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*_Lineup Expansion
® Helical end mill

MEWH type

@ Grade for heat resistant alloy

CA6535/PR1535

@ Insert corner R (re)
Expansion 0.4mm~2.0mm
corner R newly added into
GM chipbreaker

ADVANCING PRODUCTIVITY
=




equivalent to positive inserts

' AR.Max+10°
| (LOMU15 type)

Cutting edge Obt.use edge increases
Angle 90° cutting edge toughness
Cutting edge
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Low cutting force -~
equivalent to : ‘);j;ze
e : Unique Mold e
positive inserts Ty
® Cutting Force Comparison ® Fracture Resistance Comparison
% Cutting force is the resultant force of the principal force and the feed force. High stability at high feed rates
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Ch'pbreaker Cutting Time(min)
ssocowerszo T SCM440H (37~39Hs) Cutter $20
Vc=150m/min apxae=3x15mm fz=0.15mm/t (Internal evaluation) Vc=120m/min apxae=3x10mm fz=0.3~0.35mm/t (Internal evaluation) Q

I m p roved S u rface fi n iS h i n g ’ MEW Competitor F | Competitor G
I eSS C h atte ri n g GM Chipbreaker| ~ (Negative) (Positive)

Sharp cutting and superior resistance to chattering and burrs, due +20° +17° +17°
to helical cutting edge and optimum axial rake design

Large actual rake angle lowers cutting force

Surface of shoulder wall Burr comparison with positive cutters

Competitor H
(Positive Cutter)

Competitor |
(Positive Cutter)

Smooth surface of MEW without chattering Less burrs than positive cutters due to sharp cutting
SS400 Cutter $p20 S50C Cutter $20
Vc=240m/min apxae=4x5mm fz=0.12mm/t Dry Vc=250m/min apxae=4x5mm fz=0.1mm/t Dry



Improved Toolholder Durability and Insert Installation

Smooth chip evacuation

Contact
face

(The photo was taken by a
high speed camera.)

Extended contact face Properly curled chips

O @ Stable and high quality heavy milling

MEWH type Helical End Mill

Excellent surface finish and stable machining due to toolholder design
utilizing advantages of MEW-type

; /Surface finish comparison

1
|

Better surface quality than competitor J
SCM435 Vc=120m/min apxae=45x5mm fz=0.1mm/t Dry

Workpiece fz=0.15mm/t fz=0.2mm/t
(AN
SCM435 how a
(] Il:
hobo
8 W :
SS400 - ,
boo

Chips are evacuated constantly to the opposite direction of cutter feed without causing
clogging

Ve=120m/min apxae=20x15mm Dry




M EW Newly Developed Mold Technology End Mill

Extended Tool Life by New MIEGACOAT
NANO Technology

Special multi-layer nano coating "MEGACOAT NANO" enables stable
milling and extended tool life
PR1525 for steel, PR1510 for cast iron and PR1535 for heat resistant alloy

MEGACOAT base multi-layer structure 40 MEGAC%T NANO

35 o)

g 4
TiCN @ MEGACOAT
TiAIN

Hardness (GPa)
N
o

400 600 800 1000 1200 1400

Oxidation Temperature ( C°)

Oxidation Resistance

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

@ For Heat Resistant Alloy

CA6535/PR1535
New grade for difficult to cut materials

Stable cutting by preventing sudden insert fracture
Suitable for high efficiency machining

For Ni-base heat resistant alloy and martensitic stainless steel
High heat resistance and wear resistance with CVD coating
Improved stability due to thin film coating technology

For titanium alloy and precipitation hardened stainless steel
Stabilized milling operation and long tool life by special nano
layer coating MEGACOAT NANO




Wide Range Chipbreaker Lineup

3 newly developed chipbreakers for various applications
Applicable to a wide range of machining

Chipbreakeri Application i Shape © LOMU10type ©® LOMU15type

|
| | GM GM
. . 10 Max 15
GM | General ! 10m. P
' Purpose Mm
' ' € €10
| B . ES £ GH
' Low cutting & ©
! force ! . 6
| . 3
1 1 3
s e 1 )
GH Heavymiling: } ) 005 0.1 015 02 025 0.3 005 0.1 015 02 025 0.3
| L | feed per tooth(mm/t) feed per tooth(mm/t)

<Cutting Conditions> Vc=150m/min ae=¢pD/2 Workpiece : S50C

CornerR0.4,1.0, 1.2, 1.6 and 2.0 added to GM chipbreaker lineup

@@@@

U‘ n 08 Has No I B n‘ UII
04 Marking on Insert Dimension Marking 10 Marking on Insert 12 Marking on Insert 16 Marking on Insert

LOMU100404ER-GM  LOMU100408ER-GM LOMU100412ER-GM  LOMU100416ER-GM  LOMU100420ER-GM
LOMU150504ER-GM  LOMU150508ER-GM  LOMU150510ER-GM  LOMU150512ER-GM  LOMU150516ER-GM  LOMU150520ER-GM

