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Newly Developed Mold Technology End Mill

Kyocera's f;.iqm mold techffREyreduces cutting force equivalent to positive inserts
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| Mold Technology End Mil
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Double-sided 4-edge Insert, Newly Developed End Mill
Kyocera's unique mold technology reduces cutting force equivalent to

positive inserts
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Cutting Edge Angle 90
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Obtuse Edge increases cutting edge toughness

1A Cutting Edge
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Low cutting force equivalent to positive |nserts IBE— LR A

Unique Mold Technology
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Improved surface finish, minimizing chattering GM7L—=7| " competror ERELY

GM Chipbreaker (Negative) (Positive)
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Sharp cutting and superior resistance to chattering and burrs, due to helical cutting edge and
optimum axial rake design EILWADHKRETHEIETTAEL
Large actual rake angle lowers cutting force
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Smooth surface of MEW without chattering Less burrs than positive cutters due to sharp cutting
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Shouldering Facing Slotting Vertical

Fhiz it MEGACOAT NANO TR

Extended Tool Life by New MEGACOAT NANO Technology
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Special multi-layer nano coating "MEGACOAT" enables stable milling and extended tool life
PR1525 for steel and stainless steel, and PR1510 for cast iron
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Prevents wear and fracture with high hardness (35GPa) and superior oxidation resistance (oxidation temperature: |,150°C)
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Various Chipbreaker Lineup a
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Improved Toolholder Durability and Precision
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Smooth Chip Evacuation
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Properly curled chips
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MEW Newly Developed Mold Technology End Mill

MEWEY  vew end mil

(ARL—bkvr?) 2 ®6
(Cylindrical) L Fig.4 Fig.5 Fig.6

FRILZFIE Tooholder Dimensions

% (mm) FLWA(C) 7.
ﬂ § Eg 7]& [;imension Rake Angle Té é Hgﬂ !(EE_EI)&
Description Stock No. of AR > 2| Drawing ulld
inserts | @D od L 2 S (MAX) R.R. LS Max. Revolution
MEW 16-S12-10-2T 1S 16 | 12 | 100 | 23 -22° | #no | ®IFgl | 43,750
18-S16-10-2T ® | 2 18 | [ 100] 2 B[ 43,000
20-S16-10-2T @ 20 1o | 26 41,000
- 22-520-10-3T ) 2 |, | 10| 2 39,600
f % 25-520-10-3T ® | 3 | » 20 | 29 | o o 37,500
rs 28-525-10-3T ° 28 120 | 29 5 | =2 35,800
78 Yes Fig.2
iz 30-S25-10-4T ® |, | 30| 25 |30 3 E: 34,800
32-S25-10-4T ® 32 130 | 32 33,900
40-S32-10-5T ® | || [150] 50 g 30,000
50-S32-10-5T ® 50 120 | 40 22,500
MEW 16-S16-10-2T ° |, 16 | 16 | 100 | 26 -2I° 43,750
A 20-520-10-2T 0 20 | oo MO | 0 41,000
L 2 20-520-10-3T ® | 3 110 | 30 41,000
5 (¥ 2 -S25-10- | v ,
; HE 25-525-10-2T ® | 2| |, |10]% 0 + o | B =4 37,500
v %8 25-525-10-3T ° . 120 | 32 37,500
% 32-532-10-3T ® 0 | g 130 ] % 33,900
32-S32-10-4T ® | 4 130 | 40 33,900
Ow| MEW 20-520-10-150-2T | @ | [ 20 [ 20 | 150 | 40 . . oy | B =4 41,000
Z.3 l +7 0 Yes Fig.4
Y 25-S25-10-170-2T | @ 25 | 25 | 170 | 50 37,500
MEW 25-S20-15-2T ® | , [ [ [i0] o 35,000
g 32-S25-15-2T ® 32 25 130 | 32 30,000
§ T 40-S32-15-3T o 2 150 | 50 | 15 +10° 5 12 25,000
s} Ye ig.2
5 40-832-15-4T ® | ¢ 32 | 150 | 50 21 | T 25,000
50-S32-15-4T ® 50 120 | 40 17,000
£ | MEw 25-S25-15-2T ® | [ 5[5 [120] 2 35,000
ggé 32-S32-15-2T Y g | 3 [0 %0 |15 +10° 27 | A B4 30,000
8 32-S32-15-3T ° 130 | 40 i ® 30,000
@5z MEW 40-W32-10-5T B 40 | 32 [ 11| 50 | 10 +7° -1 | g =3 30,000
#£55 MEW 40-W32-15-4T Z 40 | 32 | 111 | 50 | 15 +10° -21° | Yes | Fig3 25,000
s MEW 16-W16-10-2T = |, 6 | 16 | 75 | 25 -22° 43,750
|7 20-W20-10-2T = w0 | oo LTI % 5; 41,000
Fs|ms 20-W20-10-3T = 3 77 | 25 ' 41,000
v3 | &2 10 +7° B
72 |E: 25-W25-10-2T z | 2 9 | 32 00 | Yes 37,500
A3 2% | 25 X6
I A 25-W25-10-3T Z 3 90 | 32 Fies 37,500
7 |73 32-W32-10-4T = | 4 | 32 | 32 | 102 | 40 33,900
MEW 25-W25-15-2T 2 |2 [ 5[5 [w]a] i g | H 526 35,000
32-W32-15-3T = | 3 | 32 | 32 | 102 ] 40 L Fig6 30,000
BEEEMOIFIRICICDOULT  Caution about the Max. Revolution @  EHEERE s item

