flute Center Cutting 30° Helix

Ball Nose Micrograin
Solid Carbide End Mills
2 Flute Center Cutting 30° Helix

Micrograin Solid
Carbide End Mills
3 Flute Center Cutting 30° Helix

Ball Nose Micrograin Solid
Carbide End Mills
3 Flute Center Cutting 30° Helix

Micrograin Solid
Carbide End Mills
4 Flute Center Cutting 30° Helix

Ball Nose Micrograin Solid
Carbide End Mills
4 Flute Center Cutting 30° Helix
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Megamill Indexable Ball Nose
Double Side Carbide Inserts

The Only Helical Positive
Indexable Cutter

Double Cut Ball Nose Inserts

Megamill Inserts
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The most advanced PVD surface coating technology

With its constant research in PVD coatings, Minicut International has developed and engineered state-of-the-art
technolgy to maximize tool life. The advanced processes in TIAIN and SUPREME (TIAIN2) coatings have generated
extraordinary performances when machining titanium and other types of exotic materials.
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RPM Z37I LIST RPM
= High Speed
=ik B o .
T AE il Machining of Aluminium
7 AHIL Directional coolant holes
’}’@7"6’?];}5 o Polished Flutes
PMAE i A4k T B4R PM Super Cobalt
i = EiRE | TICNKE
= RPM-1016 10 10 16 66 29000 29125
( 'I RPM-1022 10 10 22 72 29005 29130
RPM-1226 12 12 26 83 29010 29135
-4 RPM-1253 12 12 53 110 29015 29140

29020 29145
29025 29150
29030 29155
29035 29160
29040 29165

i RPM-1426 14 12 26 83

: d 4 RPM-1453 14 12 53 110
RPM-1632 16 16 32 92

/ RPM-1663 16 16 63 123
' RPM-1832 18 16 32 92

W[IW|W|W[W[W| W|W[W|W|W[([W| W W WW W W W(W [ W(W[Ww|W(w| N

| RPM-1863 18 16 63 123 29045 29170
RPM-2038 20 20 38 104 29050 29175

[ RPM-2056 20 20 56 122 29055 29180

1 RPM-2075 20 20 75 141 29060 29185
} RPM-2545 25 45 25 121 29065 29190
RPM-2563 25 25 63 139 29070 29195

! RPM-2590 25 25 90 166 29075 29200
RPM-3253 32 32 53 133 29080 29205

RPM-3275 32 32 75 155 29085 29210

RPM-3210 32 32 106 186 29090 29215

RPM-4056-32 40 32 56 136 29095 29220

RPM-4075-32 40 32 75 155 29100 29225

RPM-4010-32 40 32 106 186 29105 29230

RPM-5050-32 50 32 50 152 29110 29235

RPM-5075-32 50 32 75 177 29115 29240

RPM-5075 50 50 75 177 29120 29245
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Suggested feeds and speeds for HSM - slotting operation

DIA n i c fn a
(mm) (RPM) (SMM) (mm/tooth) (mm/min) cmg/min
10 22000 691 0.038 2500 250
12 21200 799 0.051 3230 465
14 20550 903 0.063 3868 762
16 19900 1000 0.076 4547 1164
18 17900 1012 0.082 4394 1424
20 15900 999 0.089 4240 1696
25 12730 999 0.102 3880 2425
32 9950 1000 0.127 3790 3881
40 7950 999 0.151 3600 5760
50 6400 1005 0.164 3155 7688
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930MP #3l1 LIST 930MP
B Optimu_m Perfor{nf'mce
e T A8 A Roughing Aluminium
I HE B A Polished Flutes
AR mkE T B4R M—42 Super Cobalt M-42
( "f 930MP-1016 10 10 16 66 3 29260 29395
o } 930MP-1022 10 10 22 72 3 29265 29400
/“L 930MP-1226 12 12 26 83 3 29270 29405
¥y 930MP-1253 12 12 53 110 3 29275 29410
’ 930MP-1426 14 12 26 83 3 29280 29415
r# f f 930MP-1453 14 12 53 110 3 29285 29420
% 930MP-1632 16 16 32 92 3 29290 29425
y 930MP-1663 16 16 63 123 3 29295 29430
{ } 930MP-1832 18 16 32 92 3 29300 29435
930MP-1863 18 16 63 123 3 29305 29440
} ’ 930MP-2038 20 20 38 104 3 29310 29445
930MP-2075 20 20 75 141 3 29315 29450
| 930MP-2238 22 20 38 104 3 29320 29455
! ' 930MP-2275 22 20 75 141 3 29325 29460
930MP-2545 25 25 45 121 3 29330 29465
930MP-2590 25 25 90 166 3 29335 29470
930MP-2845 28 25 45 121 3 29340 29475
930MP-3045 30 25 45 121 3 29345 29480
930MP-3090 30 25 90 166 3 29350 29485
930MP-3253 32 32 53 133 3 29355 29490
930MP-3210 32 32 106 186 3 29360 29495
930MP-4063-32 40 32 63 143 3 29365 29500
930MP-4012-32 40 32 125 205 3 29370 29505
930MP-5075-32 50 32 75 155 3 29375 29510
930MP-5010 50 50 106 208 3 29380 29515
930MP-5010-32 50 32 106 186 3 29385 29520
930MP-50105 50 50 150 252 3 29390 29525
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LIST X930MP

For Roughing Deep
Pockets in Aluminium

Directional Coolant Holes

Polished Flutes - Extra Long
Super Cobalt M-42

TIA%HE D | d ¢l || e | oz Egﬁfﬁ% E'S;\'gg
X930MP-20125 20 20 35 50 125 1.5 3 29540 29580
X930MP-20150 20 20 35 83 150 1.5 3 29545 29585
X930MP-25125 25 25 40 125 200 1.5 3 29550 29590
X930MP-22150 25 25 40 150 226 1.5 3 29555 29595
X930MP-32150 32 32 50 150 230 2.0 3 29560 29600
X930MP-23200 32 32 50 200 280 2.0 3 29565 29605
X930MP-40200 40 32 50 200 280 2.0 3 29570 29610
X930MP-40210 40 40 50 210 305 2.0 & 29575 29615
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SF930M %71 LIST SF930M
ke At SL_lper Finishel_' lf'nd
e Mills for Aluminium
Polished Flutes
Pk HE B A Super Cobalt M-42
KR Akl T RAR M—-42
TNERS D d / L z Egﬁﬁ%% EECPN%E
SFI930M-1016 10 10 16 66 3 29630 29740
SF930M-1022 10 10 22 72 3 29635 29745
J SFI930M-1226 12 12 26 83 3 29640 29750
SFI30M-1253 12 12 53 110 3 29645 29755
SFI30M-1426 14 12 26 83 3 29650 29760
4 SF930M-1453 14 12 53 110 3 29655 29765
SF930M-1632 16 16 32 92 3 29660 29770
SFI930M-1663 16 16 63 123 3 29665 29775
SF930M-1832 18 16 32 92 3 29670 29780
SFI930M-1863 18 16 63 123 3 29675 29785
SFI30M-2038 20 20 38 104 3 29680 29790
SF930M-2075 20 20 75 141 3 29685 29795
SF930M-2238 22 20 38 104 3 29690 29800
SF930M-2275 22 20 75 141 3 29695 29805
SF930M-2545 25 25 45 121 3 29700 29810
SF930M-2590 25 25 90 166 3 29705 29815
SFI30M-3045 30 25 45 121 3 29710 29820
SF930M-3090 30 25 90 166 3 29715 29825
SFI930M-3253 32 32 53 133 3 29720 29830
SF930M-3210 32 32 106 186 3 29725 29835
SFI930M-4063-32 40 32 63 143 3 29730 29840
SF930M-4012-32 40 32 125 205 3 29735 29845
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LIST XSF930M

For Deep Pocket
finishing in Aluminium
Directional Coolant Holes
Polished Flutes

Extra Long
Super Cobalt M-42

pErE p |« | ¢ a] L] |z E§f§%:§?§§
XSF930M-20125 20 20 35 50 | 125 | 15 3 29860 | 29900
XSF930M-20150 20 20 35 83 150 | 1.5 3 | 29865 | 29905
XSF930M-25125 25 25 40 | 125 | 200 | 15 3 29870 | 29910
XSFI30M-22150 25 25 40 | 150 | 226 | 15 3 | 29875 | 29915
XSF930M-32150 32 32 50 | 150 | 230 | 20 3 29880 | 29920
XSF930M-23200 32 32 50 | 200 | 280 | 20 3 | 29885 | 29925
XSF930M-40200 40 32 50 | 200 | 280 | 20 3 29890 | 29930
XSFI30M-40210 40 40 50 | 210 | 305 | 20 3 | 29895 | 29935
N — = MINICUT NN T pree
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SC999M Z 7 LIST SC999M
. SUPERCUT TA-XXX
BAFAH High Performance
in all Materials
P He A Polished Flutes
TA-XXX iz /& TA-XXX Coating
P s T PR M—42 Super Cobalt M-42
r TA - XXX
TNE %= D d l/ L z EDPEE
SC999M-1016 10 10 16 66 3 34000
SC999M-1022 10 10 22 72 3 34005
|= SC999M-1226 12 12 26 83 3 34010
SC999M-1253 12 12 53 110 3 34015
SC999M-1426 14 12 26 83 3 34020
SC999M-1453 14 12 53 110 3 34025
SC999M-1632 16 16 32 92 3 34030
SC999M-1663 16 16 63 123 3 34035
SC999M-1832 18 16 32 92 3 34040
SC999M-1863 18 16 63 123 3 34045
SC999M-2038 20 20 38 104 3 34050
SC999M-2075 20 20 75 141 3 34055
- SC999M-2238 22 20 38 104 3 34060
SC999M-2275 22 20 75 141 3 34065
SC999M-2545 25 25 45 121 3 34070
SC999M-2590 25 25 90 166 3 34075
SC999M-3253 32 32 53 133 3 34080
SC999M-3210 32 32 106 186 3 34085
SCOM-4063-32| 40 32 63 143 3 34090
SCIIM-4012-52 40 32 125 205 3 34095
i m w2 gmer NS oy g
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930M &7l