\‘ 20 Marking on Insert




MEW Newly Developed Mold Technology End Mil

MEW End Mill
Straight shank Fig.6
Dimensions
Dimensions (mm Rake Angle
Description Stock i:s?ér(':fs o A ’ Cac())lgnt Drawing Max(.::izr\glt)nion
®D | ¢d L ? S (MAX) R.R.
MEW 16-S12-10-2T () 16 12 | 100 | 23 -22° No | Fig.1 43,750
18-S16-10-2T ([ ) 2 18 16 100 | 25 -21° 43,000
o 20-S16-10-2T () 20 110 | 26 41,000
i:% 22-S20-10-3T () 22 00 110 | 26 39,600
% 25-S20-10-3T o 3 25 120 | 29 10 o 20° 37,500
8 28-S25-10-3T ([ ] 28 120 | 29 Yes | Fig.2 35,800
c‘n‘% 30-S25-10-4T o 4 30 | 25 | 130 | 32 34,800
32-S25-10-4T () 32 130 | 32 33,900
40-S32-10-5T [ ) 5 40 30 150 | 50 ge 30,000
50-S32-10-5T () 50 120 | 40 22,500
MEW 16-S16-10-2T ([ ) 5 16 16 | 100 | 26 -22° 43,750
< % 20-S20-10-2T ) 00 | 2o 10| 30 41,000
S| x 20-S20-10-3T [ ) 3 110 | 30 41,000
E 8 25-$25-10-2T () 2 120 | 32 10 +7° Yes | Fig.4 37,500
> | © 25 | 25 -20°
< 2 25-$25-10-3T () 3 120 | 32 37,500
RE 32-S32-10-3T (] S 130 | 40 33,900
32-832-10-4T () 4 130 | 40 33,900
@ | MEW 20-S20-10-150-2T | @ 20 | 20 | 150 | 40 ) i i 41,000
] 2 10 +7 -20 Yes Fig.4
4 25-S25-10-170-2T | @ 25 | 25 | 170 | 50 37,500
E MEW 25-S20-15-2T () 5 25 | 20 | 120 | 29 oo 35,000
5 32-S25-15-2T () 32 | 25 | 130 | 32 30,000
® 40-S32-15-3T () 3 0 150 | 50 15 +10° Yes | Fig.2 25,000
g 40-S32-15-4T o 4 32 | 150 | 50 -21° 25,000
» 50-S32-15-4T () 4 50 120 | 40 17,000
= MEW 25-S25-15-2T (] 25 | 25 | 120 | 32 35,000
g 3 32-S32-15-2T () 2 a2 | a0 130 | 40 15 +10° -22° | Yes | Fig.4 30,000
S 32-$32-15-3T () 3 130 | 40 30,000
2=| MEW 40-w32-10-5T - 40 | 32 | 111 | 50 10 +7° -19° ) 30,000
28 Yes Fig.3
S5 | MEW 40-W32-15-4T - 40 | 32 | 111 | 50 15 +10° -21° 25,000
MEW 16-W16-10-2T - 16 16 | 75 | 25 -22° 43,750
§ 2 20-W20-10-2T - 2 00 | 20 77 | 25 Fig.5 41,000
G| ® 20-W20-10-3T - 3 77 | 25 41,000
5 < 10 +7° . Yes
S| 5 25-W25-10-2T - 2 9 | 32 -20 37,500
g % 25-W25-10-3T - 3 % % 9 | 32 Fig.6 37,500
£ 32-W32-10-4T - 4 32 | 32 | 102 | 40 33,900
@ MEW 25-W25-15-2T - 2 25 | 25 | 90 | 32 . 35,000
15 +10° -22° | Yes | Fig.6
32-W32-15-3T - 3 32 | 32 | 102 | 40 30,000
Caution for Max. Revolution @ : Standard Stock - : Buill-to-oder manufacturing

When running an end mill or a cutter at the maximum revolution, the insert or cutter may be damaged
5 by centrifugal force.
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MEW Face Mill
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¢d2
od 0
¢D Fig.1
Dimensions
Dimensions (mm) Rake Angle Max.
Description stock {\lo.?{ Coolant Weight| Revolution
nse A.R. Hole | Shape "
¢dD | ¢dd |ddl|pd2| H | E | a b | S R.R. (kg) (min™)
(MAX)
MEW 032R-10-4T-M @® 4 |3 35 -20° 0.1 33,900
16 | 14 | 9 19 | 56 | 8.4
040R-10-5T-M [ ] 40 ) 0.2 30,000
5 10 +7° Yes | Fig.1
050R-10-5T-M ([ ) 50 40 -19° 0.4 22,500
22 | 18 | 11 21 | 6.3 104
063R-10-6T-M @® 6 |63 0.5 20,500
MEW 040R-15-4T-M ([ ) 4 40 | 16 | 14 | 9 19 |56 | 84 0.2 25,000
050R-15-4T-M () 50 40 -21° 0.3 17,000
22 | 18 | 11 21 | 6.3 104 .
063R-15-5T-M ® 5 63 15 +10° Yes | Fig.1 0.5 14,500
080R-15-6T-M () 27 25 12.4 1.0 12,000
6 | 80 20 | 13 | 50 -20°
080R-15-6T [ ] 25.4 27 9.5 1.0 12,000

