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M-FOUR (Mew)

90° Milling with Double-sided 4-edge Inserts

Low Cutting Forces with Chatter Resistance for Excellent Surface Finish

Economical Double-Sided 4-Edge Inserts
Improved Toolholder Durability and Insert Installation Accuracy

Long Tool Life with Next-Generation PR18 Series Inserts with
MEGACOAT NANO EX Coating Technology




M-FOUR mew)

90° Milling with Double-sided 4-edge Insert

Low Cutting Forces with Chatter Resistance for Excellent Surface Finish
Wide Application Range with New DLC Coating PDL025 for Machining Aluminum

Low Cutting Forces Equivalent to Positive Inserts

Kyocera's unique insert forming technology reduces cutting forces equivalent to positive inserts

Unique Insert
Forming Technology

Cutting Force Comparison (In-house Evaluation)
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Cutting force is the resultant force of the principal force and the feed force.

Cutting Conditions : Vc = 490 sfm, fz = 0.006 ipt, D.0.C. X ae = 0.118" < 0.591"
Cutter Dia. #0.750" Workpiece : 1040

Excellent Fracture Resistance

Obtuse edge for increased cutting edge toughness and stable machining at high feed rates

Cutting Edge

Obtuse Edge

Fracture Resistance Comparison (In-house Evaluation)

MEW

GM Chipbreaker \/

Competitor D

(Negative) flipt)
BN fz=0.012ipt

Competitor E >< BN fz=0.014ipt

(Negative) v/ Available for Further Cutting

X :Fracture Occurred

0 10 20 30 40 50

Cutting Time (min)

Cutting Conditions : Vc =390 sfm, fz=0.012-0.014ipt, D.0.C. X ae = 0.118" x 0.394"
Cutter Dia. §0.750" Workpiece : 4140H (28-32 HRC)



Improved Surface Finish & Minimized Vibration

Sharp cutting and superior burr and vibration resistance due to helical cutting edge and optimum axial rake design

Surface of Shoulder Wall (in-house Evaluation) Burr Comparison with Positive Cutters (in-house Evaluation) Actual Rake Angle (in-house Evaluation)
MEW Competitor F Positive Cutter MEW Competitor G Positive Cutter
a2 +20°
GM Chipbreaker
Compet{tor H 170
(Negative)
! Comp-e-tltor | 17
(Positive)
Chatter Burr
Cutting Conditions : Vc = 790 sfm, fz = 0.005 ipt, D.0.C. x ae = 0.158" x 0.197" Cutting Conditions : Vc = 820 sfm, fz = 0.004 ipt, D.0.C. X ae = 0.158" x 0.197"
Cutter Dia. #0.750", Dry Workpiece : A65 Cutter Dia. #0.750, Dry Workpiece : 1049

Improved Toolholder Durability and Insert Installation Accuracy

Various Chipbreakers for a Wide Range of Applications

4 types of chipbreakers for a wide range of applications along with a large lineup of corner R (re) for the GM chipbreaker

Chipbreaker  Application Shape Chipbreaker Recommended Applications (Shouldering) Chips (GM Chipbreaker)
LOMU10 Type LOMU15 Type
General
GM Purpose ‘ 0394 MAX D.0C. 0.591 MAXD.0C. J
L 0.394" 0.591"
] (10mm) (15mm)
- _ o ’ -
ow Cutting £ 0236 £
SM Force kOJI g}
a a8 0236 Grooving
0.118
0118

GH Heavy Milling

0 0.002 0.004 0.006 0.008 0.010 0.012 0 0.002 0.004 0.006 0.008 0.010 0.012 \k ,/

fz (ipt) fz (ipt) N " %
Non-ferrous 7
AM Metals / I 4

Aluminum

Shouldering



PR18 Series

Kyocera’s Nano Layer Coating Technology
Longer Tool Life with Next-generation Coating

M=GACOAT
NANO EX | Miting |

for Milling

Workpiece material P Steel M Stainless steel K Castiron
I1SO 01 10 20 30 40 01 10 20 30 40 01 10 20 30 40
st recommendation’ : 1st recommendation’ 1st recommendation
PR1825 ‘

Lineup jWet High—ispeed macjhining
PR1835 CA6535

Hardened Heat-resistant Titanium

H et PRO15S (GH) S alloy CA6535 (PR1835) alloy PR1835

For hardened material

PRO1 55 MEGACOAT HARD

PVD coating
For stainless steel and heat-resistant alloys

CA65 35 o coating

Coating Characteristics (nternal Evaluation)

For aluminum machining

PDLOZS DLC coating
GW25 Uncoated Carbide

» MZGACOAT
0 NANO EX | wiliing
3 MEGACOAT ¢ @
[}
g TiAIN @ MEGACOAT NANO
) TiN- @
g
10
0
400 600 800 1,000 1,200 1,400 1,600
Oxidation temperature (°C)
. High Quality and Long Tool Life for Machining Aluminum
P D LO 2 5 DLC Coated Carbide ‘g 4 ) J . 9 )
High Hardness with Kyocera’s Proprietary Hydrogen-free DLC Coating
Coating Properties Welding Resistance Comparison (In-house Evaluation)
120 S .
100 Diamond @ ~
7 & PDLO25 @
G}
ﬁ 60
5 p
T B -~ ”
. Y ° Hydrogen-free DLC Coating Competitor K
DLC Coating with Hydrogen

200

600 800

Young’s Modulus (GPa)

1,000

Cutting Conditions : Ve = 2,630 sfm, fz = 0.004 ipt, D.0.C. x ae = 0.118" % 0.197", Dry
Cutter Dia. #1.000" Workpiece : 5052 Cutting Length : 187 ft