LIST 930M

Optimum Performance

jﬁﬁl&ﬁg Roughing Aluminium

e Super Cobalt M-42

W had T JLAR M-42 vper Loba

930M-1016 10 10 16 66 3 34100 34260
930M-1022 10 10 22 72 3 34105 34265
930M-1226 12 12 26 83 3 34110 34270
930M-1253 12 12 53 110 3 34115 34275
930M-1426 14 12 26 83 3 34120 34280
930M-1453 14 12 53 110 3 34125 34285
930M-1632 16 16 32 92 3 34130 34290
930M-1663 16 16 63 123 3 34135 34295
930M-1832 18 16 32 92 3 34140 34300
930M-1863 18 16 63 123 3 34145 34305
930M-2038 20 20 38 104 3 34150 34310
930M-2075 20 20 75 141 3 34155 34315
930M-2238 22 20 38 104 3 34160 34320
930M-2275 22 20 75 141 3 34165 34325
930M-2545 25 25 45 121 3 34170 34330
930M-2590 25 25 90 166 5 34175 34335
930M-2845 28 25 45 121 3 34180 34340
930M-2890 28 25 90 166 3 34185 34345
930M-3045 30 25 45 121 3 34190 34350
930M-3090 30 25 90 166 5 34195 34355
930M-3253 32 32 53 133 3 34200 34360
930M-3210 32 32 106 186 3 34205 34360
930M-3653 36 32 53 133 3 34210 34370
930M-3610 36 32 106 186 5 34215 34375
930M-4063 40 40 63 155 3 34220 34380
930M-4063-32 40 32 63 143 3 34225 34385
930M-4012 40 40 125 217 3 34230 34390
930M-4012-32 40 32 125 205 5 34235 34395
930M-5075-32 50 32 75 155 3 34240 34400
930M-5010 50 50 106 208 3 34245 34405
930M-5010-32 50 32 106 186 3 34250 34410
930M-5015 50 50 150 252 3 34255 34415
; m maz  amer NS ooy gw))
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PM - Super Cobalt

940MP &7 LIST 940MP
Heavy Duty Roughing

EREHm Milling of Aluminium

¥t He B A Polished Flutes - M42

AR A T 40 M-42

o TRE | TICNEE
TARS Y v 4 L 4 EDP &2 | EDP HE
940MP-6350 63 40 50 142 4 38800 38830
940MP-6375 63 40 75 167 4 38805 38835
940MP-6310 63 40 100 192 4 38810 38840
940MP-7563 75 50 63 165 4 38815 38845
940MP-7590 75 50 90 192 4 38820 38850
940MP-7512 75 50 125 227 4 38825 38855
950MP %7 LIST 950MP
hell Mill for F:
Z.u8h7 IIS/liliing of :Iunfif'n?um
AT eeatdims Polished Flutes - M42
PR H A - M42
o KRB | TICNERE
TNARS g g 4 & EDP 2 | EDP HE
950MP-SM63 63 40 27 4 34420 34435
950MP-SM80 80 45 27 5 34425 34440
950MP-SM100 100 50 32 6 34430 34445
995M Z % LIST 955M
Shell Mill for Face Milling
N of titanium - M42
AT4beFamT - M42
o Ti&E TICN&E
TEHS D d / L EDP 2 | EDP HE
955M-SM63 63 40 27 8 34450 34465
955M-SM80 80 45 27 10 34455 34470
955M-SM100 100 50 32 12 34460 34475
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CY996M Z 75 LIST CY996M

BMReA, WAL High performance for
Kée roughing and finishing
of titanium coolant holes

i\\%}&%ﬁﬂ’ polished flutes
PIH R PM super cobalt
PMALJf Amd T B4R

TARS D d / L z Egﬁﬁ%% Jasiicls
CY996M-1016 10 10 16 66 4 34500 | 34675
CY996M-1022 10 10 22 72 4 34505 | 34680
CY996M-1226 12 12 2 83 4 34510 | 34685
CY996M-1253 12 12 53 110 4 34515 | 34690
CY996M-1426 14 12 2 83 4 34520 | 34695
CY996M-1453 14 12 53 110 4 34525 | 34700
CY996M-1632 16 16 32 92 4 34530 | 34705
CY996M-1663 16 16 63 123 4 34535 | 34710
CY996M-1832 18 16 32 92 4 34540 | 34715
CY996M-1863 18 16 63 123 4 34545 | 34720
CY996M-2038 20 20 38 104 4 34550 | 34725
CY996M-2075 20 20 75 141 4 34555 | 34730
CY996M-2545 25 25 45 121 5 34560 | 34735
CY996M-2545-A 25 25 45 121 6 34565 | 34740
CY996M-2590 25 25 90 166 5 34570 | 34745
CY996M-2590-A 25 25 90 166 6 34575 | 34750
CY996M-3045 30 25 45 121 5 34580 | 34755
CY996M-3045-A 30 25 45 121 6 34585 | 34760
CY996M-3090 30 25 90 166 5 34590 | 34765
CY996M-3090-A 30 25 90 166 6 34595 | 34770
CY996M-3253 32 32 53 133 5 34600 | 34775
CY996M-3253-A 32 32 53 133 6 34605 | 34780
CY996M-3210 32 32 106 186 5 34610 | 34785
CY996M-3210-A 32 32 106 186 6 34515 | 34790
CY996M-4063-32 40 32 63 143 5 34620 | 34795
CY996M-4063-A 40 32 63 143 6 34625 | 34800
CY996M-4012-32-A | 40 32 125 205 6 34630 | 34805
CY996M-5075-A 50 50 75 177 6 34635 | 34810
CY996M-5075-32-A | 50 32 75 155 6 34640 | 34815
CY996M-5010-A 50 50 106 208 6 34645 | 34820
CY996M-5010-32-A | 50 32 106 186 6 34650 | 34825
CY996M-5010-B 50 50 106 208 8 34655 | 34830
CY996M-5010-32-B | 50 32 106 186 8 34660 | 34835
CY996M-5015-A 50 50 150 252 6 34665 | 34840
CY996M-5015-B 50 50 150 252 8 34670 | 34845
L . =S ASP-60  staoare e RS gma)

Minicut Super Cobalt



(I Minicut
International

PM - Super Cobalt

147
CY 997M ZEFFEIMTEET] LIST CY997M
AT, H Rougher
KEERA T For roughing and finishing
5 8y A3 3L deep pockets of titanium
b3 5 4 coolant holes
Ak polished flutes - extra long
PMAR T ekt T EL4R PM super cobalt
{ o TRE |ra e
ﬁ TEHE D d / /1 L c Z \epp e |torme
& \ CY997M-12100 12 12 18 100 150 0.75 4 34860 | 34900
// CY997M-16125| 16 16 24 125 150 1.00 4 34865 | 34905
CY997M-20150 20 20 30 150 175 1.00 4 34870 | 34910
CY997M-25150 | 25 25 40 150 213 1.00 6 34875 | 34915
CY997M-32175 32 32 50 175 238 1.50 6 34880 | 34920
CY997M-40175 | 40 32 50 175 238 1.50 6 | 34885 | 34925
CY997M-50150 50 50 63 150 252 1.50 6 34890 | 34930
CY997M-50200 50 50 63 200 302 1.50 8 34895 | 34935