RoTRBEBEIEH U L ICEIRS G E . HONICEY) F v 7 CBRORBEN ELLEEAHY ETDODTIEBEVET,

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



MEWZEI7x—XZIL mew Face Mil

B 1 Figa
7x—RZJLFIE Dimension
sH%(mm) FLLAC) 72
R OE TE[E | T Dimension Rake Angle 71-‘1 ot ok ER lﬁ@?}&
Description stock | No. of AR )L; s Shape (kg) (mm )
Insert | @D | ¢pd |PpdI|pd2| H E a b S (MAX) R.R. - § Weight | Max.Revolution
MEW 032R-10-4T-M o 4 | 32 35 -20° 0.1 33,900
16 | 14| 9 19 | 56 | 84
040R-10-5T-M | @ | | 40 o - 5 | | 02 | 30000
+ 5
050R-10-5T-M | @ 50 40 -19° s Figsl 0.4 22,500
22 |18 | 11 21 | 63104
063R-10-6T-M | @ | 6 | 63 0.5 20,500
MEW 040R-15-4T-M © A 40 |16 | 14| 9 19 | 5.6 | 8.4 0.2 25,000
050R-15-4T-M @ 50 2 |18l 11 40 o1 163 1104 =21° i 0.3 17,000
063R-15-5T-M ® | 5 |63 ' R +10° fs I‘ 0.5 14,500
080R-15-6T-M o 27 25| 7 |124 1.0 12,000
6 | 80 20 | 13 | 50 -20°
080R-15-6T @ 25.4 271 6 |95 1.0 12,000

BEEERORIICDOLT  Caution about the Max. Revolution
EoTRESOERM EICREIBIEE B OAIIN F YT PHRAOREEN ELIEEHLHYETOTITERELET,

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

g‘ﬁlﬁltiﬁﬁ';“lj(l‘/ FE)L‘7I—XE)L;¥E) Spare parts and applicable inserts (end mill / face mill)

@ BEEE s item

B @ Spare Parts BWEFv7 Applicable Inserts
527 5 F—INEN
drgae | vF mttemem 7 AP
i3 Clamp Screw Wrench égg&%ﬂﬁ Mounting bolt
Description A
) = —
2 : XL
E '/ = RF {BIEEY (EYIHIR)
General Purpose Low Cutting Force Tough Edge (Heavy Milling)
MEW ---10-_T -
MEW 032R-10_-M SB-3065TRP DTPM-8 i
— . c LOMU LOMU LOMU
R NEES | Fvresvomiarag | WPl I00408ER-GM | 100408ER-SM | [00408ER-GH
050R_|0_._M Recommended t.orque for insert clamp HH10x30
063R-10_-M
MEW ---I5-_T -
MEW  040R-15_-M SB-4090TRP | DTPM-15 HH8x25
o e S : LOMU LOMU LOMU
sl S| S0 TS MP=l | Lhioxso | 150508ER-GM | 150508ER-SM | 150508ER-GH
063R-1 5_‘M Recommended £orque for insert clamp
080R-15_-(M) HH12x40
B B =B LA (MP- 1), F TR EET BB 25> TR2Y 12— 0F — 8L BRI 2% LT ERATE L, HELRUTHI S =» P6

Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.