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

Spare parts and applicable inserts (end mill / face mill)

@ : Standard Stock

Spare Parts Applicable Inserts
ey Mounti
Clamp Screw | Wrench (?:r:: s:lljzned o; nltlng
Description P g
37 =
=/ % Tough Edge
é / S General Purpose | Low Cutting Force (Heavy Milling)
MEW ----10-_T -
MEW  032R-10-4T-M SB-3065TRP | DTPM-8 HHBx2
PP x25 LOMU LOMU LOMU
CAORII0TM Rec""‘i[]";';fggr‘]f’;q”e for MP-1 1004--ER-GM | 100408ER-SM | 100408ER-GH
050R-10-5T-M .
1.2N-m HH10x30
063R-10-6T-M
MEW ----15-T -
MEW  040R-15-4T-M SB-4090TRP | DTPM-15 HH8x25
LOMU LOMU LOMU
O50R-15-4TM || Recommended torquefor ||~ MP-1— 1 | 4505..ER-GM | 150508ER-SM | 150508ER-GH
insert clamp
063R-15-5T-M 35N
080R-15-6T(-M) | HH12x35

%ﬁﬁApply anti-seize compound (MP-1) thinly on portion of taper and thread when fixing insert.

@ Wrench specifications
Wrenches and clamp screws for the above products are Torx Plus.

@ See Fig. 1 for Torx Plus Wrench. (Blue grip)
@ See Fig. 2 for Torx Wrench. (Black grip)

Torx Wrenches have different shape tips.
Be sure to use a Torx Plus Wrench.

%If a Torx Wrench is used for tightening, the screw head or wrench tip

may be damaged and the clamp screw may be impossible to remove.

Recommended cutti

ng conditions = P13

Blue grip

The symbol means

“Torx Plus.”

Fig. 1 “Torx Plus” Wrench (For MEW)

The

Black grip

symbol means “Torx.”

Fig. 2 "Torx" Wrench (Do NOT use for MEW)



MEW Newly Developed Mold Technology End Mil

MEW type Head

o

\
al | _
<
A-A Section
Dimensions
- Mool Dimensions (mm) Rake Angle Coolant| Applicable Max.splpdle
Description stock| |nsert AR Hole Inserts e
- |
oD |eD1|@d1| L | L1 M1 H B S (MAX) R.R. (min™)
MEW 16-M08-10-2T | @ | 2 | 16 [14.7| 85 | 43 | 25 | M8xP1.25 12 | 8 -22° 43,750
20-M10-10-2T | @ | 2 | 20 [18.7|10.5| 49 | 30 | M10xP1.5 15 | 9 41,000
20-M10-10-3T | @ | 3 | 20 [18.7|10.5| 49 | 30 | M10xP1.5 15| 9 | 10 | +7° 00° Yes |LOMU1004| 41,000
25-M12-10-3T | @ | 3 | 25 | 23 |12.5| 57 | 35 | M12xP1.75 | 19 | 10 37,500
32-M16-10-4T | @ | 4 | 32 | 30 | 17 | 63 | 40 | M16xP2 24 | 12 33,900
MEW 25-M12-15-2T | @ | 2 | 25 | 23 [12.5| 57 | 35 | M12xP1.75 | 19 | 10 35,000
15 | +10° | -22° | Yes |LOMU1505
32-M16-15-3T | @ | 3 | 32 | 30 | 17 | 63 | 40 | M16xP2 24 | 12 30,000

Caution for Max. Revolution

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

Spare Parts and Applicable Inserts

@ : Standard Stock

Spare Parts Applicable Inserts
Anti-seize
o Clamp Screw Wrench Compound
Description
3 b
=/ % Tough Edge
é / General Purpose | Low Cutting Force (Heavy Milling)
MEW 16-M08-10-2T
20-M10-10-2T
SB-3065TRP DTPM-8 LOMU LOMU LOMU
ol e MP-1 1004+-ER-GM | 100408ER-SM | 100408ER-GH
25-M12-10-3T The tightening torque for Insert Clamp is
—_—— 1.2 Nem.
32-M16-10-4T
MEW 25-M12-15-2T | _SB-4090TRP DTPM-15__ LOMU LOMU LOMU
—_—] e tightening torque for Insert Clamp is MP-1
32-M16-15-3T 3.5 Nem. 1505 --ER-GM 150508ER-SM 150508ER-GH

%,AffﬂApply anti-seize compound (MP-1) thinly on portion of taper and thread when fixing insert.