MEW | End Mill

= =
g g
Weldon Shank (Standard) Shown
Fig.3 Fig. 4
Toolholder Dimensions
Spare Parts
© Dimensions = o Anti-Seize Insert Wrench
[ = [=)
= E 2 21| = i | Compound | Screw Applicable Inserts
= Part Number ol = =< | 5 = |z
g3 = | =] 3 z @) Page 17
= << o
- @
oc | E| v |w| 2 % ‘é /
a <<
MEW  0625-W500-10-2T o2 0.500 | 2.75 | 0.969 No 3
0.625 -22 43900 —
0625-W625-10-2T @2 0625 3.00 | 1.046 1
0750-W625-10-2T @2 ’ 1.145 i
0750-W750-10-2T o2 3.25 1
0.750 1.170 42,000 —
0750-W750-10-3T | @ 3 0750 1
f‘% 0750-W750-4-10-3T @3 ’ 400 | 1.921 1
S 1000-W750-10-3T @3 1.219 4 LOGT1004...
= 0393 | +7 — P37 SB-3065TRP| DTPM-8
< 1000-W100-10-2T @2 3.25 -20 | Yes 2 LOMU1004...
s 1.000 37,200 —
& 1000-W100-10-3T ®|3 1000 1.413 | 2]
1000-W100-475-10-3T | @ | 3 ’ 4.75 2
1250-W100-10-4T e |4 3.75 | 1.469 i
= S 1250-W125-10-3T ® 3|12 34,000 | 2
= = 4,00 | 1.663 -
| = 1250-W125-10-4T ®| 4 1.250 2
1500-W125-10-5T ® | 5| 1500 4125 | 2.070 -19 30,700 | 4
=5 LOGT1004...
§5| MEW 1000-W100-45-10-3T | @ | 3 | 1.000 | 1.000 | 4.50 | 2.163 | 0.393 | +7 | -20 | Yes | 37,200 | 2 p-37 SB-3065TRP| DTPM-8
g LOMUT004...
MEW  1000-W750-15-2T o2 0.750 | 3.25 | 1.219 i
1000-W100-15-2T ® | 2 | 1.000 3.75 1413 34,700 L
f‘% 1000-W100-475-15-2T | @ | 2 1.000 | 4.75 ' » 2
S 1250-W100-15-2T @2 3.75 | 1.469 4 L0GT1505...
= 0.590 | +10 Yes — P37 SB-4090TRP | DTPM-15
= 1250-W125-15-2T ® 2125 30,100 | 2 LOMU1505...
s 400 | 1.663 ]
& 1250-W125-15-3T o3 1250 2
ISOOWIZISST | @13 1) o . 4125 | 2.069 21 25,600
1500-W125-15-4T @4 ' ' ' 4

Max. revolution : When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force.

@ : Standard Item



MEW | End Mill
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Fig. 1
(ylindrical Shank (Standard) Shown
Toolholder Dimensions
Spare Parts
© Dimensions = o Anti-Seize Insert Wrench
= = [=)
= E|2 il c| 2| & | Compound | Screw Applicable Inserts
= Part Number ol = =|<| 5 = |z
2 E = | =] 3 = @) Page 17
= =< o
- <
DC | S | LF | IH = E
a <<
MEW 0625-5625-6-10-2T | @ | 2 | 0.625 | 0.625 | 6.00 | 1.500 » 43,900 | 1
0750-5750-7-10-2T | @ | 2 | 0.750 | 0.750 1.586 42,000 | 1
- 7.00 LOGT1004...
5| E 1000-5100-7-103T | @ | 3 0393 | +7 Yes | 37,200 | 1| P-37  |SB-3065TRP| DTPM-8 LOMUT004
= 2| S 1000-5100-8-10-2T | @ | 2 | 1.000 | 1000 | | 1980 -20 37,00 | 1
Z| 5 1000-5100-8-1037 | @] 3 i 37,000 | 1
MEW 1250-5125-8-1537 | @ | 3 | 1.250 1.980 -2 30,100 | 1 LOGT1505...
1.250 | 8.00 0.59 | +10 Y P-37  |SB-4090TRP| DTPM-15
1500-5125-8-154T | @ | 4 | 1.500 2069 21| [ 25600 | 2 LOMUT505...

Max. revolution

:When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force.

@ : Standard Item



MEW | End Mill

+0 +0
DC -a2mm DC -0zmm

Fig. 2
%
o
a
Weldon Shank (Standard) Shown
Fig. 3
Toolholder Dimensions
Spare Parts
© Dimensions = o Anti-Seize Insert Wrench
o S~ [=]
= E 2 21| = i | Compound | Screw Applicable Inserts
= Part Number ol = = || 5 = | =
2|3 = |<| 35| 2 @ Page 17
T
= - . - @
DC| S| IF| WH]| 2 ‘é
a <<
MEW  16-W16-10-2T = 5 16 16 75 -2 43,750 | 1
20-W20-10-2T O 25 1
20 20 77 41,000 ——
20-W20-10-3T [ J 10 +7 Yes 1 LOGT1004...
= — 3 -20 pP-37 SB-3065TRP| DTPM-8
= & 25-W25-10-3T [ 25 25 90 32 37,500 | 2 LOMU1004...
S| A
§ = 32-W32-10-4T Ol4] 32 32 102 40 33,900 | 2
5 40-W32-10-5T ®|5 40 32 m 50 10 +7 | -19 | Yes | 30,000 | 3
MEW  25-W25-15-2T Ol 2 25 25 90 32 15 14100 -2 | ves 35,000 | 2 L0GT1
32-W32-15-3T [} 32 32 102 40 30,000 | 2 p-37 SB-4090TRP | DTPM-15 LOMU]SE)(?E.“
40-W32-15-4T O|4| 40 | 32 | 11| 50 | 15 [+10] 21| Yes | 25000 | 3

Max. revolution : When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force. =~ @ : Standard Item [ : Made to Order / Quoted Item