—
T ASP-60  shmcar, S

—l MINICUT
I N

<
3 50& CORNER NSSKE]
CHAMFER WELDON
FLAT

CY998M EFkEtnTeT] LIST CY998M
AT, # Superfinisher
REERA T For roughing and finishing
8y A3 3L deep pockets of titanium
b3 5 4 coolant holes
b5 3 polished flutes - extra long
PMAL R ok T B4R PM super cobalt
wﬂ NA%HS D | 4 el o | v | e | 2 |[ERE
\ CY998M-12100 12 12 32 100 | 150 | 075 4 34940 | 34980
("r CY998M-16125 16 16 50 125 | 150 | 1.00 4 | 34945 | 34985
CY998M-20150 | 20 20 50 150 | 175 | 1.00 4 34950 | 34990
CY998M-25150 | 25 25 63 150 | 213 | 1.00 6 | 34955 | 34995
CY998M-32175 | 32 32 75 175 | 238 | 150 6 | 34960 | 35000
CY998M-40175 | 40 32 75 175 | 238 | 150 6 | 34965 | 35005
CY998M-50150 | 50 50 75 150 | 252 | 1.50 6 | 34970 | 35010
| CY998M-50200 | 50 50 75 | 200 | 302 | 150 8 | 34975 | 35015
E S =  AsPs0 oS, S SR
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995M Z 3 LIST 995M
Kb-eHim L High performance roughing
B4 end mills for titanium
R IR Ak T AR M-42 super cobalt M-42
TIE%E D d / L z Egﬁﬁ%% AN B
995M-1016 10 10 16 66 4 38000 38175
995M-1022 10 10 22 72 4 38005 38180
995M-1226 12 12 2 83 4 38010 38185
995M-1253 12 12 53 110 4 38015 38190
995M-1426 14 12 2 83 4 38020 38195
995M-1453 14 12 53 110 4 38025 38200
995M-1632 16 16 32 92 4 38030 38205
995M-1663 16 16 63 123 4 38035 38210
. 995M-1832 18 16 32 92 4 38040 38215
_ﬂ 995M-1863 18 16 63 123 4 38045 38220
i - 995M-2038 20 20 38 104 4 38050 38225
g 995M-2075 20 20 75 141 4 38055 38230
995M-2545 25 25 45 121 5 38060 38235
995M-2545-A 25 25 45 121 6 38065 38240
995M-2590 25 25 90 166 5 38070 38245
995M-2590-A 25 25 90 166 6 38075 38250
995M-3045 30 25 45 121 5 38080 38255
995M-3045-A 30 25 45 121 6 38085 38260
995M-3090 30 25 90 166 5 38090 38265
995M-3090-A 30 25 90 166 6 38095 38270
995M-3253 32 32 53 133 5 38100 38275
995M-3253-A 32 32 53 133 6 38105 38280
995M-3210 32 32 106 186 5 38110 38285
995M-3210-A 32 32 106 186 6 38115 38290
995M-4063-32 40 32 63 143 5 38120 38295
995M-4063-A 40 32 63 143 6 38125 38300
995M-4012-32-A 40 32 125 205 6 38130 38305
995M-5075-A 50 50 75 177 6 38135 38310
995M-5075-32-A 50 32 75 155 6 38140 38315
995M-5010-A 50 50 106 208 6 38145 38320
995M-5010-32-A 50 32 106 186 6 38150 38325
995M-5010-B 50 50 106 208 8 38155 38330
995M-5010-32-B 50 32 106 186 8 38160 38335
995M-5015-A 50 50 150 252 6 38165 38340
995M-5015-B 50 50 150 252 8 38170 38345
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Leader in Cutting Tool Technology

PM - Super Cobalt

R .

985M %7

LIST 985M

Minicut Super Cobalt

S AR e T 5 407 High performance roughing

AT EA L end mills for inconel

B AR LT and stainless steels

R Akt T RAR M-42 super cobalt M-42

NAHS D d % L z | EEE e aE
985M-1016 10 10 16 66 4 38360 | 38535
985M-1022 10 10 22 72 4 38365 | 38540
985M-1226 12 12 2 83 4 38370 | 38545
985M-1253 12 12 53 110 4 38375 | 38550
985M-1426 14 12 26 83 4 38380 | 38555
985M-1453 14 12 53 110 4 38385 | 38560
985M-1632 16 16 32 92 4 38390 | 38565
985M-1663 16 16 63 123 4 38395 | 38570
985M-1832 18 16 32 92 4 38400 | 38575
985M-1863 18 16 63 123 4 38405 | 38580
985M-2038 20 20 38 104 4 38410 | 38585
985M-2075 20 20 75 141 4 38415 | 38590
985M-2545 25 25 45 121 5 38420 | 38595
985M-2545-A 25 25 45 121 6 38425 | 38600
985M-2590 25 25 90 166 5 38430 | 38605
985M-2590-A 25 25 90 166 6 38435 | 38610
985M-3045 30 25 45 121 5 38440 | 38615
985M-3045-A 30 25 45 121 6 38445 | 38620
985M-3090 30 25 90 166 5 38450 | 38625
985M-3090-A 30 25 90 166 6 38455 | 38630
985M-3253 32 32 53 133 5 38460 | 38635
985M-3253-A 32 32 53 133 6 38465 | 38640
985M-3210 32 32 106 186 5 38470 | 38645
985M-3210-A 32 32 106 186 6 38475 | 38650
985M-4063-32 40 32 63 143 5 38480 | 38655
985M-4063-A 40 32 63 143 6 38485 | 38660
985M-4012-32-A 40 32 125 205 6 38490 | 38665
985M-5075-A 50 50 75 177 6 38495 | 38670
985M-5075-32-A 50 32 75 155 6 38500 | 38675
985M-5010-A 50 50 106 208 6 38505 | 38680
985M-5010-32-A 50 32 106 186 6 38510 | 38685
985M-5010-B 50 50 106 208 8 38515 | 38690
985M-5010-32-B 50 32 106 186 8 38520 | 38695
985M-5015-A 50 50 150 252 6 38525 | 38700
985M-5015-B 50 50 150 252 8 38530 | 38705
M42 e S RS )
I — .
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International
PM - Super Coba/t Leader in Cutting Tool Technology

816M Z7| LIST 816M
4m i m T340 7] Fine Pitch Rougher
R T EA HSS PM
30° EEH 30° Helix
&2 Hl Center Cutting
NEHS D d / L v | e e
816M-0613 6 6 13 57 8 38710 38760
816M-0819 8 10 19 59 i 38715 38765
816M-1022 10 10 22 72 4 38720 38770
816M-1226 12 12 26 83 4 38725 38775
816M-1426 14 12 26 83 4 38730 38780
816M-1632 16 16 32 92 4 38735 38785
816M-1832 18 16 32 92 4 38740 38790
816M-2038 20 20 38 104 4 38745 38795
816M-2545 25 25 45 121 5 38750 38800
816M1-3253 32 32 53 133 6 38755 38805
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Minicut
(I International

Leader in Cutting Tool Technology

2030M &7 LIST 2030M

AT 454Gk M For Deep Pocket High Speed
BB &2 324871 Machining of Aluminum

Extra-fine micrograin

3’7% ‘;; - ’%’ #l Solid Carbide End Mills
2 Flute - Center Cutting
37° Helix
A= ) ) =B TIALN
5 J / ’ . . TEE TiN TiCN o
EDP EDP EDP EDP
6 6 10 57 100 050 | 28185 | 28240 | 28295 | 28350
8 12 57 100 050 | 28190 | 28245 | 28300 | 28355
10 10 14 57 100 050 | 28195 | 28250 | 28305 | 28360
12 12 16 83 150 076 | 28200 | 28255 | 28310 | 28365
12 12 16 102 150 076 | 28205 | 28260 | 28315 | 28370
16 16 20 57 125 1.00 | 28215 | 28270 | 28325 | 28380
16 16 20 83 150 1.00 | 28220 | 28275 | 28330 | 28385
20 20 25 57 125 1.00 | 28225 | 28280 | 28335 | 28390
20 20 25 83 150 1.00 | 28230 | 28285 | 28340 | 28395
25 25 30 83 150 1.00 | 28235 | 28290 | 28345 | 28400
‘I‘ : spwero gfSS oy /) STANGARD
b\, I NS NN .
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2045M Z 5 LIST 2045M
ATRéeeHRMmL For High Speed
Machining

R PR E o424  of Aluminum
Extra-fine micrograin

2= S Al Solid Carbide End Mills
45° Fxf
2 Flute - Center Cutting
45° Helix
- . HEITIALN
D d / L FAE ren R
EDP EDP EDP
6 6 13 57 31000 31040 31080
8 8 16 63 31005 31045 31085
10 10 7 72 31010 31050 31090
12 12 2 83 31015 31055 31095
14 14 2 83 31020 31060 31100
16 16 32 92 31025 31065 31105
18 18 32 92 31030 31070 31110
20 20 38 104 31035 31075 31115
{ k wmwoon TS o) S
R —— I S .
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3030M %7l