Modular End Mill Head Identification System

MEW 16 - M0S - 10 - 2T

Thread Dia.

Cutting
i Tolerance

Series Dia.

Insert Size

No. of
inserts

Wrenches and clamp screws for the above products are Torx Plus.

@ See Fig. 1 for Torx Plus Wrench. (Blue grip)
@ See Fig. 2 for Torx Wrench. (Black grip)

Torx Wrenches have different shape tips.
Be sure to use a Torx Plus Wrench.

#*If a Torx Wrench is used for tightening, the screw head or wrench tip

may be damaged and the clamp screw may be impossible to remove.

Blue grip

The symbol means
“Torx Plus.”

Fig. 1 “Torx Plus” Wrench (For MEW)

Black grip

The symbol means “Torx.”

Fig. 2 "Torx" Wrench (Do NOT use for MEW)

VRN
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BT Arbor (for exchangeable head / two-face clamping spindie)

L Gage line
(Gage face)
Applicable Arbor
Applicable End Mill
'l tEles
3 8 B
Coolant Hole
(Center Through System)
Attachment image
s
Dimensions
Arbor
Dimensions (mm) (Two-face
clamping)
Description Stock Cl?ic(lllaem ’ Applicable end mill
L | eD1 | edi S 21 22 M1 @
BT30K- MO08-45 [ ) 147 | 85 | 20 11 | M8xP1.25 MEW16-MO08--
M10-45 o 45 | 18.7 105 | 21 9 12 | M10xP1.5 Yes BT30 MEW20-M10--
M12-45 o 23 [125| 24 15 | M12xP1.75 MEW25-M12--
BT40K-  MO08-55 o 55 |14.7 | 85 | 20 11 | M8xP1.25 MEW16-MO08--
M10-60 [ ) 60 |18.7 105 | 21 12 | M10xP1.5 MEW20-M10--
9 Yes BT40
M12-55 [ J 55 | 23 | 125 | 24 15 | M12xP1.75 MEW25-M12--
M16-65 [ J 65 | 30 17 | 25 16 | M16xP2 MEW32-M16--
. @ : Standard Stock
Actual end mill depth
Applicable End Mill Actual end mill depth (mm)
Arbor Description . . . i
Cutting Dia. Dimension
Description M L2
— oD L1
ol TZ BT30K- MO08-45 MEW16-M08-- 216 25 31.8 6.8
M10-45 MEW20-M10-- 220 30 36.8 6.8
M12-45 MEW25-M12.- 025 35 42.8 7.8
L1
" BT40K- MO08-55 MEW16-M08-- 216 25 31.7 6.7
M10-60 MEW20-M10-- 220 30 38.7 8.7
M12-55 MEW25-M12.- 025 35 44.6 9.6
M16-65 MEW32-M16:- 232 40 51.2 11.2

Arbor Identification System

. Two-face Thread Size for Length from the
Arbor Size clamping Cl .
spindle amping gage




MEW nNewly Developed Mold Technology End Mil

Advantages of Modular type

[BT30 M/C (two-face clamping spindle) + Cutting Dia. : $20 Comparison with MEW End Mill]

Low gage line

Gage line (Standard position)

Compared to the Shank type, the Modular
type has shorter distance from the cutting
edge to the gage line with the same
overhang length.

Gage line (Standard position)

High efficiency cutting with high speed

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

Applicable to a wide range of machining

<Cutting Conditions>
- + Ve=150m/min (n=2,390min")
I + ae=10mm (Shouldering)
Modular Type + Workpiece Material : S55C, DRY
+ Machine : BT30 M/C
v
= 6 <Tools>
: [ voduripe
= \ Modular type
© D Head : MEW20-M10-10-3T
7 Arbor : BT30K-M10-45
3 7 Insert : LOMU100408ER-GM (PR1525) )
L J A wide range of
Toolholder : MEW20-S20-10-3T applications even in
0.05 0.1 015 0.2 025 0.3 Arbor : BT30 Milling Chuck(Two-face clamping) BT30 M/C
feed per tooth(mm/t) Insert : LOMU100408ER-GM (PR1525)

High quality cutting

’ R / Ve=150m/min (n=2,390min™),

Yy apxae=6x10mm (Shouldering)
fz=0.15mm/t (Vf=1,075mm/min),
S55C, DRY, BT30 M/C

Smooth surface finish Chattering

Modular type Shank type

Head : MEW20-M10-10-3T Toolholder : MEW20-S20-10-3T Smooth surface finish
Arbor : BT30K-M10-45 Arbor : BT30 Milling Chuck even in BT30 M/C
Insert : LOMU100408ER-GM (PR1525) (Two-face clamping)

Insert : LOMU100408ER-GM (PR1525)




O

B How to mount an insert

1. Be sure to remove dust and chips from the insert mounting pocket.
2. For clamp screws
® Apply anti-seize compound on portion of taper and thread of clamp
screw.