MEW | End Mill

DC S2mm
] z
u :
=
Q
o
a
%
,,,,,,,,,,,,,,,,,,,,,,,,, z
,,,,,,,,,,,,,,,,,,,,,,,,,, g
(ylindrical Shank (Standard) Shown
Fig.3
Toolholder Dimensions
Spare Parts
@ Dimensions — o Anti-Seize Insert Wrench
@ ~ — [=)
= g2 2l E| = é | Compound | Screw Applicable Inserts
= Part Number Sl = = | = S > i
Z|s = | =3 z ® Page 17
= =< o
. = @
DC | S| IF| WH ]| Z E
a <
MEW  16-512-10-2T L 1 12 23 +7 | -22 | No | 43,750 | 1
16-516-10-2T L 100 26 +7 | -22 43,750 | 3
18-516-10-2T | @] 2| 18 16 25 +7 | -21 43,000 | 2
20-516-10-2T L 2 26 +7 | -20 41,000 | 2
20-520-10-2T [ J 10 30 +7 | -20 41,000 | 3
20-520-10-3T L 20 2 +7 | -20 41,000 | 3
o 22-520-10-3T @3] 2 26 +7 | -20 39,600 | 2
_'Z“ 25-520-10-3T [ J 25 29 +7 | -20 37,500 | 2
4 L0GT1004...
= 25-525-10-2T @2 10 +7 | -20 37,500 | 3 pP-37 SB-3065TRP| DTPM-8
= 25 120 32 Yes LOMU1004...
= 25-525-10-3T L 3 +7 | -20 37,500 | 3
28-525-10-3T [ ] 28 25 29 +7 | -20 35,800 | 2
30-525-10-4T [ J 30 +7 | -20 34,800 | 2
— 4 130 32
= 32-525-10-4T [ J 32 +7 | -20 33,900 | 2
s 32-532-10-3T [ +7 | -20 33,900 | 3
= 32 130 40
= 32-532-10-41 |4 3 +7 | -20 33,900 | 3
40-532-10-5T L 5 40 150 50 +7 | -19 30,000 | 2
50-532-10-5T [ J 50 120 40 +7 | -19 22,500 | 2
o[ MEW  20-520-10-150-2T [ 20 20 150 40 41,000 | 3 LOGT1004...
= — 2 10 | +7 ] -20 | Ye P-37  |SB-3065TRP| DTPM-8
=5 2555101701 | @ %5 | 25 | 170 | 50 37500 | 3 LOMUT004.
MEW  25-520-15-2T L % 20 120 29 +10 | -22 35,000 | 2
25-525-15-2T L 5 % n +10 | -22 35,000 | 3
f‘% 32-525-15-2T L +10 | -22 30,000 | 2
[ 32-532-15-2T [ 32 130 +10 | -22 30,000 | 3
= 40 15 Yes P-37  |SB-4090TRP| DTPM-15 L0GT1505
= 32-532-15-3T L 3 +10 | -22 30,000 | 3 LOMU1505...
= 40-532-15-3T [ J 32 +10 | -21 25,000 | 2
40 150 50
40-532-15-4T L 4 +10 | -21 25,000 | 2
50-532-15-4T [ 50 120 40 +10 | -21 17,000 | 2

Max. revolution : When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force. @ : Standard Item



MEW | Face Mill

CBDP
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e
APMX ¢
I

DCCB:
DCCB: -
DC
Toolholder Dimensions
z
:. = Dimensions = o =
Al g 2l 2] 2|2 Anpli
= £z ol Il = = pplicable Inserts
5 Part Number ] E i o § § = @ Page 17
= < S =
v
=
R DC S DCB | DCCB: | DCCB: LF (BDP | KDP | KWW | APMX
(=)

MEW  1500R-10-5T @ | 5| 150 | 1457 30,700 0.2 L0GT1004
2000R-10-5T ® | 5| 200 | 1.811 | 0.750 | 0.669 | 0.433 | 1.575 | 0.826 | 0.188 | 0.312 | 0.393 | +7°|-19°| Yes | 22,300 | 0.4 LOMU100£.1“
2500R-10-6T ®| 6| 25 | 1969 20,400 | 0.6

= MEW  2000R-15-4T @ |4 200 | 1811 16,800 | 0.4

= 2000R-15-5T @5 ’ ’ 0.750 | 0.669 | 0.433 | 1.575 | 0.826 | 0.188 | 0.312 -21° 16,800 | 0.4 L0GT1505
2500R-15-5T @ | 5| 25 | 1.969 0.590 [+10° Yes | 14,400 | 0.5 LOMU1505M
3000R-15-6T @® | 6| 300 | 2362 | 1.000 | 0.866 | 0.551 1969 1.063 | 0.236 | 0.381 20 12,250 | 1.0
4000R-15-8T @ | 8| 400 | 3.504 | 1.500 | 2.047 - ' 1.181 | 0.393 | 0.625 10,400 | 1.8

Max. revolution : When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force.

Spare Parts and Applicable Inserts (Inch End Mill/Face Mill)

@ : Standard Item

Spare Parts Applicable Inserts @) Page 17
Insert Screw Wrench i s3ms Arbor Bolt
Compound
Part Number
S
Ny
% . Tough Edge Non-ferrous
S General Purpose | Low Cutting Force (For Hegvy M?Iling) Metals
MEW ...10-T SB-3065TRP DTPM-8 -
MEW  1500R-10-5T
J000R-105T Recommended tightening torque pP-37 HH3/8-1.25 LOMU10. . .-GM LOMU10. . .-SM LOMU10. . .-GH LOGT10...-AM
forinsert clamp 1.20-m (HH3/8-1.25H)
2500R-10-6T ’
MEW  ...-15-T -
MEW  2000R-15-4T $B-4090TRP DTPM-15
HH3/8-1.25
2500R-15-5T Recommended tightening torque p-37 (HH3/8-1.25H) LOMUT5. . .-GM LOMUT5. . .-SM LOMU15.. .-GH LOGT15...-AM
3000R-15-6T forinsert clamp 3.5N-m
4000R-15-8T -
Coat anti-seize compound thinly on portion of taper and thread prior to installation.
Optional Through-Coolant Bolt available in ()
Purple grip

Wrench Specifications

Wrenches and clamp screws are “Torx Plus”.

1. Ref. to Fig. 1 for “Torx Plus”Wrench. (Purple grip)
2. Ref. to Fig. 2 for “Torx” Wrench. (Black grip)
A“Torx Plus”Wrench and a“Torx” Wrench have different top shapes.

Please use a“Torx Plus”Wrench.

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

Fig. 1“Torx Plus”Wrench (For MEW)

The symbol means “Torx Plus”.