AT4beRf & GikmL
REPFREARE TSI 8N

-y Hl

LIST 3030M

For Deep Pocket High Speed
Machining of Aluminum

Extra-fine micrograin

37° ik Solid Carbide End Mills
3 Flute - Center Cutting
37° Helix
A . , =B TIALN
5 g p / . . EHE | TN TiCN PN
EDP EDP EDP EDP
6 6 10 57 100 050 | 28405 | 28460 | 28515 | 28570
8 8 12 57 100 050 | 28410 | 28465 | 28520 | 28575
10 10 14 57 100 050 | 28415 | 28470 | 28525 | 28580
12 12 16 83 150 076 | 28420 | 28475 | 28530 | 28585
12 12 16 102 150 0.76 | 28425 | 28480 | 28535 | 28590
16 16 20 57 125 1.00 | 28430 | 28485 | 28540 | 28595
16 16 20 83 150 1.00 | 28435 | 28490 | 28545 | 28600
20 20 25 57 125 1.00 | 28440 | 28495 | 28550 | 28605
20 20 25 83 150 1.00 | 28445 | 28500 | 28555 | 28610
25 25 30 83 150 1.00 | 28450 | 28505 | 28560 | 28615
1 T <
: TS b e wES g e,
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3045M #751 LIST 3045M
ATheedHiEMmL For High Speed Machining of Aluminum
Bk Aes , , , , , ,
REABEERRR & L507 Extra-fine micrograin Solid Carbide End Mills
M-Ik 3 Flute - Center Cutting
45° 3% A 45° Helix
. . . HRTIALN
ERE TiN TiCN 8
D d / L wE Gl
EDP EDP EDP EDP
6 6 13 57 32000 32040 32080 32120
8 8 16 63 32005 32045 32085 32125
10 10 22 72 32010 32050 32090 32130
12 12 26 83 32015 32055 32095 32135
14 14 26 83 32020 32060 32100 32140
16 16 32 92 32025 32065 32105 32145
18 18 32 92 32030 32070 32110 32150
20 20 38 104 32035 32075 32115 32155
I T ~J
- K ot S mm ) g stavoam
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3060M 7|

KR AR E2 247

AT 4kbee, A58 FRE
RgeENE, kL

3-F s Al

LIST 3060M

High Helix Solid Carbide End Mills

For Roughing and Finishing Titanium,
Inconel, Stainless and High Tensile Alloys

3 Flute — Center Cutting
Extra-fine micrograin

60° Helix
Akt oA
60° & H
5 ) , . ERE Ti TicN ﬁé{g é‘”“

EDP EDP EDP EDP
30 3 12 38 33515 33600 33685 33770
35 7 12 50 33520 33605 33690 33775
20 y 74 50 33525 33610 33695 33760
45 6 76 50 33530 33675 33700 33785
50 6 76 50 33535 33620 33705 33790
6.0 6 79 50 33540 33625 33710 33795
7.0 8 19 63 33545 33630 33715 33800
80 8 20 63 33550 33635 33720 33805
90 10 22 75 33555 33640 33725 33810
10.0 10 22 75 33560 33645 33730 33815
11.0 12 25 75 33565 33650 33735 33820
12.0 12 25 75 33570 33655 33740 33625
14.0 74 32 89 33575 33660 33745 33830
16.0 16 32 89 33580 33665 33750 33840
180 18 38 100 33585 33670 33755 33845
20.0 20 38 700 33590 33675 33760 33850
250 25 38 100 33595 33680 33765 33855
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CARBIDE

4035M 251

R eE, mF
e T 5467

AT Bhx
RER, 4Kes,
HELE HBREM

LIST 4035M

Solid Carbide, Fine Pitch

Roughing End Mills

For Slotting and Profiling,
Stainless Steels, Titanium,

Inconel & High Strength Steels

Extra-fine micrograin

PRy 4 Flute — 35° Helix
35° ERA

) ) , . FRE TiN Tich ﬁg{g é“““

EDP EDP EDP EDP
3.0 3 12 32 33860 34945 35030 35115
35 4 12 50 33865 34950 35035 35120
40 4 14 50 33870 34955 35040 35125
45 6 16 50 33875 34960 35045 35130
5.0 6 16 50 33880 34965 35050 35135
6.0 6 19 50 33885 34970 35055 35140
7.0 8 19 63 33890 34975 35060 35145
8.0 8 20 63 33895 34980 35065 35150
9.0 10 22 75 34900 34985 35070 35155
10.0 10 22 75 34905 34990 35075 35160
11.0 12 25 75 34910 34995 35080 35165
12.0 12 25 75 34915 35000 35085 35170
14.0 14 32 89 34920 35005 35090 35175
16.0 16 32 89 34925 35010 35095 35180
18.0 18 38 100 34930 35015 35100 35185
20.0 20 38 100 34935 35020 35105 35190
25.0 25 38 100 34940 35025 35110 35195
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Leader in Cutting Tool Technology

4650M Z 75 LIST 4650M
B aedEim L 54877 High Performance
Superfinishing End Mills
A 'T_ = 58 BAT For Profile Milling
H4r 4 of High Tensile Materials
0 AR R R A Extra-fine micrograin Solid Carbide
6088 s 30 ] 6 & 8 Flute Center Cutting 50° Helix
50° A
. LRI
D d / L z R TiAE o ﬁigg -
EDP EDP EDP
4 4 14 50 6 0.38 33000 33105 33210
6 6 19 50 6 0.50 33005 33110 33215
6 6 25 65 6 0.50 33010 33115 33220
8 8 20 63 6 0.50 33015 33120 33225
8 8 32 80 6 0.50 33020 33125 33230
10 10 22 75 6 0.50 33035 33140 33245
10 10 32 80 6 0.50 33040 33145 33250
12 12 25 75 6 0.76 33045 33150 33255
12 12 50 100 6 0.76 33050 33155 33260
14 14 32 89 6 0.76 33055 33160 33265
14 14 50 100 6 0.76 33060 33165 33270
16 16 32 89 6 1.00 33065 33170 33275
16 16 50 100 6 1.00 33070 33175 33280
18 18 38 100 6 1.00 33075 33180 33285
18 18 50 100 6 1.00 33080 33185 33290
E 20 20 38 100 6 1.00 33085 33190 33295
g::f 20 20 50 100 6 1.00 33090 33195 33300
-9 25 25 38 100 8 1.00 33095 33200 33305
o 25 25 75 150 8 1.00 33100 33205 33310
] I N\ s NN o /) e
L L, j\ﬂ I I S .
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5045M Z 51

Bt e T 24670

ATH®RAEE, #Aee

A Bk E A& m

RamPr, FRER L2

I

LIST 5045M

High Performance Finishing End Mills

For Milling of Titanium, Inconel,
Stainless and High Tensile Alloys

Extra-fine micrograin Solid Carbide

5 Flute - Center Cutting 45° Helix

SE-F o)
45° kA
) FpB | TV iy |FATAN
( D d / L R
EDP EDP EDP EDP
10 10 22 75 0.50 33315 33365 33415 33465
10 10 32 80 0.50 33320 33370 33420 33470
12 12 25 75 0.76 33325 33375 33425 33475
12 12 50 100 0.76 33330 33380 33430 33480
16 16 32 89 1.00 33335 33385 33435 33485
( 16 16 50 100 1.00 33340 33390 33440 33490
{ 20 20 38 100 1.00 33345 33395 33445 33495
20 20 50 100 1.00 33350 33400 33450 33500
25 25 38 100 1.00 33355 33405 33455 33505
25 25 75 150 1.00 33360 33410 33460 33510
N e oS g L
_~
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Minicut
(I International

Leader in Cutting Tool Technology

Lad

1ISO #2415t 7] Thread Mills ISO
Bhes Solid Carbide

TIEHS 0 4236 D 7 L d
CTMM-32050 M5-0.5 3.2 6 60 6
CTMM-32080 M5-0.8 3.2 6 60 6
CTMM-42050 M6-0.5 42 12 60 6
CTMM-42175 M6-0.75 42 12 60 6
CTMM-42100 M6-1.00 42 12 60 6
CTMM-60075 M8-0.75 6.0 16 60 8
CTMM-60100 M8-1.00 6.0 16 60 8
CTMM-60125 M8-1.25 6.0 16 60 8
CTMM-75100 M10-1.00 7.5 20 75 8
CTMM-75125 M10-1.25 7.5 20 75 8
CTMM-75150 M10-1.50 7.5 20 75 8
CTMM-95100 M12-1.00 9.5 20 89 10
CTMM-95125 M12-1.25 9.5 20 89 10
CTMM-95150 M12.150 9.5 20 89 10
CTMM-95175 M12-1.75 9.5 20 89 10
CTMM-11200 M14-2.00 11.0 20 100 12
CTMM-12150 M16-1.50 12.0 25 100 20
CTMM-1220 M16-2.00 12.0 25 100 20
CTMM-14100 M18-1.00 14.0 25 150 20
CTMM-14250 M18-2.50 14.0 25 150 20
CTMM-15150 M20-2.50 15.8 25 150 20
CTMM-15250 M20-2.50 15.8 25 150 20

BTG MINICUT
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Leader in Cutting Tool Technology

2000M Z7%1

LIST 2000M

mBEERRE A 21477 Micrograin Solid
Carbide End Mills
27%_‘1": il 2 Flute Center Cutting
307 ik 30° Helix
, y , . Tk il Tich ﬁggé‘m
EDP EDP EDP EDP

3.0 3 12 38 35200 35265 35370 35455
35 4 12 50 35205 35290 35375 35460
40 4 14 50 35210 35295 35380 35465
45 6 16 50 35215 35300 35365 35470
50 6 16 50 35220 35305 35390 35475
6.0 6 19 50 35225 35310 35395 35480
7.0 8 19 63 35230 35315 35400 35485
8.0 8 20 63 35235 35320 35405 35490
9.0 10 22 75 35240 35325 35410 35495
10.0 10 22 75 35245 35330 35415 35500
11.0 12 25 75 35250 35335 35420 35505
12.0 12 25 75 35255 35340 35425 35510
14.0 14 32 89 35260 35345 35430 35515
16.0 16 32 89 35265 35350 35435 35520
18.0 18 38 100 35270 35355 35440 35525
20.0 20 38 100 35275 35360 35445 35530
250 25 38 100 35260 35365 35450 35535
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Leader in Cutting Tool Technology