@ Attach the screw (the head is magnetic) to the tip of the wrench. Lightly
pressing down, put the screw into the hole of the insert and tighten.
(See Fig. 1.)

Be careful to tighten M3 screws (SB-3065TRP) slightly slanted from the
insert surface. (See Fig.2.)

3. When tightening the screw, make sure that the wrench is parallel to the
screw. For recommended tightening torque, see Table 1

4. After tightening the screw, make sure that there is no clearance between
the insert seat surface and the bearing surface of the holder or between
the insert side surfaces and the constraint surface of the holder.

If there is any clearance, remove the insert and mount it again as
described above."

M How to Attach Modular type Head

1. When clamping the head on the arbor, make sure there is no dust
or chips inside (Fig. 1).
Do NOT apply lubricant to the clamping portion.
' Ensure there is NO dust

or chips between the
arbor and head

2. Attach the head on the arbor and fix it using the wrench (Fig. 2).
See Table 1 for recommended tightening torque.
Note) A wrench is NOT included with the products

See Table 1
) ) for the wrench size and
Table 1 Recommended Head Tightening Torque recommended tightening torque
Thread Dia. Tolerance Wrench Width across flat IR (I
torque [Nem]
M8 12 23
M10 15 46

M12 19 80 ‘
M16 24 90 ’ No space In between

3. Confirm that the head is fixed firmly on the arbor (Fig. 3).

M Frequently Asked Questions

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

™~ No clearance ] ™~ Clearance

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

It can be used as a general BT arbor, Two-face clamping arbor Two-face clamping arbor
but without the advantages of a two-face mounted on two-face mounted on general spindle
clamping. clamping spindle

10



MEW nNewly Developed Mold Technology End Mill

MEWH End Mill (Coolant hole for bottom insert)

A.R. (MAX) R.R
Rake Angle
+13° -20°
é g e % %
, { &
<
L1
® L
Fig.1 Fig.2
Dimensions
Di . ) Spare Parts
imensions (mm ® Py
g Clamp Screw | Wrench éo‘:rtr']';gbzned
Beserisian Stock|No. of|No. of|No. of = lshaoe Applicable
P Flute |Stage|Insert o P ) Insert
oD|ed | L [L1|S | 8 = %
S = Y
MEWH 025-S25-10-3-2T | @ 3 6 | 25|25 |120| 37 | 28 -
ig.1
032-S32-10-4-2T | @ | 2 | 4 | 8 |32 130/ 46 | 37 SB-3065TRP | DTPM-8
Yes MP-1 LOMU1004--
040-832-10-5-2T | @ 5 10 40 32 140! 57 | 46 Fig.2 The tightening torque for
9. Insert Clamp is 1.2 Nem.
040-S32-10-5-3T | @ | 3 15
MEWH 040-S32-15-4-2T | @ 5 4 8 |40 |32 |160| 63 | 53 SB-4090TRP | DTPM-15
050-S42-15-4-2T . 4 8 50 | 42 |160| 63 | 53 Yes FIgZ Thetighteningtorquefor MP-1 LOMU1505--
Insert Clamp is 3.5 Nem.
050-S42-15-4-3T | @ | 3 12 |

@ : Standard Stock
Recommended cutting conditions = P13

Caution of installing GM chipbreaker R (re) on MEWH end mill

Toolholder Description

MEWHe e+ o 10e o MEWHe o o 15¢ o

Insert Location Indication
Corner R | Corner R | Corner R | Corner R | Corner R | Corner R | Corner R | Corner R | Corner R | Corner R | Corner R

(re) (re) (re) (re) (re) (re) (re) (re) (re) (re) (re)
0.4 0.8 1.2 1.6 2.0 0.4 0.8 1.0 1.2 1.6 2.0

%1 % 2 %2 * 3
Middle Edge Applicable | Applicable Not Not Not Applicable | Applicable | Applicable | Applicable | Applicable Not
Recommended | Recommended | Recommended Recommended
% 2 %2
Bottom Edge Applicable | Applicable | Applicable Not Not Applicable | Applicable | Applicable | Applicable | Applicable | Applicable

Recommended | Recommended

When installing insert to MEWH.....10,

Case 1:When put R(re)0.4, or R(re)0.8 or R(re)1.2 at bottom layer, Insert with corner R(re)1.2 or over is not
recommended for middle layer because it may deteriorate the wall flatness.

Case 2:When put R(re)1.6 or R(re)2.0 at bottom layer, only insert corner R(re)0.4 recommend for middle layer.
Insert with corner R(re)0.8 or above is not recommended put at middle stage because it may
deteriorate wall flatness.

When installing insert to MEWH....15,

Case 3:For middle edge, use insert with corner R(re)0.4 - 1.6.