Black grip

The symbol means

Fig. 2“Torx"Wrench (Do NOT use it for MEW)
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MEW | Face Mill

DCSFMS

DCB ‘

= //
a8
5~ %
v / =
. 2
DCCB: |
DCCB: 0
DC
Toolholder Dimensions
£
i 3 Dimensions = o =
5 Elg 21| 2| 2 | S|  Applicablelnsert
E Part Number = S|l =|E| € |= ppiicable Tnserts
- 3 =|S| 2| 2 |§| ©Pragew
= - =< o
=
R DC | & | DB | DCCBr | DCCB: | LF | CBOP | KDP | KWw | APMX
(=Y
MEW  032R-10-4T-M ®|4] 3 | 30 35 20 33,900 | 0.1
% | 14 | 9 19 | 56 | 84 —
040R-10-5T-M o [w | 3 0 | s 130000 02 LOGT1004..
050R-10-5T-M ° 50 | 45 40 -19 22,500 | 0.4 LOMU1004...
2| 18| n 0 | 63 | 104
063R-10-6T-M ®|6| & | # 20,500 | 05
MEW  040R-15-4T-M IC I N T TN T 19 | 56 | 84 25,000 | 0.2
050R-15-4T-M ° U T R R U o O T 21 17,000 03 oeT150
063R-15-5T-M ®|5| 63 4 ’ ' 15 [+10 Yes | 14,500 | 0.5 L0MU1553;
0B0R-15-6T-M @ 6l s | 60 M2 0 | 13| s BT 124 20 12,000 1
080R-15-6T ) 254 i 6 9.5 '

Max. revolution : When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force.

Spare Parts and Applicable Inserts (Metric End Mill/Face Mill)

@ : Standard Iltem

Spare Parts Applicable Inserts @ Page 17
Insert Screw Wrench ?onr:;)iif\?i Arbor Bolt
Part Number
/ % =N
é = General Purpose | Low Cutting Force (ForTﬁgg\'/]yElsl?I&I?ing) N°&'§§;{§’”S
MEW  ...-10-_T -
MEW  032R-10_-M $B-3065TRP DTPM-8 HH8X25
040R-10_-M P —— P37 (HHBX25H) LOMUT0..-GM |  LOMUT0...-SM | LOMUT0...-GH |  LOGT10...-AM
Rec orque
050R-10_-M ‘ ) HH10x30
0630 M forinsert clamp 1.2N-m (HH10X30H)
MEW  ...-15-_T -
HH8%25
MEW  040R-15_-M
SB-4090TRP DTPM-15 (HHBX25H)
050R-15_-M P37 HH10x30 LOMUTS...GM | LOMUT5...SM | LOMUTS...-GH | LOGTIS...-AM
Rec ded tightening torque
HH10X30H
063R-15_-M forinsert clamp 3.5N-m ( )
HH12x35
L (HH12X35H)

Coat anti-seize compound thinly on portion of taper and thread prior to installation.
Optional Through-Coolant Bolt available in ()



MEW | Modular End Mill

DC Somm LF
2 CRKS H
i |
v
H- - - E | _
-4
g A-A Section
QAL
Toolholder Dimensions
@ Dimensions — o
= E|l g = | =[2] = .
= Part Number = 2 Z\g| g App"‘;b'e'"sf;ts
2|3 = | =|3| 2 ® Page 17
= - =< o
= = — > 1%
DC S § s LF g = H
MEW  16-M08-10-2T ol | 1 85 147 0 2% M8x1.25 | 12 2 43,750
ARG bd 0 | 105 | 187 | 48 30 Mioxis | 15 41,000 L0GT1004
.. . X1. /
20-M10-10-37 o, 10 0| LOMUT004...
25-M12-10:3T ° 25 125 3 56 35 MIx1.75| 19 37,500
32-M16-10-4T o4 B 17 30 62 40 M16x2.0 | 24 33,900
MEW  25-M12-15-2T o2 125 3 56 35 5 [Mzazs| 19 || ] 35000 LOGT1505...
32-M16-15-3T o3| » 17 30 62 40 MI620 | 24 30,000 LOMU1505...

Max. revolution : When running the end mill and cutter at the maximum revolution, the insert or toolholder may be damaged by centrifugal force.
See page Page 12 for applicable arbor (BT arbor for exchangeable head / double-face clamping spindle)

Spare Parts and Applicable Inserts (MEW Modular Type)

@ : Standard Item

Spare Parts Applicable Inserts @ Page 17
Insert Screw Wrench Anti-Seize Compound !
Part Number
R Ry
é General Purpose Low Cutting Force (ForTﬁgg\tlyE&%fing) No,r\lA-gglrgus
MEW  16-M08-10-2T
20-M10-10-2T SB-3065TRP DTPM-8
20-M10-10-3T Recommended tightening torque for P-37 LOMU10....-GM LOMU10...-SM LOMU10. . .-GH LoGT10.. .-AM
25-M12-10-3T insert damp 1.2N-m
32-M16-10-4T
MEW  25-M12-15-2T SB-4090TRP DTPM-15
Recommended tightening torque for pP-37 LOMU15. . .-GM LOMU15... .-SM LOMU15.. .-GH LOGT15. . .-AM
insert clamp 3.5N-m
32-M16-15-3T

%‘&Coat anti-seize compound thinly on portion of taper and thread prior to installation.

Modular End Mill Head Identification System

MEWY 10 Mo g 108 2T

Series

Cutting dia.

Thread size
for clamping

Insert size

No. of inserts




BT Arbor (for Modular Head / Double-Face Clamping Spindle)

Gage line

.~ (Gage face)

Coolant hole
CCMS \(Center through system)