2050M 751

LIST 2050M

mBEERR RS2 Ball Nose Micrograin

HKkL4T Solid Carbide End Mills

M- s b B gal-:h;ltgﬁgenter Cutting

30° e A

, ) , , ERE i riow | FAETAN
EDP EDP EDP EDP

3.0 3 12 38 35540 35625 35710 35795
35 4 12 50 35545 35630 35715 35800
4.0 4 14 50 35550 35635 35720 35805
45 6 16 50 35555 35640 35725 35810
5.0 6 16 50 35560 35645 35730 35815
6.0 6 19 50 35565 35650 35735 35820
7.0 8 19 63 35570 35655 35740 35825
8.0 8 20 63 35575 35660 35745 35830
9.0 10 22 75 35580 35665 35750 35835
10.0 10 22 75 35585 35670 35755 35840
11.0 12 25 75 35590 35675 35760 35845
12.0 12 25 75 35595 35680 35765 35850
14.0 14 32 89 35600 35685 35770 35855
16.0 16 32 89 35605 35690 35775 35860
18.0 18 38 100 35610 35695 35780 35865
20.0 20 38 100 35615 35700 35785 35870
250 25 38 100 35620 35705 35790 35875

t ] )} o= NS
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Leader in Cutting Tool Technology

3000M 7|

LIST 3000M

i
LL

mBEERRE 2547  Micrograin Solid
Carbide End Mills

S-S 3 Flute Center Cutting

30° kA 30° Helix
) ) , . Py Ti Tich ﬁ%\ré\m

EDP EDP EDP EDP

3.0 3 12 38 35880 35965 36050 36135
35 4 2 50 35885 35970 36055 36140
40 4 7 50 35890 35975 36060 36145
45 6 16 50 35895 35980 36065 36750
5.0 6 16 50 35900 35985 36070 36155
6.0 6 19 50 35905 35990 36075 36160
7.0 8 19 63 35910 35995 36080 36165
8.0 8 20 63 35915 36000 36085 36170
90 10 22 75 35920 36005 36090 36175
10.0 10 22 75 35925 36010 36095 36180
17.0 12 25 75 35930 36015 36100 36185
12.0 12 25 75 35935 36020 36105 36190
14.0 14 32 89 35940 36025 36110 36195
16.0 16 32 89 35945 36030 36115 36200
18.0 18 38 100 35950 36035 36120 36205
20.0 20 38 100 35955 36040 36125 36210
250 25 38 100 35960 36045 36130 36215

¢ mown sppes
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Leader in Cutting Tool Technology

3050M %71 LIST 3050M

mBEE R Ball Nose Micrograin

k47 Solid Carbide End Mills

M- s 0 B gal-:h;ltgﬁgenter Cutting

30° ¥Rt A
, y , , Tk Ti TicN %ggé‘m

EDP EDP EDP EDP

3.0 3 12 38 36220 36305 36390 36475
35 4 12 50 36225 36310 36395 36480
40 4 14 50 36230 36315 36400 36485
45 6 16 50 36235 36320 36405 36490
5.0 6 16 50 36240 36325 36410 36495
6.0 6 19 50 36245 36330 36415 36500
7.0 8 19 63 36250 36335 36420 36505
8.0 8 20 63 35255 36340 36425 36510
9.0 10 22 75 36260 36345 36430 36515
10.0 10 22 75 36265 36350 36435 36520
11.0 12 25 75 36270 36355 36440 36525
12.0 12 25 75 36275 36360 36445 36530
14.0 14 32 89 36280 36365 36450 36535
16.0 16 32 89 36285 36370 36455 35640
18.0 18 38 100 36290 36375 36460 36545
20.0 20 38 100 36295 36380 36465 36550
25.0 25 38 100 36300 36385 36470 36555
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Minicut
(I International

Leader in Cutting Tool Technology

4000M Z 5 LIST 4000M
MBAERRB AL IST Micrograin Solid
Carbide End Mills
- Sh ) 4 Flute Center Cutting
30° kA 30° Helix
) ) , . Py Ti Tich ﬁ%\ré\m
EDP EDP EDP EDP

30 3 12 38 36560 36645 36730 36815
35 4 12 50 36565 36650 36735 36820
40 4 14 50 36570 36655 36740 36825
75 6 16 50 36575 36660 36745 36830
50 6 16 50 36580 36665 36750 36835
6.0 6 19 50 36585 36670 36755 36840
7.0 8 19 63 36590 36675 36750 36845
80 8 20 63 36595 36680 36765 36850
9.0 10 22 75 36600 36685 36770 36855
10.0 10 22 75 36605 36690 36775 36860
110 12 25 75 36610 36695 36760 36865
12.0 12 25 75 36675 36700 36765 36870
14.0 1 32 39 36620 36705 36790 36875
160 16 32 89 36625 36710 36795 36860
180 18 38 100 36630 36715 36800 36885
200 20 38 100 36635 36720 36805 36890
25.0 25 38 100 36640 36725 36810 36845
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(I International

Leader in Cutting Tool Technology

4050M Z 5l LIST 4050M

mBEE R A2 Ball Nose Micrograin

wkihn Solid Carbide End Mills

- “P'f*‘ ) ;al-:h;lt:ligenter Cutting

30° Rt A

, ) , . TR TiN TicN ﬁ_iﬁgém
EDP EDP EDP EDP

3.0 3 12 38 36900 36985 37070 37155
35 4 12 50 36905 36990 37075 37160
40 4 14 50 36910 36995 37080 37165
45 6 16 50 36915 37000 37085 37170
50 6 16 50 36920 37005 37090 37175
6.0 6 19 50 36925 37010 37095 37180
7.0 8 19 63 36930 37015 37100 37185
8.0 8 20 63 36935 37020 37105 37190
9.0 10 22 75 36940 37025 37110 37195
10.0 10 22 75 36945 37030 37115 37200
11.0 12 25 75 36950 37035 37120 37205
12.0 12 25 75 36955 37040 37125 37210
14.0 14 32 89 36960 37045 37130 37215
16.0 16 32 89 36965 37050 37135 37220
18.0 18 38 100 36970 37055 37140 37225
20.0 20 38 100 36975 37060 37145 37230
25.0 25 38 100 36980 37065 37150 37235
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MEGAMILL.

THE NEW DIMENSION

IN METAL REMOVAL

THE TRUE HELICAL POSITIVE
INDEXABLE CUTTER

» Patented Sinusoidal
Carbide Insert Design

* Positive Variable Rake Angle
e Tangential Insert Position

* Helicoidal Concave Cutting Edges
for lowest possible cutting forces

e Central Coolant Holes

41



MEGAMILL.

#—K

Z #4771 Megamill) 2 —FF 39 R RFES, #MER T T840, ZHEK
W k% B KR40 B A 8] Minicut International)JF X 5 9% £ 4], A% H X
KB R XN E A B, AL RE R | 2 8 Minicut International)
B FEOBHHR DR R BB ERITHBRE LR TIERE, &
ik — R =870 R TS B RT — ARk R WA &, A= L2 —F
AR B e, HIEAAE w0 K T A A RETRAT I @ B af, X ArhE
AATEGREZHEY., IFAARFRITHRE GG EaE 7k
BAZRGULRFAOHEEXT, LB QEAHEEEFOPOLR
AAIIU, 1 EZHAS T Megamil)A 4 A5 B KMERG L A FER, AmiEx
#57) Megamil) e = A -F4& M AE 3, FRAXELE RS &
BT, HRRBMES), mKiEHFa,