Insert with corner R(re)2.0 is not recommended for the middle edge because it may worsen the
machined wall flatness.

Middle Layer

Bottom Layer



Applicable Inserts

L Carbon Steel / Alloy Steel *
Classification of usage
Mold Steel *
Austenitic Stainless Steel * *
Martensitic Stainless Steel < *
% : Roughing / 1st Choice Precipitation Hardened Stainless Steel *
¥ : Roughing / 2nd Choice Gray Cast Iron *
M : Finishing / 1st Choice NEZEUEr CE T2 * ;\gmﬁ:g;er
N | Non-ferrous Metals
O : Finishing / 2nd Choice ; ; -
(In case hardness is under 45HRC)| g Heat Resistant Alloy (Ni-base Heat Resistant Alloy) PAS *
Titanium Alloy * pAe
H |Hard Materials O
CVD Coated
Dimensions (mm) MEGACOAT NANO Sty
Insert Description BN ]
A| T |dd| W | Z | re |PR1535 | PR1525 | PR1510 | CA6535
LOMU 100404ER-GM 2104 ® [ ] [ J [ J
100408ER-GM 17|08 o [ [ (]
PP —— MEW---10--
100412ER-GM | 6.6 | 4.0 | 3.4 [10.9/1.3 | 12| @ [ [ d L MEWH:-10-
100416ER-GM 1.01.6 o @ [ (]
100420ER-GM 1.0 [ 2.0 o [ ] [ J [ J
LOMU 150504ER-GM 22|04 o ([ ) [ J (]
@ 150508ER-GM 1808 ® [ [ (]
150510ER-GM 1.6 (1.0 o MEW---15-
——— 92|56 |48 (157
@ . 1s0s12eraM | 22| 2¢ 48T e o ® ® MEWH--~15-
General 150516ER-GM 10/16| @ ® [ J ®
Purpose [z 150520ER-GM 0620 @ ® [ J ®
A
MEW---10--
LOMU 100408ER-SM | 6.6 | 4.0 | 3.4 |10.9|/ 1.7 | 0.8 [ ) (] [ ) [ J MEWH:---10--
MEW---15--
Low Cutting 150508ER-SM | 9.2 | 5.6 | 4.8 [15.7| 1.8 | 0.8 ® [ [ (] MEWH-15-
Force
MEW---10--
LOMU 100408ER-GH | 6.6 | 4.0 | 3.4 [10.9/ 1.7 | 0.8 ® ® MEWH-10-
MEW---15--
Tough Egge 150508ER-GH | 9.2 | 5.6 | 4.8 |15.7| 1.8 | 0.8 [ o MEWH:—15--
(Heavy Milling)
@ : Standard Stock
@Appearance of LOMU---ER-GM
LOMU100404ER-GM [ LOMU100408ER-GM LOMU100412ER-GM | LOMU100416ER-GM | LOMU100420ER-GM
LOMU150504ER-GM [ LOMU150508ER-GM [ LOMU150510ER-GM [ LOMU150512ER-GM | LOMU150516ER-GM | LOMU150520ER-GM
08 Has No .
04 Marking on Insert Dimension Marking 10 Marking on Insert 12 Marking on Insert 16 Marking on Insert 20 Marking on Insert

@Applicable Chipbreaker Range (Shouldering)

.GH

o OMU10 type
GM
10
£
56
8

v,
0.05 0.1 0.15 02 0.25 0.3

feed per tooth(mm/t)

®| OMU15 type
GM
15 \\
€10 \
GH
6
3

v
005 0.1 0.15 02 025 0.3
feed per tooth(mm/t)

<Cutting Conditions>

Ve=150m/min ae=¢pD/2 Workpiece : S50C

12
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MEW nNewly Developed Mold Technology End Mill

MEW/MEWH type
Recommended Cutting Conditions

5 feed fz(mm/t) Recommended insert grade (Vc m/min)
g‘i Workpiece Toolholder Descriptions MEGACOAT NANO CVD Coated
=3
5 MEW16~MEW18 ME“\"\/%&ME%ORMEmg?c'?jE’\ﬁw;)SO @PFH 535 PR1525 PR1510 @’0%535
Carbon Steel (SxxC) 0.06~0.1~0.2 0.08~0.15~0.25 0.06~0.1~0.2 = 120~1§0~250 = =
Alloy Steel (SCM etc.) 0.06-0.1~0.14 | 0.08-0.15-0.2 | 0.06-0.1~0.14 - ; 0042‘0420 - -
Mold Steel (SKD/NAK etc.) 0.06-0.08-0.12 | 0.08~0.12-02 | 0.06~0.08-0.12 . ao~11§)~ 180 . .
Gray Cast Iron (FC) 0.06-0.1~0.17 | 0.08~0.18-0.25 | 0.06-0.1~0.17 - - | 20~1§0~250 -
Nodular Cast Iron (FCD) 0.06~0.08~0.12 0.08~0.15~0.2 0.06~0.08~0.12 - - 100~1§0~200 -