Applicable end mill

N

Applicable arbor

st

S e

TASiEE

Attachment image

—

Dimensions
’ . Arbor
_ A £ Dimensions Coolant ol (Double-Face Applicable Modular
= art Number £ oolant Hole i
S = Camping) Head End MIl
LF BD DCONWS CRKS (@
BT30K-  MO08-45 [ J 147 8.5 M8x1.25 MEW16-M08-
M10-45 [ 45 18.7 10.5 M10x1.5 Yes BT30 MEW20-M10--
M12-45 [ J 23 12.5 M12x1.75 MEW25-M12--
BT40K-  M08-55 [ J 55 14.7 85 M8x1.25 MEW16-M08--
M10-60 [ J 60 18.7 10.5 M10x1.5 MEW20-M10--
Yes BT40
M12-55 [ J 55 23 12.5 M12x1.75 MEW25-M12--
M16-65 [ J 65 30 17 M16x2.0 MEW32-M16-
@ : Standard Item
Actual End Mill Depth
Applicable Modular End Mill (Head) Actual End Mill Depth
— Arbor Part Number E Cutting Dia. Dimensions
T S Toolholder ' LUX
J Part Number DC LF
BT30K-  M08-45 MEW16-M08-- 16 25 31.8
— A== -
g Py | M10-45 MEW20-M10-- 20 30 36.8
g Ty =
39 M12-45 MEW25-M12-- 25 35 42.8
—~
/ & BT40K-  M08-55 MEW16-M08-- 16 25 317
LF Ny M10-60 MEW20-M10- 2 30 387
LUX M12-55 MEW25-M12- 2 35 Y
M16-65 MEW32-M16-- 32 40 51.2

Arbor Identification System

Two-Face
Clamping
Spindle

Thread Size for
Clamping

BT|30 —||( - MPB -

Arbor Size

45

Length from the

Gage



Advantages of the Modular MEW

Comparing BT30 M/C (Dual Contact Clamping Spindle) + Cutting Dia. : 220mm with MEW End Mill

Low Gage Line Reduces Chattering

The distance from the cutting edge to the gage line is shorter with the same overhang length (30 mm /1.181")

Gage Line (Standard Position)

Gage Line (Standard Position)

1

High Efficiency and High Quality Machining

with Small M/C (BT30/BT40, etc.)

75mm (2.953")

Modular Type Shank Type

Applicable to a Wide Range of Applications

For a wide range of applications even in BT30 M/C

0.394

Modular Type Cutting Conditions : Vc = 490 sfm, ae = 0.394", Shouldering, Dry
Workpiece : 1055 BT30 M/C

0.236
Modular
Head : MEW20-M10-10-3T, Arbor : BT30K-M10-45
0.118 Insert : LOMU100408ER-GM (PR1525)

Shank

Holder : MEW20-520-10-3T, Arbor : BT30 Milling Chuck (Dual Contact Clamping)
\ Insert : LOMU100408ER-GM (PR1525)
0 0.002 0.004 0.006 0.008 0.010 0.012

fz (ipt)

D.0.C. (in)

Smooth Surface Finish

Cutting Conditions : Ve = 490 sfm, fz = 0.006 ipt, ae = 0.394", Shouldering, Dry
Workpiece : 1055 BT30 M/C

Modular

Head : MEW20-M10-10-3T, Arbor : BT30K-M10-45

Insert : LOMU100408ER-GM (PR1525)

Shank

Holder : MEW20-520-10-3T, Arbor : BT30 Milling Chuck (Dual Contact Clamping)
Insert : LOMU100408ER-GM (PR1525)

Chattering

Modular Type Shank Type
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How to Attach MEW Modul Head

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

2. Attach the head on the arbor and fix it using the wrench (Fig. 2).

See Table 1 for Recommended Torque.

Note) The wrench is NOT included with product.

Table 1. Recommended Head Tightening Torque

Thread Dia. Tolerance Wrench Width Across Flat (mm) Recommended Torque (Nm)
M8 12 23
M10 15 46
M12 19 80
M16 24 90

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

Standard BT Spindle Mounting

It can be used as a general BT arbor, though the advantage
of the dual contact clamping will not apply.

e~ No clearance

Double-face clamping arbor mounted

on double-face clamping spindle

"~ Clearance

Double-face clamping arbor
mounted on general spindle

Ensure there are NO chips between
the arbor and head.

SeeTable 1
for wrench size and
recommended torque

——— No space in between




MEWH | Helical End Mill (Coolant Hole for Bottom Insert)

o Tl g = 2
e Y IR (RS N = e ————————— e} al ++ o
(v} - -
8 I 8
APMX
LH
LF LH
J , LF
e / Fig. Fig. 2
-
N z Wead z
@ Q| Oy Y 59 N NSk | Ml
a A e S a B ‘m S
a g a
APMX
LH
LF LH
LF
Fig. 3 Fig. 4
Toolholder Dimensions
Spare Parts
Al wl » Dimensions _— o i-Sei
SRR = _|= Anti-Seize Insert Screw Wrench .
= sl 228 %|Z|E| 4| Compound Applicable Inserts
= Part Number Zl=ls g S|z |52 @ Page 17
32|22 =<8 = Pege1?
= = =
DC| S| WF|WH | Z \é
(=} =<
MEWH 1000-W100-10-3-2T @6 ) 3| 1.000 | 1.000 | 3.806 | 1.523 | 1.102 L
1250-W125-10-4-2T @3 4 | 1.250 4.161 | 1.878 | 1.456 1 _ -
1.250 13|20 [Yes f—  p37 | SB3USTRP | DIPM-8 LOMU1004...
= 1500-W125-10-5-3T @ | 513 1s | 1500 4610 | 2.244 181 | 2 | Re(ofmuﬂﬁ?gﬁdclta'?r?ﬁn'z" torque
= 1500-W150-10-5-3T [ ' 1.500 | 4957 | 2.267 | 2
MEWH  1500-W125-15-4-2T @2 4 8 | 1.500 | 1.250 | 4.846 2480 | 2,086 113120 [ves L p.37 SB-4090TRP DTPM-15 LOMUT505
2000-W150-15-4-31 o3| " [12] 2000|1500 [ 5252 | 7 |~ 2 R e g g
MEWH 025-S25-10-3-2T @6 3 25 25 120 37 28 i
032-532-10-4-2T ® (8|24 32 130 46 37 3 5 -
+1320|Yes| =  p37 | SB06STRP | DIPM-8 LOMU1004...
040-532-10-5-2T ® |10 32 4 Re:omm_endednghtenln'?mrque
e 040-532-105.3T NEIE 5 40 140 57 46 T forinsert clamp 1.2N:m
z -532-10-5-
MEWH 040-532-15-4-2T [ 40 32 4
—1 8|2 — SB-4090TRP |  DTPM-15
050-542-15-4-2T ° g | g | 100 ] 8| 53 (#1300 ves| 4] P Fecopmended hteing e LOMU1505..
050-542-15-4-3T YRR 4 fonnsertclamp3.5l?~m