THE Next Generation

Megamill is a new innovation in cutting tool technology as applied to Indexable milling cutters.
Developped and patended by Minicut International, this innovation reduces the deficiencies inherent
with regular Indexable milling cutters. Minicut International has tackled these deficiencies by
specifically developing a special geometrical shape in the insert and the helical arrangement along
the flute of the cutter. This unique insert geometry is comprised of a spiral cutting face which
undulates sinusoidally, thus creating a spoon effect cutting action. This action facilitates the chip
formation and ejection from the work area while the positive helical rake configuration of the insert
succeeds in creating a high shear cutting effect. The sinusoidal shaped insert with its unique swarf
cutting face geometry incorporates both concave and convex radii with uneven spaced flute design,
coupled with central directional coolant holes emerging at the end of every flute, allows the Megamill
to substantially reduce machine horsepower requirements. Consequently, the Megamill will
generate a smoother cutting action while eliminating cyclical vibrations allowing greater feeds and
speeds with longer spindle life.
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EF = M Patented
4585 (Mogaril) MEGAMILL
T HALI K W Megamill Indexable Ball Nose
SARER &2 7) H
Double Side Carbide Inserts
™ TIREZ  |BaRT
I . TIE %S D L d di
—_— dik KIS
\ P BNMM-06125-12TN | 6 | 571 | 58 | 125 | 12 | 523 | SCS-6L| - .
BNMM-08125-12TN | 8 | 6.35 | 58 | 125 | 12 | 559 | SCS8L| - ;
ST BNMM-10150-12TN | 10 | 6.00 | 350 | 150 | 12 | 850 |SCS-10L| -
-~ BNMM-12730-125N 850 | 320 | 130 | 12 | 1050 |SCS12L| -
I ) | [BWMNF12150-12SN | 12 | 850 | 460 | 150 | 12 | 1050 |SCS-12L| -
| ..~ |BNMM-12760-16TN 850 | 585 | 160 | 16 | 1050 |SCS-12L| - FT-10
BNMM-16140-165N 7000 | 360 | 140 | 16 | 1450 | SCS-16L] SCS-165
BNMN-16160-165N | 16 | 10.00 | 530 | 160 | 16 | 1450 | SCS-16L| SCS-16S
BNMM-16175-20TN 70.00 | 65.0 | 775 | 20 | 7450 | SCS-16L| SCS-165
BNMM-20160-205N 7300 | 450 | 160 | 20 | 71825 |SCS-20L] SC5-205
BNMM-20175-205N | 20 | 1300 | 61.0 | 175 | 20 | 1825 |SCS-20L| S5C5-203
BNMM-20790-25TN 18.00 | 760 | 190 | 25 | 1825 |SCS-20L[ SCS205]
BNMM-25160-255N 16.30 | 450 | 160 | 25 | 22.90 | SCS-25L] SCS-255
BNMM-25190-255N | 25 | 1630 | 70.0 | 190 | 25 | 22.90 | SCS-25L| 5C5-255
BNMM-25210-32TN 1630 | 980 | 210 | 32 | 22.90 | SCS-25L| SC5-255
BNMM-30175-325N 2000 | 560 | 175 | 32 | 27.20 | SCS-32L| 5C5-325
BNMN-30210-325N | 30 | 20.00 | 80.0 | 210 | 32 | 27.20 | SCS-32L| 5C5-325
BNMM-30240-40TN 2000 | 121.0 | 240 | 40 | 27.20 | SCS-32L| 5C5-325
BNMN-32175-325N 2100 | 560 | 175 | 32 | 29.00 | scsa2L|scsazs| (%0
BNMN-32210-325N | 32 | 21.00 | 80.0 | 210 | 32 | 29.00 | SCS-32L| S5C5-325
BNMM-32240-40TN 21.00 | 121.0 | 240 | 40 | 29.00 | SCS-32L| 5C5-325
ORDERING EXAMPLE
[} @ 0 Busg-ow TI K20
D VYV
L A TERY  #E %)
% L INSERT DESIGNATION COATING GRADE
Ti =TiN
> 1c- ricn
TA=TIALN
SU = TIALN
SUPREME

LTI A

MEGAMILL INSERTS

Double Cut Ball Nose Inserts

Xx : 3 :\ n . S &
HARAA =8 7] (Megamill ) BkL 7]
MEGAMILL BALL NOSE INSERTS
TEE o | o | T iz %3
TiN TiCN TIALN

BNSM-060* 6 10.92 2.184 Ti c TA K-10 K-20 P30
BNSM-080* 8 12.12 2.184 Ti C TA K-10 K-20 P30
BNSM-010 10 13.20 3 Ti c TA K-10 K-20 P30
BNSM-012 12 18.25 3 Ti Cc TA K-10 K-20 P30
BNSM-016 16 24.00 4 Ti Cc TA K-10 K-20 P30
BNSM-020 20 30.00 5 Ti Cc TA K-10 K-20 P30
BNSM-025 25 37.00 6 Ti Cc TA K-10 K-20 P30
BNSM-030 30 45.50 7 Ti TC TA K-10 K-20 P30
BNSM-032 32 47.50 7 Ti c TA K-10 K-20 P30
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EF = M Patented
£ 357 MEGAMILL

The Only Helical Positive

o —— b3k iE ) 7] AT A T 44548 77 Indexable Cutter

WELDON SHANK
DIN 1835 B

F MMm-25293-W25 |25 25|29 (32| 95| 3 | cmsi-387 | 8 = =
d MM-25443-W25 | 25|25 |44 | 50 |115| 3 | cwmsi-3s7 | 12 = —
i mMm-32474-w32 | 32| 32|47 |60|120] 4 | cmsi-450 | 12 = =
mm-32624-w32 | 32|32\ 62|79 |140| 4 | cmsi-450 | 16 = =
< L1 MM-40474-W32 | 40 | 32 | 47 | 54 | 120| 4 CMSI-450 | 12 = =
. < L2 > mm-40624-w32 | 40| 32| 62|73 |140| 4 | cmsi450 | 16 = =
_—
mm-50514-w32 | 50| 32| 50|60 |124] 4 | cmsi465 | 12 2
mm-50814-w50 | 50 | 50| 81 |107|190| 4 | cmsi465 | 20| e senw | 2
Mm-501014-w 50 | 50 | 50 | 101]127|210] 4 | cmsi-465 | 26 2
CMEI-687C [
mm-63724-w50 | 63|50 | 7282|178 4 | cmsr620 | 14 2
Mm-631014-W 50 | 63 | 50 | 101|111(206] 4 | cmsr620 | 20 2

MME-209002-W 20 (20| 20 | 9 | 34 | 95 | 2 CMSI-387
MME-259003-W 25 (25| 25 | 9 | 38 | 95 | 8 CMSI-387
MMEE-259003-W25(25| 25 | 9 | 89 [ 150 | 3 CMSI-387
MME-329004-W 25 (32| 25 | 11 | 34 [ 100 | 4 CMSI-450
MME-329003-W 32 (32| 32 | 11 | 38 [ 108 | 3 CMSI-450
MME-409005-W 25 (40| 25 | 11 | 34 [ 102 &5 CMSI-450
MME-409004-W 32 (40| 32 | 11 | 38 | 114 | 4 CMSI-450
MMEE-329004-W 32(32| 32 | 11 | 102 | 165 | 4 CMSI-450
MMEE-409005-W 40(40| 40 | 11 | 127 [ 197 | & CMSI-450
MME-509004-W 25 (50| 25 | 12 | 57 [ 114 | & CMSI-465
MME-509004-W 32 (50| 32 | 12 | 57 [ 114 | & CMSI-465
MME-639004-W 32 (63| 32 | 16 | 57 [ 114 | & CMSI-620
MME-639004-W 50 (63| 50 | 16 | 57 [ 152 | & CMSI-620
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& W Patented

w——#ERER NN ATRES7 MEGAMILL

The Only Helical Positive
Indexable Cutter

CAT 40/50V - DIN-69871A
R~ (MM) L ARS
TE%HS T wmIkR
D|L1|t2|13|L]| z ‘ = . .
MM-32474 CATA0V | 32 | 47 | 67 | 86 |154| 4 | cMmsi-450 | 12 = =
MM-32474BT40 | 32 | 47 | 67 | 94 | 159 4 | cmsi-450 | 12 — =
MM-324741S040 | 32 | 47 | 67 | 86 |171| 4 | cMsi-450 | 12 = =
MM-32624 CATA0V | 32 | 62 | 82 | 101|169| 4 | cMSi-450 | 16 = =
MM-32624BT40 | 32 | 62 | 82 |109|174| 4 | cMsi-450 | 16 - -
MM-32624 1040 | 32 | 62 | 82 |101|194| 4 | cMSi-450 | 16 — —
MM-40474 CATAOV | 40 | 47 | 67 | 86 |154| 4 | cmsi-450 | 12 = =
BT 40/50 - MAS 40387 MM-40474BT40 | 40 | 47 | 67 | 94 [159| 4 | cmSI-450 | 12 — —
MM-40474 15040 | 40 | 47 | 67 | 86 |171| 4 | cMmsi-450 | 12 — =
? MM-40624 CAT40V | 40 | 62 | 82 | 101|169 4 | cMSI-450 | 16 — =
D MM-40624 BT40 | 40 | 62 | 82 | 109|174 | 4 | cMsi-450 | 16 — —
i MM-40624 1040 | 40 | 62 | 82 | 101|194| 4 | cMSi-450 | 16 = =
MM-40624 CAT50V | 40 | 62 | 82 |101|202| 4 | cMSI-450 | 16 = =
MM-40624 BT50 | 40 | 62 | 82 |120|221| 4 | cMsSi-450 | 16 — —
. MM-40624 15050 | 40 | 62 | 82 | 101|227 4 | cMmsSi-450 | 16 = —
MM-50814 CAT50V | 50 | 81 | 100|119|221| 4 | cMSi-465 | 20 2
MM-50814 BT50 | 50 | 81 | 100|138|240| 4 | cMSi-465 | 20 2|
T8 4050 - 2080 MM-50814 15050 | 50 | 81 | 100|119|246| 4 | cMsSi-465 | 20 Z
MM-501024 CATSO0V | 50 | 102|121 |140|242| 4 | ©MSI-465 | 26 2
MM-501024 BT50 | 50 |102|121|159|261| 4 | CcMSI-465 | 26 2|
MM-501024 15050 | 50 | 102 121] 140|267 4 | cmsiae5 | 26 | cmeresw | 2 |
MIN-63824 CATSOV | 63 | 62 | 121]120|222| 4 | CMs-620 | 16| CMEI687C | 2 |
MM-63624 BT50 | 63 | 82 |121|139|241| 4 | cmsi-620 | 16 2|
MM-63824 15050 | 63 | 82 | 121|120|247| 4 | cMsi-620 | 16 2|
MM-631014 CATSO0V | 63 |101|120|139|241| 4 | cmsi-620 | 20 2|
MM-631014 BT50 | 63 |101|120|158|260| 4 | cmSi-620 | 20 2|
MM-6310141S050 | 63 |101|120|139|266| 4 | cMSi-620 | 20 2|