o fsujtsesngf) S e 0.06-0.08-0.12 | 0.08~0.12-0.15 | 0.06~0.08~0.12 10042704 00 1004?04 00 - -
z‘gﬂtse:gg)w SianlessSies! 006-0.08-0.12 | 008-0.12-02 | 006-0.08-0.1 | | 50~2§0~25 . - - ; 80~2‘2'0~300
g{:g:’zgﬂggaﬁrde”m Stainless | 06.0.08-0.12 | 0.08-0.12~02 | 0.06~0.08~0.1 ] 2’2% 150 - - -
Ni-base Heat Resistant Alloy 0.06~0.08~0.12 | 0.08~0.12~0.15 0.06~0.08~0.1 20~;\E’)~50 - - 20~:§J~5o
Titanium Alloys (T-6AI-4V) 006-0.08-012 | 008-0.15-02 | 006-0.08-0.12 | , & - 505070 -
Carbon Steel (SxxC) 0.06~0.1~0.17 0.08~0.15~0.2 0.06~0.1~0.17 - 120~1§0~250 - -

Alloy Steel (SCM etc.) 0.06-0.08-0.12 | 0.08~0.12-0.18 | 0.06~0.08-0.12 . ) 00~1§0~220 . -
Mold Steel (SKD/NAK etc.) 0.06-0.08-0.12 | 0.08~0.1~0.15 | 0.06~0.08~0.12 - 804:&% 180 - -

N ?S“S‘Ses"gf) St e 0.06-0.08-0.12 | 0.08~0.1~0.15 | 0.06~0.08~0.12 100~1’g0~200 100~1§0~200 - -
:‘gﬁ‘se:gg)'c SRS 006-0.08-0.12 | 008-0.1~0.15 | 006-0.08-0.1 | 0~2i§0~25 o - - ; 80~2:O~300
g;gg:‘zg"’l‘jiggs"é?’de”ed Stainless | 06.0.08~0.12 | 0.08-0.1~0.15 | 0.06-0.08~0.1 o] §)~ 150 - - -
Ni-base Heat Resistant Alloy 0.06~0.08~0.1 0.08~0.1~0.12 0.06~0.08~0.1 20~§)~50 - - 20~§)~50
Titanium Alloys (Ti-6AI-4V) 0.06-0.08-0.12 | 0.08~0.12-0.15 | 0.06~0.08~0.12 40~g(‘)~80 - 30~5%~70 -
Carbon Steel (SxxC) 0.06~0.1~0.2 0.08~0.2~0.3 0.06~0.1~0.2 - 120~1g0~250 - -

Alloy Steel (SCM etc.) 0.06-0.1~0.14 | 0.08~0.2-0.25 | 0.06-0.1~0.14 - ; 00~1g0~220 - -
Mold Steel (SKD/NAK etc.) 0.06-0.08-0.12 | 0.08~0.15-0.22 | 0.06~0.08-0.12 - 80~116~ 180 - -

o fsujtseggf) Sl e 0.06~0.08~0.12 | 0.08-0.12-0.15 | 0.06~0.08~0.12 - 100~1§0~2 oo - -

Gray Cast Iron (FC) 0.06~0.1~0.2 0.08~0.22~0.3 0.06~0.1~0.2 - - 120~1§0~250 -
Nodular Cast Iron (FCD) 0.06~0.08~0.15 | 0.08~0.18~0.25 0.06~0.08~0.15 = = 100~1;0~200 =

»¢Bold numbers indicate the most median value of cutting conditions. Adjust cutting speed and
feed rate according to the actual machining conditions.

2 Coolant is recommended for Ni-base heat resistant alloy and titanium alloy with MEW type.

»¢ Coolant is recommended for stainless steel, Ni-base heat resistant alloy and titanium alloy with
MEWH type.