Coat Anti-seize Compound thinly on portion of taper and thread prior to installation.
Aluminum machining is not recommended (AM chipbreaker is not available for MEWH)

@ : Standard Item



MEWH | Shell Mill (without Coolant Hole)

DCB
FW_
g8 &lo
32
© x|
z
<C
©)
DCCB:
DC
Fig.2
Toolholder Dimensions
Spare Parts
z
=1 . Dimensions _ ©
252 s L I = e ArborBolt | Insert Screw Wrench .
= . 2| 2|8 2| Compound Applicable Inserts
£ art Number =52 S| s5|= @ Page 17
mEIEE 2718 =
s| 8| & S|g| 2|2 =/
i w8 g g\ B|EIE|E =
v=o| MEWH 2000R-15-4-3T | @ [ 12| 3 | 4 (2.00(0.75]0.669|0.433 0.750(0.187]0.312 1 HH3/8-1.25 | SB-4090TRP [ DTPM-15
2 2.756 2.086(+13[-20| No — pP-37 ighteni LOMU1505..
= 3000R-15-4-47 | @ | 16| 4 | 4 [3.001.000.866]0.551 1.063] 0.236] 0381 1 HH1/21.25 | " e 3am
MEWH 040R-10-4-3T-M | @ |12 | | 4 [40] 16 15 | 9 | 53 | 19|56 84|37 | . | 1] . HHgis | SB306STRP | DteM-s |
050R-10-5-3-M | @ | 15|~ [ 5 [50|22] 18 | 11 | 64 | 21 | 63 | 104] 46 1 HHI0G0 | |*rimsaccam Totm
=8| MEWH 050R-15-4-3T-M | @ | 12 3 4150022 18 [ 11 | 70 | 21 | 6.3 (104 53 L HH10X30
E 063R-15-3-3T-M | @ | 9 316312720 | 13 | 58 | 24 7 | 124 &1 1 HH12X35 | SB-4090TRP | DTPM-15
+13[-20| No [ P37 Aot men e T LOMU1505...
080R-15-4-4T-M | @ | 16 | 4 80 (32| 26 | 18 | 70 | 28 | 8 | 144 1 HH16X45 ecommended ightening torque
4 53 | for insert clamp 3.5N-m
100R-15-4-5T-M (@ |20 | 5 100( 40 [ 55 - 74 | 33 9 | 164 2 -
Coat Anti-seize Compound thinly on portion of taper and thread prior to installation. @ : Standard Item
Aluminum machining is not recommended (AM chipbreaker is not available for MEWH)
Guidance of applicable inserts for MEWH
Toolholder Part Number
Insert Location MEWH...10... MEWH...15...
Corner-R(RE) (mm) Corner-R(RE) (mm)
Bottom inserts 0.4 0.8 1.2 1.6 2.0 0.4 0.8 1.0 1.2 1.6 20
*Middle inserts 0.4/0.8 0.4/0.8 04/0.8 0.4 0.4 0.4~1.6 0.4~1.6 0.4~1.6 0.4~1.6 0.4~1.6 0.4~1.6

* For middle inserts, it is not recommended to use the insert with larger corner-R(RE) than shown in the table,
because it will make finished surface uneven.

Middle Edge

Bottom Edge




Applicable Inserts

Usage Classification Austenitic stainless steel
Martensitic stainless steel
Y : Roughing / 1st Choice Precipitation hardened stainless steel
¥ : Roughing / 2nd Choice
Il : Finishing / 1st Choice
[_]:Finishing / 2nd Choice
(Hardness 45HRC or less)
Dimensions (mm) Carbide
) Applicable
=% (=) 3
Insert Part Number o} °|= i _ LB
2| S D1 RE L W1 BS alglaicigingeigialg, @) Page 5~11
= n | = — LW ion 1= o : oo | N ~
HHEHEEHEHEH e
LOMU  100404ER-GM 0.4 21 | @ ASN BN BN BN BN J
100408ER-GM 0.8 17 | @ ARN BN BN BN BN ) MEW..-10
100412ER-GM 4 4 | 34 | 12|09 66|13 |@ Y AN BN BR BN ity
100416ER-GM 1.6 1 |@® ARN BN BN BN BN )
100420ER-GM 2 1 [ ] AN BN BN BN BN )
LOMU  150504ER-GM 0.4 22 | @ AN BN BN BN BN )
150508ER-GM 0.8 18 | @ ARN BN BN BN BN )
150510ER-GM 1 1.6 [ [ ] MEW...-15-...
150512ER-GM 4l o6 48 12 157 22 14 | @ N9 @ @ 0 @ MEWH...-15-...
150516ER-GM 1.6 1 [ ] ARN BN BN BN BN J
150520ER-GM 2 06 | ® NO® @ @ @ @
= MEW..-10-...
N VAN
LOMU  100408ER-SM 4 4 34 0.8 10.9 6.6 17 | @ ® 06:0:0:0 MEWH_.-10-..
LOMU  150508ER-SM 4| 56 | 48 | 08 | 157 92 | 18 |@ Al@ o.o [ Y ) MEW..15-...
) ' ’ e ' MEWH..-15-...
LOMU  100408ER-GH 41 4 | 34 |08 [109]| 66 | 17 |@ e/ @ o‘o o 0 MEW..10-..
' ’ ' ’ ' MEWH...-10-...
LOMU  150508ER-GH 40 56 | 48 | 08 [ 157 ] 92 | 18 | @ e /@ o.o ( ) MEW..15-...
) ' ’ e ' MEWH..-15-...
LOGT  100408FR-AM 2 4 36 0.8 1.2 6.8 2.8 [ ] [ ] MEW...-10-...
jan} LOGT  150508FR-AM 256 | 49 | 08 | 159 | 89 | 29 ° ® | MEW.-15-..
2-edge F{A N?I}-Ferrous
etals

Right-hand Insert Shown

LOMU...ER-GM Insert Appearance

Recommended Cutting Conditions @ Page 18 @ : Standard Item /\ : Phase-Out Item

Applicable Chipbreaker Range (shouldering)