MEGAMILL. 46



@

Minicut
International

Leader in Cutting Tool Technology

Rk W)
Face Mill
w o

<o

Y

[

R E L )
Face Mill
ﬁo

<>

TH = m

Z AT

" —— MRS @ 7] A A T 47

Patented
MEGAMILL

The Only Helical Positive
Indexable Cutter

MMF-50900422 50 | 22 (11.5| 22| 50 | & CMSI-465
MMF-63900522 63 |22 |155| 22|50 | 5 CMSI-620
MMF-80900627 80 |27 (155| 22| 50| 6 CMSI-620
MMF-100900732 | 100| 32 |15.5| 32 | 63 | 7 CMSI-620
MMF-125900840 | 125| 40 |15.5| 38 | 63 | 8 CMSI-620
MMF-160900940 | 160| 40 |15.5| 38 | 63 | 9 CMSI-620
MMF-200901360 | 200 | 60 |15.5| 35 | 63 | 13 CMSI-620
MMF-250901760 | 250 60 |15.5| 35 | 63 | 17 CMSI-620

MMF-63450522 63|22 |75 |22|50|80| 5 CMSI-465
MMF-80450627 | 80 |27 | 7.5 | 22 | 50 [100| 6 CMSI-465
MMF-100450732 (100 32 | 10.0 | 32 | 63 |125| 7 CMSI-620
MMF-125450840 |125| 40 | 10.0 | 38 | 63 | 150| 8 CMSI-620
MMF-160450940 | 160| 40 | 10.0 | 38 | 63 [185| 10 CMSI-620
MMF-200451360 200 60 | 10.0 | 35 | 63 |224| 12 CMSI-620
MMF-250451760 |250| 60 | 10.0 | 35 | 63 (274 16 CMSI-620

MMS-63534 63|27 |53 55|73 | 4 CMSI-620 10
MMS-80726 80 (3272|6092 CMSI-620 18
MMS-100826 100| 40 | 82 | 66 | 102 CMSI-620 | 24

CMEI-687W

HH

CMEI-687C
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Minicut - fLRINSE T B $NALE% T)
BHEXRLTREE
MINICUT - SUPER COBALT END MILL

Recommended Feeds & Speeds

(I Minicut ¥ AREYE TECHNICAL DATA

A A A oA =g
- gas Hae REASE & BEE =IEINT
#y Steels
Titanium Titanium Inconel ALUMINIUM HSM
Stainless Steels ) SEEa
& 6AL4Y 5553 Inox W= ALUMINIUM
A <
J%% 15-24 M/mi. 9-17 M/min. 9-17 M/min. 18-24 M/min. 300-600 M/min. 600-1200 M/min.
®
995M CY996M 930M /930MP
CY996M CY997M 985M 985M X930MP / SFI30M APM
CY997M CY996M 816M 816M XSF930M / SC999IM
CY998M 940MP
B’ . - . ° .__ - - o | - ._ - - - . - - -7 - -
P EYVRE S AN S RSB S I U K
1 1 1 1 1 1
10 n 570 570 510 510 477 477 640 640 12730 12730 22000 22000
vf 58 75 51 66 48 62 64 83 1940 2520 2500 3250
12 n 478 478 424 424 398 398 480 480 10600 10600 21200 21200
Vf 56 73 50 65 46 60 70 92 2420 3150 3230 4200
16 n 318 318 284 284 298 298 384 384 7950 7950 19900 19900
vf 71 92 64 83 59 76 77 100 2425 3150 4547 5900
2 n 286 286 255 255 238 238 320 320 6360 6360 15900 159000
v 81 105 72 94 67 87 96 125 2430 3160 4240 5510
25 n 230 230 205 205 191 191 240 240 5100 5100 12730 12730
7 103 134 92 120 86 112 108 140 2720 3540 3880 5645
32 n 180 180 160 160 150 150 192 192 3970 3970 9950 9950
vf 120 156 108 140 100 130 115 150 2720 3540 3790 4925
0 n 144 144 128 128 120 120 160 160 3180 3180 7950 7950
v 95 124 85 110 80 104 115 150 2665 3465 3600 4680
50 n 115 115 102 102 98 98 120 120 2540 2540 6400 6400
Vf 76 100 68 90 63 82 90 117 2320 3015 3155 4100
W R 64 4t 7 AT T S grgE: XFKRTIR, HEBE{REREFE.
A TIALN2R E 64677, 7T 3 hn30%50 Bl ik B
- 6 FLUTES ARE RECOMMENDED FOR PROFILING FEEDS: REDUCTION FACTORS FOR LONG LENGTH TOOLS

INCREASE FEEDS BY 30% ON TIALN2 COATED TOOLS
75%

TR W
ST
TN
]
X

Minicut Super Cobalt
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=iREREE R
WHALTRRE
SUPER SPEED CARBIDE SERIES

Recommended Feeds & Speeds

ek ] R BEAE| #as | Eo¢
7%‘ Cast iron Steels Stainless Steels Inconel Titanium Aluminium
y
) kO%% | BKEHH% 400 SERIES
300 SERIES 6061 T6
Q?X‘@ Grey Ductile 240 HB 240-300 HB | 300-400 HB 304, 316 ;gz ﬁ,tl/ 6AL4V 7075 T6
%E\“ 45-120 M/min |30-120 M/min| 30-90 M/min | 24-75 M/min | 15-75 M/min | 45-75 M/min | 20-45 M/min | 20-30 M/min | 40-80 M/min 3%/,)13,? 0
4650M 4650M 4650M 4650M 4650M 4650M 4650M 4650M 4650M §g§g%
g 3060M 3060M 3060M 3060M 3060M 3060M 3060M 3060M 3060M 20450
MM 5045M 5045M 5045M 5045M 5045M 5045M 5045M 5045M 5045M 3045\
=Ll RE] CHIP LOAD PER TOOTH
3-5 0,01-002 | 0,01-002 001-002 | 001-017 | 001-0,17 |0,005-0,007|0,005-0,007| 001-0,17 | 001-0,17 | 0,02-0,05
6-8 003-005 | 003-005 | 002-005 | 002-003 002-003 | 001-017 | 001-0,17 | 001-0,02 | 0,01-017 | 0,02-0,07
9-10 0,05-007 | 005-007 0,02-0,07 | 002-0,03 0,02 - 0,03 0,01-0,02 0,02 - 0,03 0,02 - 0,03 0,02 - 0,03 0,07-012
12-14 0,07-0,11 0,06-010 | 007-010 | 0,02-005 002-005 | 002-003 | 002-005 | 002-005 | 002-005 | 012-0,18
16-18 0,10-0,15 | 007-0,10 | 0,10-0,12 | 0,03-0,06 003-006 | 002-005 | 005-007 | 002-007 | 005-007 | 0,12-020
19-20 012-017 | 0,10-0,15 0,10-0,17 | 0,05-0,07 0,05-0,07 0,07-0,10 0,07-0,10 0,02-0,10 0,05-0,10 0,15-028
25 0,12-022 | 0,15-020 | 0,15-020 | 0,10-0,15 010-0,15 | 0,10-0,12 | 0,10-0,12 | 0,10-0,15 | 0,10-0,15 | 025-031

)
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¥ AREHYE TECHNICAL DATA

EEE T (Megamill) —TAJEEAIEET]