FRRADISV TR 21— ROLYFIEBMNLIZTSREHKTT,

Wrenches and clamp screws are “Torx Plus”.

® MLORTSALY Foore B-IBR(S Yy T e HE)

1) See Fig. | for “Torx Plus” Wrench. (Blue grip)

@ MLORL Y Feeeeerens@-DBIB(TY v T e RE)

2) See Fig. 2 for “Torx™ Wrench. (Black grip)

BLOFRERBIRDREY XTI,

A “Torx Plus” Wrench and a “Torx” Wrench have different top shapes. Please use a “Torx Plus” Wrench.

KEROT TMLOR, Lo FRERLETE RALERER L FEIROMIRICED Y,

If a “Torx" Wrench is used to tighten, the screw head might become damaged and then the screw cannot be

9V TR 2a—HES LHRBBD BN ENET,

removed.

Recommended Cutting Conditions

#E(Yv7)

Blue grip

TRLORT SR R ZEIF

The symbol means “Torx Plus.”

I TRMLIR TSR L F(MEWELF)

Fig. | “Torx Plus” Wrench (For MEW)

BE(TYv7)

Black grip

B2 TRV R L F(MEWRZIEERT

TRV Z R ZEIF

The symbol means “Torx.”

)

Fig. 2 “Torx” Wrench (Do NOT use it for MEW) (Do NOT use it for MEW)



MEW nNewly Developed Mold Technology End Mill

I‘)’-“f?"ﬁiﬁ?llﬁ How to mount an insert
1. Fv 7RO T EOTIE ERICBRELTTEL,

Be sure to remove dust and chips from the insert mounting pocket.

SV TR 2—

2.5 72 a—I3 A - sl

Apply anti-seize compound on portion of taper and thread of clamp screw.

© F—EERLEBICHET ERFILAZZHLTT S,

Attach the screw (magnetc head) to the front end of the wrench.

@ Lo F AR (EREBISRALAEFER) ISR I Fo 7 2 MREARICEGRLY TRAS MHHRAATTEWNE- 1 2]) .

While lightly pressing the insert against the constraint surfaces, put the screw into the hole of the insert and tighten. (See Fig. 1.)

#,M34aLC(SB-3065TRP)I&F 7 EEIH L AL E AR ESE TR LETOTTER T ESVL(H-28 1),

Tighten M3 screws (SB-3065TRP) slightly inclined from the insert surface. (See Fig. 2.) surface of the insert.

3.LyFId o5V T RO a— b FATR AR TRESD (1T TSV HERBED (T LS =P 4R—

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

4 D HTE Ty T EEE ALY OXFEE, KTy 7 RIE S HRERICREA RO EEZRBLTT S,

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

BRREA$HHBE I BEFRE) IR T TTEL,

the constraint surface of the holder. If there is any clearance, remove the insert and mount it again according to the above steps.

B2

Fig. 2

Oy
ﬁ = Fv7 Applicable Inserts

Py Bry] 72
Emﬁﬁ0)5§ P Carbon Steel / Alloy Steel
Classification of usage ﬁ&ﬂ *
Mold Steel
ATYLR
M Sta%-!ess Stee{ﬂ *
TR /56 IR
Roughing / Iét Choice K (ﬁ?&ﬁﬁ *
Yo TR /S22 IR
Roughing / Zﬁd Choice &%géﬁ'ﬁﬁ *
W fE EIF/5 RIR
Finishing / Is/t Choice N zfrﬁe%EMetals
Ot EIF /528 =
Finishing / 24{1 Choice Eaﬁgsﬁte Alloys *
(R IRASHRCLUF OB ) S ¥5van o
(In case hardness is under 45HRC) Titanium Alloys
H ﬁr?MEeﬁ&s U
e & B MEGACOAT NANO
Insert Description PR1525 PRI510
® LOMU [00408ER-GM ( o
A
General Purpose
3 = LOMU 100408ER-SM ® e
{BIEHE
Low Cutting Force
| A LOMU 100408ER-GH o ®
AFkEE{LE
(EIHIR)
Tough Edge (Heavy Milling)
LOMU [50508ER-GM o o
RA
General Purpose %
LOMU 150508ER-SM () o
T 18
i 92 |
Low Cutting Force
= LOMU [50508ER-GH () ®
AsER(LE
(ELTHIA)
Tough Edge (Heavy Milling)