LOMU100404ER-GM

LOMU100408ER-GM

LOMU150504ER-GM LOMU150508ER-GM LOMU10 Insert LOMU15 Insert
i 08 Has No 0394
gﬁ ?ﬁg:ltng Dimension 0.591
Marking
—_ . 0394
f=4 f=4
LOMU100412ER-GM < 0236 £
LOMU150510ER-GM LOMU150512ER-GM Y g
Q o
= 10 Marking 12 Marking = 8 0236
on Insert on Insert 0118 AM AM
SM} GM{ GH 0.118 smt- emtGH

LOMU100416ER-GM
LOMU150516ER-GM

LOMU100420ER-GM
LOMU150520ER-GM

16 Marking
on Insert

20 Marking
on Insert

0 0.002 0.004 0.006 0.008 0.010 0.012

fz (ipt)

Cutting Conditions : Vc = 490 sfm, ae = DC/2 Workpiece : 1049

0 0.002 0.004 0.006 0.008 0.010 0.012

fz (ipt)

17
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How to Mount Insert

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

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

2. Attach the screw (magnetic head) to the front end of the wrench. While lightly pressing the insert

<// Wrench

Clamp screw

Fig. 1

against the constraint surfaces, put the screw into the hole of the insert and tighten. (Ref. to Fig. 1)

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

3. When tightening the screw, make sure that the wrench is parallel to the screw.

4. After tightening the screw, make sure that there is no clearance between the insert seat surface and the
bearing surface of the toolholder or between the insert side surfaces and the constraint surface of the
toolholder. If there is any clearance, remove the insert and mount it again according to the above steps.

Recommended Cutting Conditions

Feed Rate fz: ipt Recommended Insert Grade / Cutting Speed (Vc: sfm)
& Toolholder Part Numbers ot HAne. MEGACOATHARD | VD DIC | Uncoated Carbide
54 Workpiece
_g Material MEW1000~MEW1500
= MEW0625~MEW0750 | MEW1500R~MEW3000R PR1835 PR1825 PR1810 T TS i o
MEW16~MEW18 MEW20~MEW40 (PR1535) (PR1525) (PR1510)
MEWO40R~MEWOS0R

Carbon Steel 0.002-0.004-0.008 0.003 - 0.006 - 0.010 3907;‘;'7320 39075’;'07820 - - -
Alloy Steel 0.002-0.004-0.006 0.003-0.006-0.008 . X 0 - . -
Mold Steel 0.002-0.003-0.005 0.003-0.005-0.008 - . - . .
éﬂmii(steeu 0.002-0.003-0.005 0.005-0.005-0.006 1000 - - - -

" ,%EET%EEE?L - 0.002-0.003-0.005 0.003-0.005-0.008 490-6?;»320 - - 000 080 - -
G 0.002-0.003-0.005 0.003-0.005-0.008 100200490 - - - .
Gray Cast Iron 0.002- 0.004 - 0.007 0.003 - 0.007 - 0.010 - 390_5‘%_820 - -
Nodular Cast ron 0.002-0.003 - 0005 0.003-0.006-0.008 - - - -
ngz:)ta—;zisistant Alloy 0.002-0.003 -0.005 0.003-0.005-0.006 70—1?)%—160 ) ) j 70-100-160 ) )
Titanium Alloy 0.002-0.003 - 0005 0.003-0.006-0.008 - - - - -
Carbon Steel 0.002-0.004-0.007 0.003-0.006-0.008 00 100080 - - - - -
Alloy Steel 0.002-0.003 - 0005 0.003-0.005 - 0007 e X 0 - - -
Mold Steel 0.002-0.003 - 0005 0.003-0.004-0.006 o 00 202 0 - - -

" %ES:E%EEEGI 0.002-0.003 -0.005 0.003-0.004-0.006 330_5‘2:_ 60 o 0 - - - -
Stainless Steel 0.002-0.003-0.005 0.003-0.004-0.006 490-660-620 ) ) 590-790-980 - -
E{:ﬂfgﬁtg’:zeﬁ'a’de"‘*d 0.002-0.003 -0.005 0.003-0.004 -0.006 04 - - - -
nle—abtajésistant Aoy 0.002-0.003 -0.004 0.003 - 0.004-0.005 70_13%_1 " - : 70_1:6_1 © - .
Titanium Alloy 0.002-0.003 - 0005 0.003-0.005 - 0.006 A - 010 230 - -
Carbon Steel 0.002-0.004-0.008 0.003-0.008-0012 00 00 a0 - - - - -
Alloy Steel 0.002-0.004-0.006 0.003-0.008-0.010 oo 02 - - -
Mold Steel 0.002-0.003 - 0005 0.003-0.006-0.009 oo 590 o o0 - - -
‘;‘t”;itnelzistsigteel 0.002-0.003 -0.005 0.003-0.005 -0.006 - oo 0 - - -
gg{;f:;"s'ieel 0.002-0.003 -0.005 0.003-0.005 -0.008 - - - - - -

GH E{:icri"l’;tsastg‘:geﬁ'arde"e‘j 0.002-0.003 - 0005 0.003-0.005 - 0.008 - - - : .
Gray Cast Iron 0.002-0.004-0.008 0.003-0.009-0012 - " - -
Nodular Cast Iron 0.002- 0.003 - 0.006 0.003 - 0.007 - 0.010 - 330;507 660 - -
n;:)tﬁ{eesistant Alloy 0.002-0.003 -0.005 0.003-0.005 -0.006 S - - - e 60 : ;
Titanium Alloy 0.002-0.003 - 0.005 0.003 - 0.006 - 0.008 1 3072%;72 60 - 1 00717%’07230 - -
:-I;rggrllle&icl)\/laterials 0.002-0.003 - 0005 0.003-0.006-0.009 - - 02330 - - -
Alminum (Si < 13%) 0.002-0.005 - 0.008 0.005-0.007-0.012 - -

AM P i
Alminum (Si > 13%) 0.002-0.003 - 0005 0.002-0.005 - 0.008 - - .

Bold numbers in the table indicate the most recommended value of feed ( ). Adjust cutting speed and feed rate according to the actual machining conditions.