WHLLTRRE
MEGAMILL - INDEXABLE CUTTERS

Recommended Feeds & Speeds

A, HEk 5 TEEW HELEE| #HEE BEE
o4
Cast Iron Steels Stainless Steels Titanium Aluminium
. Inconel
%
> WAHEK | BRBEK (o 20800| 203008 | 2004008 | s000ries | 40 Sos LA 6061 76
‘%} Grey Nodular 80kg/mm? | 80-105 kg/mm? |105-140kg/mm2| 304,316 by 7075 T6
%
150-300 M/min | 120-240 M/min | 150-300 M/min| 120-240 M/min | 90-180 M/min | 90-210 M/min | 120-240 M/min | 30-60 M/min 30-90 M/min 450-1515 M/min
g K-15 K-15 P-25 P-40 P-40 P-25 K-15 K-15
M n/ Vs K-30 K-15
K-30 K-30 P-40 P-25 P-25 P-40 K-30 K-30
20 n 2910 2425 2290 2425 2185 1940 2185 730 1115 9700
7 380 — 635 | 280 — 518 | 380 — 635 | 280 — 510 | 280 — 485 | 255 — 295 | 280 — 510 | 125— 205 | 150 — 355 2540 — 4790
25 n 2290 1910 2290 1910 1720 1525 1910 575 880 7640
7 230 — 460 | 180 — 380 | 230 — 460 | 180 — 380 | 180 — 360 | 150 — 305 | 180 — 380 75— 150 100 — 250 1525 — 3050
32 n 1830 1528 1830 1528 1375 1220 1528 460 705 6115
7 250 — 500 | 150 — 330 | 250 — 500 | 150 — 330 | 130 — 305 | 180 — 360 | 150 — 330 75— 150 100 — 250 1525 — 3050
40 n 1525 1275 1,525 1275 1145 1015 1275 385 858 5095
7 300 — 560 | 250 — 500 | 300 — 560 | 250 — 500 | 200 — 410 | 200 — 410 | 250 — 500 75— 180 100 — 275 1525 — 3050
50 n 1145 955 1145 955 860 765 955 290 440 3820
73 250 — 560 | 200 — 460 | 250 — 560 | 200 — 460 | 150 — 360 | 180 — 360 | 200 — 460 | 100 — 200 | 130 — 300 1525 — 3080
63 n 915 764 915 764 690 610 764 230 35 3055
7 280 — 460 | 255 — 500 | 280 — 460 | 255 — 500 | 200 — 380 | 180 — 360 | 250 — 500 75— 180 150 — 300 1525 — 5080
a0 n 765 635 765 635 575 508 635 190 295 _
1/ 355 — 600 | 280 — 530 | 355 — 600 | 280 — 530 | 200 — 400 | 180 — 380 | 280 — 530 | 75— 200 | 150 — 355
100 n 575 475 575 475 430 380 475 145 220 _
Ve 250 — 500 | 230 — 460 | 250 — 500 | 230 — 460 | 180 — 360 | 180 — 305 | 230 — 460 | 75— 200 130 — 300

LR EART AR AR, EERTHEHEK,

EE: AT EEA TR R AL, AN
5L R4,

NBERENEN, FTHRAEAERE, F&
R BAF,

MEGAMILL. 50

If machine speeds are lower than speeds suggested the chip load per tooth should pre-
vail.

WARNING: Any cutting tool may break or shatter. The wearing of safety glasses is
required by law. Grinding of this product may produce potentially hazardous dust.
Use adequate ventilation.
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ERBRLEE TI (Megamill ball) [z AR

MEGAMILL BALL APPLICATION DATA

51

E522 3 W T HESEE| ®EaE A
Cast iron Steels Stainless Steels Nickel Titanium Aluminium
é;‘!;n R {ERREN =Y HaeTAN ]
5 7z RO%B% | KEHS Low gg{ll]gzﬂ MH:?" carﬂhlﬂ'l High glﬂo;ll 321111 ffﬂgs 4‘:?_?2;;53 MZ:;:/% , Lav %g ; ;g
. 2 Nodular up to: edium TeNsile ool Stee 5 5
%, Grey 80ky/mm? | 555t | i tioky)m? AP | Hastalloy
X
%ﬁ’% 150-300 M/min | 120-240 M/min | 150-300 M/min | 120-240 M/min | 90-180 M/min | 90-210 M/min | 120-240 M/min | 30-60 M/min | 60-90 M/min }50-1515 M/min
2\ %
%
”‘q}_ K-20 K-20 P-30 P-30 P-30 P-30 K-20 K-20 K-20 K-10
%
K-10/K-20 K-10/K-20 K-10/K-20 K-10/K-20 | K-10/K-20 K-10
Fz .15/.25 .15/.25 15/.25 .15/.25 15/.25 .15/.25 .10/.22 .10/.22 .13/.25 .38/.76
msertba] 6 | 8 | 10 | 12 | 16 | 20 | 25 | 80 | s | wAnAlLE
T “DE” EFFECTIVE CUTTING DIAMETER
025 | 241 | 279 | 310 | 350 | 4.00 | 445 | 500 | 545 | 5.65
038 | 292 | 340 | 380 | 420 | 490 | 545 | 610 | 670 | 6.95 |
) 335 | 391 | 435 | 480 | 555 | 625 | 700 | 7.70 | 7.95 s
- 490 | 584 | 660 | 730 | 860 | 970 | 10.90 | 12.00 | 12.40 WA LERILA K
125 | 490 | 58 | 660 | 730 | 860 | 970 | 1040 | 1200 | 72 13§70 K AN AR
2 559 | 680 | 800 | 890 | 10.60 | 12.00 | 13.60 | 15.00 | 15.50 2. bR R AR L (A)
25 592 | 744 | 865 | 975 | 11.60 | 13.20 | 15.00 | 16.60 | 17.20 3. b % F R 2 (B)
3.2 60 | 782 | 930 | 1060 | 1280 | 14.70 | 16.70 | 18.50 | 19.20
— | 800 | 980 | 11.30 | 13.85 | 16.00 | 18.30 | 20.40 | 21.15
4 HOW TO MOUNT THE TWO-HOLE
5 — — | 1000 | 11.80 | 14.80 | 17.30 | 20.00 | 22.35 | 23.25 TYPE INSERT
6 — = — | 1200 | 1550 | 1830 | 21.35 | 24.00 | 25.00 1e Place the insert in the holder slot.
7 — | — | — | — |1590| 1910|2245 | 2540 | 26.45 2e Tighten the bottom screw (A).
P — | — | — | — |1600]| 1960 | 2330 | 2655 | 27.70 3¢ Tighten the top screw (B).
10 — — — — — | 2000 | 2450 | 2830 | 29.65
12.5 — — — = = — | 2500 | 2960 | 31.22
15 — — = = = = — | 3000 | 31.60
16 — — — — — — — = 32.00
D = JJEER CUTTER DIA.
DE = Z3¥I4|E42  EFFECTIVE CUTTING DIA.
0C = {EIRE DEPTH OF cUT
DE = D?Z-(D-2Dc)?
RPM = SFMX3.82
DE (INCHES)
RPM = SMM X 323.4
DE (mm)

MEGAMILL.
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Zi&st 71 (Megamill) - J1 R/

MEGAMILL - INSERTS

meE - e E

B - W ALUMINIUM - TITANIUM
R
CAST IRON - STEELS
HIGH TENSILE MATERIALS
5 :K-15/K-30/P-25 / P-40 L5 : K-15/K-30
_ R F5 R 315
‘m )
N7 in. *7 S in. *iz
CMSI-387 5 .031 75 CMSI-387 A * 031 75
CMSI-450 X 062 1.5 CMSI-450 A X 062 15
CMSI-450 Y .093 25 CMSI-450 A y .093 25
CMSI-450 7 125 3.0 CMSI-450 A 7 125 3.0
CMSI-465 X 062 15 CMSI-465 A X 062 15
CMSI-465 Y .093 25 CMSI-465 A y 093 25
CMSI-465 7 125 3 CMSI-465 A 7 125 3
CMSI-620 X 062 1.5 CMSI-620 A % 062 15
CMSI-620 y .093 25 CMSI-620 A y .093 25
CMSI-620 7 125 3 CMSI-620 A V4 125 3
&5 :K-15/K-30/P-25 / P-40 5 : K-15/K-30
sy R ¥4z iy R 34z
in. £ in. E S
CMEI-687 W X 062 15 CMEI-687 C % 062 15
CMEI-687 W y 093 25 CMEI-687 C y .093 25
CMEI-687 W 7 125 3 CMEI-687 C 7 125 3
ORDERING EXAMPLE
CMSI-620A TI K15 Y EERE END INSERTS
v COATING DESIGNATION CMEI-687C CMEI-687W
TI=TiN
JIRR~ ®E  ZAl FEF TC = TiCN b q
INSERT DESIGNATION COATING  GRADE RADIUS > L — @ @
NO. NO. No.
5€S-30 éEEEEi}':::::::: ST-10 FT-08
5CS-35 ST-15 FT-10
SCS-45 FT-15

&
- % W) £ #4k 7 Megamill)s% & 77 5 (CMEI-687)0t, 5 # £
BT R W0 25T 71 B3 a9 77 5 (CMSI-465 & 620) 4B
ZE—HYE A F2,

-8R ARNAESI0RBE,

Notes:
— When ordering Megamill End Inserts (CMEI-687), please make sure the Side
Inserts (CMSI-465 & 620) which are on the end of the cutter are also ordered
with the same exact radius.
— Packaging: Inserts are sold in boxes of 10.
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Titanium parts machined with patented Minicut end mills

Minicut Super Cobalt
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HEADQUARTER

11 100, L.H. Lafontaine
Montréal (Québec)
Canada H1J 2Y5

H1%: +1 514.352.6464
{£E: +1 514.352.6644

% Z2HiE: 1 800 800-2011
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Minicut
International

Leader in Cutting Tool Technology
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International Minicut ltalia s.r.l.

Via Abigaille Zanetta, 59

00143 Roma, ltaly

FiE: +39 06 51963476

{£E: +39 06 51960350

FH1: +39 337.782009

AR HR44: int.minicutitalia@minicut.com

www.minicut.com