% :1st recommendation ¥« :2nd recommendation




MEW type

Cutting Performance

®LOMU1004 type @®LOMU1505 type
Description Shouldering (ae=$D/2) Slotting Description Shouldering (ae=$D/2) Slotting
ap (mm)
16 T
MEW16 e e 14 -
-10 MEW25 ¢ e ¢ 12 r
MEW18 e e -15 10 ¥
-10 ! & g =
01 015 02 0% 01 015 02 025 MEWS50 ® « N =
fz(mm/ t) fz(mm/ t) -15 4 =
2 +
0 1
0.1 0.15 0.2 0.25 0.1 0.15 0.2 0.25
MEW2Q e e ¢ fz(mm/ t) fz(mm/ t)
-10
t ap (mm)
MEWS50 ¢ ¢ ¢ %
-10 14
MEWO040R s » 12
-15 10
! a g
MEW20-520 MEWO80R  * * :
-10-150-2T -15 .
MEW25-S25 0
-10-170-2T
(Long shank)
<Cutting Conditions>
:Ve=180m/min
MEW032R N - GM Chipbreaker
: Workpiece : S50C
! : Overhang Length
MEWO63R ¢« * 1. End mill: equivalent to "2" in the dimensions list
-10 2. Face mill: "H" in the dimensions list + minimum arbor overhang
MEWH type
Cutting Performance
®LOMU1004 type ®LOMU1505 type
Cut 2-Flute 3-Flute Cutt 2-Flute 3-Flute
uttin. - . uttin - .
Di 9 Description Description Di 9 Description Description
1a. (apxae) (apxae) 1a. (apxae) (apxae)
MEWH025 MEWH040
25 | gosto2r - P40 | o35 15.427 - -
1 1 1 1 1 1 1 1
0 10 20 30 40 50 0 10 20 30 40 50
ae(mm) ae(mm)
I TI1-TT1] T T 1]
[ [
4= 41
L [
MEWHO032 | s0f——\—i———i MEWH050 MEWH050 | sof=—————r——-
32 (I - $50 (I
-§32-10-4-2T [ -542-15-4-2T -542-15-4-3T [
[ [
7 T
1 1 1 1
0 10 20 30 40 50 0 10 20 30 40 50 0 10 20 30 40 50
ae(mm) ae(mm) ae(mm)
ap(mm) ap(mm)
s w11
40 <Cutting Conditions>
40 | MEWHO40 | 20 MEWH040 * Ve=120m/min
P40 | szp10527| 4 -532-10-5-3T * {2=0.08~0.12mm/t
* GM Chipbreaker
! » Workpiece : SCM435
0 10 20 30 40 50 0 10 20 30 40 50 ° Overhalmg Lef‘gth . . ) .
ae(mm) ae(mm) End mill: equivalent to "L1" in the dimensions list

14



H Vertical milling
*Vertical milling is possible

Vertical Milling

Insert . .
Description Maximum Width of Cut (ae)
// LOMU10 type 5mm
LOMU15 type 7mm

ERamping and Helical milling

*Do NOT use for ramping and helical milling, as interference between

workpiece and the insert may occur.

HECase Studies

SS400

» Construction equipment part
*Vc=250m/ min

* apxae=4x20mm

* fz=0.14mm/t (Vf=1,350mm/min)
* Wet

* MEW32-S32-10-4T (4 inserts)

* LOMU100408ER-GM (PR1525)

SS400

¢ Machine part

*\/c=250m/ min

* apxae=3x20mm (Grooving)

o fz=0.2mm/t (Vf=2,390mm/min)
* Dry

* MEW20-S20-10-3T (3 inserts)
* LOMU100408ER-GM (PR1525)

«1

PR1525 Chip Removal Rate = 108cc/min PR1525 Chip Removal Rate = 144cc/min (Stable milling)
Competitor K Competitor L
(Positive cutter) (Positive cutter)

MEW showed stable milling with no chattering at higher feed, improving the cutting
efficiency by 150%.
Burrs were prevented, excellent surface finish.

(Evaluation by the user)

No chattering with MEW, while Competitor L chattered at the same cutting conditions.
No burrs with MEW and excellent surface finish.

(Evaluation by the user)

15-5PH(42HRC)

e Aircraft Part

*Vc=180m/ min

* apxae=2x25mm

e fz=0.1mm/t (Vi=716mm/mi )

* Wet

* MEW32-S32-10-4T (4 inserts)

* LOMU100408ER-GM (PR1525)

130

A—» 25

SKD61(45HRC)

* Mold Part

*Vc=100m / min

* apxae=3.5x30mm

o fz=0.1mm/t (Vf=400mm/min)
*Dry

* MEW32-S32-10-4T (4 inserts)
*LOMU100408ER-GH (PR1525)

=

Chip Removal Rate = 35.8cc/min Chip Removal Rate = 42cc/min
PR1525 Further Milling Possible PR1525 Further Milling Possible
Competitor M in Competitor N Rate = 21cc/min
(Positive cutten (Positive cutter) ntinue cutting)

No chattering and more stable milling is possible with MEW. Despite milling difficulty
due to the properties of the material, PR1525 kept good cutting edge form, minimizing
wear and adhesion.

(Evaluation by the user)

MEW doubled cutting efficiency. Furthermore, MEW inserts have double number of
edges (4-edge), which enables a drastic cost reduction.

(Evaluation by the user)

/ ™ Search "KYOCERA Tools" on App Store & Google play

N

Available on the

App Store

ANDROID APP ON

~ Google play

« Downloadable high resolution
cutting tools catalogues
« Product usage videos
« Turning, milling and drilling calculation tools
« KYOCERA instant contact

0! KYOCERE

ADVANCING PRODUCTIVITY
_—

CP292-4EN CAT/5T1209TYH