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

% : 1st Recommendation ¥ : 2nd Recommendation




Cutting Performance

Ramping, helical milling and vertical milling (Plunging)

1. Available for vertical milling (plunging).

Vertical Milling (Plunging)

2. NOT available for ramping and helical milling, because interference Inset descption | Max. width of

between workpiece and insert may occur. LOMU10type Smm

LOMU15 type 7mm
MEW Cutting Performance
LOMU1004 Inserts LOMU1505 Inserts
Shouldering q Shouldering .
Part Number (Cutting Width ae=DC/2) Slotting Part Number (Cutting Width ae=DC/2) Sy
0.394 0.394 0.630 0.630

MEW0625...-10 o3t _oas MEW1000...-15 osst [ Lo YT ES R S S—

MEW0750...-10 § 0.236 f 0.236 1 0472 0472

e | Fem g o MEW1SO0.15 | g0 g0

. - - U 0315 [Fesiess s - U 0315 |-
MEW18...-10 0 00 0005 0008 0070 % —000s 0005 0008 0010 MEW25..-15 & oase S 0236
fz (ipt) fz(ipt) 1 0.157 0.157
0.079 0.079
B MEWS50...-15
MEW100?... 10 0.394 0.394 0004 0006 0008 0010 0004 0006 0.008 0010
. 0315 . 0315 fz (ipt) fz (ipt)
MEW1500...-10 5 0236 f 0236
g 0.157 g 0.157 0630 0.630
MEW20...-10 007 0079 MEW2000R...-15 PP 1 e N — N SO SN SR -
13 0 0.004 0.006 0.008 0.010 0 0.004 0.006 0.008 0.010 ! 2;‘;i g;;i
fz(ipt) fz (ipt) - Che Ehs

MEW50...-10 P P MEW3000R...-15 goms go.sws

MEWO7S0. 21 o o MEWO4OR.-15 | .1 o
T 203 23 ! 0.079 0.079

Long shank <€ 0236 £ 0236 N
( g ) g 0.157 g 0.157 MEW080R'" 15 0.004 0.006 0.008 0.010 0.004 0.006 0.008 0.010
a a fz (ipt) fz (ipt)
MEW20-2T 0.079 0.079
MEW?25...-2T Ry 0006 0008 0010 Ry 0006 0008 0010
(Long shank) fz (ipt) fz (ipt)
MEW1500R...-10 0394 0394
t 0315 0315 <Cutting Conditions>
MEW2500R...-10 £ 0236 § 0.236 -V =600 sfm
3 0.157 g 0157 - GM Chipbreaker
MEWO32R..-10 © 079 0079 -Workpiece Material: 1049
12 0 0004 0.006 0008 0010 0 0004 0006 0008 0.010 -Overhang Length . )
MEWOG3R...-10 f2ipt) 2 (ipt) 1. End Mill: Same length as LH of the dimension
2. Face Mill: LF of the dimension + minimum overhang length of the arbor
MEWH Cutting Performance
LOMU1004 Inserts LOMU1505 Inserts
Cutting 2 Flute o 3 Flute Cutting 2 Flute o 3 Flute
h Part Number Description X Part Number Description
Dia. D.OC xae P D.OC xae Dia. DL xae P D.OC xae
.+ | MEWH1000 1990 + | MEWH1500 199
oLO0" | wroo-t0-321 | < o100 wngssaar | L
s | MEWHO2S - siom | MEWH040 -
-525-10-3-2T 0 -532-15-4-21 o oo
#1.250" MEW1250 1060 MEWH2000 1560 MEWH2000 1990
i -W125-10-4-2T ::‘: 02.000" | -W150-15-4-2T ::fz -W150-15-4-3T ::‘;

s | MEWHO32 o 050mm | MEWH050 - MEWH050 -
-532-10-4-2T , -542-15-4-21 o oo -542-15-4-3T o o T TG
MEWH1500 o MEWH1500 - . -

" n g Cutting Conditi

#1.500 -W125-10-5-2T 5::: -W150-10-5-3T 5:7:_:{,’ tj},tj} vlfgo ;:1 itions>

- b S Y I R R fz=0.003~0.005 ipt

440mm MEWH040 - MEWH040 oot L1 GM Chipbreaker

05 | e | stesar | s Workpiece: 4137
el e Overhang Length: End mill overhang length is “LH” of the dimension list

19



Case Studies (MEW)

Construction Equipment Part
A36

Vc =820 sfm

fz=0.006 ipt (Vf=53.150 ipm)
D.O.C. x ae =0.158" x 0.787"
Wet

MEW1250-W100-10-4T (4 Flutes)
LOMU100408ER-GM (PR1525)

Machining
Efficiency

Competitor L

Chip Removal Rate

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

Mold Part
H13 (45HRC)

Ve =330sfm

fz=0.004 ipt (Vf = 15.748 ipm)
D.O.C. xae =0.138"x 1.181"
Dry

MEW1250-W100-10-4T (4 Flutes)
LOMU100408ER-GH (PR1525)

Machining

Chip Removal Rate Efficiency

PR1525 42 cc/min (Further Milling Possible)

Competitor M 21 .
(Positive Cutter) cc/min (Unable to Continue Cutting)

MEW doubled cutting efficiency while MEW inserts also have double the number of edges
(4-edge) for drastic cost reduction.

(User Evaluation) (User Evaluation)
) KYOCERA
KYOCERA Precision Tools FENDO
238 Marc Drive
Cuyahoga Falls, OH 44223 Official Website | www.kyoceraprecisiontools.com
Customer Service | 800.823.7284 - Option 1 Distributor Website | portal.kyoceraprecisiontools.com ©KYOCERA Precision Tools
Technical Support | 800.823.7284 - Option 2 Email | ctsales@kyocerapti.com 02/2026



https://www.facebook.com/kyoceraprecisiontools/
https://www.instagram.com/kyoceraprecisiontools/
https://www.linkedin.com/company/kyocera-cutting-tools/
https://twitter.com/kyocera_tools
https://www.youtube.com/channel/UCmeGvLcAQn_A3JQ5NwY8j4w
https://www.kyoceraprecisiontools.com
https://portal.kyoceraprecisiontools.com
mailto:ctsales%40kyocerapti.com?subject=
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