@ : FHEFEE std item



}Eﬁtﬂ HU%#F Recommended Cutting Conditions

o e e
Irg Workp‘ziﬂﬁatenals Toolhorljalel;yDicriptions MEGACOAT NANO Applicable Chipbreaker Range (Shouldering)
i MEWI6~MEWIS |\ EWOsoR PRI525 PRI5I0
° LOMUI0§747 LOMUI0 type
SRMCoronot 0.06~0.1~0.2 0.08~0.15~0.25 o - GM |
iﬁ%;"ﬁy Sieg 0.06~0.1~0.14 0.08~0.15~0.2 G = 10—z \ :
A 0.06~0.08~0.12 0.08~0.12~0.2 S E :
GM ST e 0.06~-0.08~0.12 0.08~0.12~0.15 T - i 6 \\ G H
M liat SLU 0.06~0.1~0.17 0.08~0.18~0.25 = oy g ‘
gg)yﬂmfvﬁjmar Cast Iron TG~ W 3 100~ f§o~200 ¢ l
el WA 0.06~0.08~0.12 0.08~0.15~0.2 - s |
¥R Carbon Steel 0.06~0.1~0.17 0.08~0.15~0.2 A 2 005 0. 0I5 02 025 0.3
ix;:l Alloy Steel — * = —ﬂé::g;)p?f;)hﬁfz(mm/t)
e 0.06~0.08~0.12 0.08~0.12~0.18 et = . LOMU Rl
sMm e 0.06~0.08~0.12 0.08~0.1~0.15 A el s GM | |
;;‘;&;ﬁtftam‘ess Steel 0.06~0.08~0.12 0.08~0.1~0.15 e ot - 15—
Toe il 0.06~0.08~0.12 0.08~0.12~0.18 - it g l \
g’x*xg Sabonttee] 0.06~0.1~0.2 0.08~0.2~0.3 e - ﬁ' O~ . G~
okl sl 0.06~0.1~0.14 0.08~0.2~0.25 el = ,}3 6 f/
g(%ﬁ m:ﬁ ;tzi‘c 0.06~0.08~0.12 0.08~0.15~0.22 e e L A ‘A
GH e, i 0.06~0.08~0.12 0.08~0.12~0.15 s R - (
'1:2:'&&& Gray Cast Iron 0.06~0.1~0.2 0.08~0.22~0.3 = ]20~|~§0~250 0.05 0. 0.|?) 02 025 0.3
—HHf-H) DY Bfz(mm/t)
F?C?Dgﬂbar\l?dular Cast Iron Q000001 SOSa0ISe02 % 100~I§0~200 CIMIE ) gj;;;j;?;:ns

XF ‘/éﬁ‘i/ﬁﬁﬂﬂl%ﬁﬁ Machining with coolant is recommended for titanium alloys.

t]J EﬂJ ﬁgjj Cutting Performance

K E—HER Yo R

% |st recommendation vr: 2nd recommendation

B F | ENI0BEAWAsEae-¢D/208) WINTOBE B E | ENIOBEw2sHae-¢D/208) WINTOBE
Description Shouldering (ae=¢D/2) Slotting Description Shouldering (ae=¢D/2) Slotting
a;lzémm) ap(mm)
S_I__I_TI__TI__ :j_r_r 1 T
MEWI6+---10%¢ gs T T N 12 ]; 1 ¥ 1 |':
MEWI8-+--108 | R 4f-H—+—— 11 MEW25---I528 | . S — ]
2 o (S A T
o ; [ T s % & . T =
0l 015 02 025 MEW50+«-158 | X6 —+—+—% +
#Y fz(mm/t) ap 4 (ST E] | fe
2 [ e Tt =
o 1 I 1
T 01 015 02 025 0l 0I5 02 025
MEW20----108¢ 15 #*Y fz(mm/t) &Y fz(mm/t)
§ ap(mm)
r 16
MEWS50- - -~ 108 + B | I T I
. CCTTTTOT
01 0I5 02 025 01 015 02 025 12 [t g
#Y fz(mm/t) MEW040R-}5§ 210 | —t— 1
- Py
ap(mm) % Z i BB
i s o LI
I ] I I uese
MEWZ%—SZg oT L0 I i I e MEW080R-I5§! i t t I T
-10-150- A6 —+— 2 H B
5 f T—T
MEW25-525 24 e | | ol 005 02 0% OO 0B 02 05
-10-170-2T = 2 HiEE e e Tt 1 #*Y fz(mm/t) #*%Y fz(mm/t)
(A7) "m0 0z 0
Long Shank &Y fz(mm/t)
ap(mm) (VJ EU%#) Cutting Condition
10— T T T -Vc=180m/min
MEWO032R-- - 8= -GM7'L—71 GM Chipbreaker
Y s S - - 1 - Ml Workpiece: S50C
§ 2 4 il - - 22 L f& X Overhang Length
MEWO063R= - - & o T e e | TVRIJL:EFRDLER—  End mill: Overhang length is "£" of the dimension list
-10® Pl L 2. 7z =23V HEROHHRANT—/S=H LR
#Y fz(mm/t) T ) fom/t) Face mill: Overhang length is "H" of the dimension list + minimum arbor overhang




ENN—FHIL DR AYAILAIIZDIUT  Ramping, Helical milling and Vertical milling

. N—FHILINTIZAEETY

Available for vertical milling

2. Bl - AU TIE WHIM EF v T RITEATHT2RMIAATY

NOT available for ramping and helical milling, because interference between workpiece and insert may occur.

V) “— 9’-77)1«7][] I Vertical Milling

Fy TR

Insert Description

IN—FHIL R K EETIA Z (ae)
Maximum Width of Cut (ae)

LOMUI0%Y
LOMUIO0 type

5mm

.
/ LOMU 58
LOMUI5 type

7mm

IbﬂI%i’i‘J Case Studies

SS400

FEHEER & Construction equipment's part
+Ve=250m / min
-apxae=4x20mm
-fz=0.14mm/t (Vf=1,350mm/min)
BT wet
-MEW32-S32-10-4T (4484 4 inserts
-LOMU | 00408ER-GM (PR1525)

SS400

* %W%ﬁn‘zﬁ Machine part
+Vc=250m/min

-apxae=3x20mm (GBI T) Grooving
-fz=0.2mm/t (Vf=2,390mm/min)
-2 oy

-MEW20-S20-10-3T (312 H) 3 inserts
-LOMU100408ER-GM (PR 1525)

D &=10
PRI525 ST e

faitRA (KIhy o) |

Competitor A (Positive cutter)

1)< B==144 REML
PRI1525 P B L

it @BEHETHYY) |

Competitor B (Positive cutter) |

MEW(3%£0 % EIF THUUSTREMIA A RE T MTHERS | 56FICM@ Lo
R AP ENRIFAMTEER/ BN TE

MEW showed stable milling without chattering at higher feed, improving the cutting efficiency by 150%.
Burrs are prevented and excellent surface finish is achieved.

(2—H—#kDFFEIL ) Evaluation by the user

it EBTIIE YN RAET B TEAETH MEWIREE YR (INTTET
R NYDFEEGHR BEFLMIETH 7,

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

(A—4— D FfI&B) Evaluation by the user

15-5PH (42HRC)

PR ZEHEER R Aircraft Part
-Ve=180m/min

-apxae=2x25mm

-fz=0.1mm/t (Vf=76mm/min)
B wet

-MEW32-S32-10-4T (4483 4 inserts
-LOMU50508ER-GM (PR1525)

SKD61 (45HRC)

. ﬁﬂgﬁ;ﬁ:ﬁ Mold Part

+Ve=100m/min
-apxae=3.5x30mm

-fz=0.1mm/t (Vf=400mm/min)
-8 3 oy

-MEW32-S32-10-4T (4&73)4 inserts
-LOMU100408ER-GH (PR1525)

1t =35.8 kTN T
PR I 525 Chig ée?;?jtrgi 35‘8ccfrr$n/gjn$lﬂirﬁﬂg Poz!;:)le)

1Y <Pt E=42cc/ 4 (#fmhn T )

PR1525

Chip Removal Rate = 42cc/min (Further Milling Possible)

it RC(R¥Av ) |

Competitor C (Positive cutter) | Cl

| TA )

/43 (T IN T )

2lce/min (Unable to continue cutting)

i ED ORIy S) |

Competitor D (Positive cutter) |

fb3t RCIZHEAR T MEWIRE LY ECREMIA AR TH 7
WM I$42HRCO MM T B H', PRIS25(LEERE AW D C RIFL T FRIETH T2,

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

(2—H—RDFAHIZ&£3) Evaluation by the user

MEW(EIN TEER A 2E Ao fo b AT — B 2E IR -7DT
KIBHRAR LS IV e80T

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

(2—HY— 1% DEFMHIZL D) Evaluation by the user
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