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New Generation End Mill with Double Sided 4-edge Insert
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Newly Developed Mold Technology End M_iII
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For difficult-to-cut materials
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Insert Corner R (rg) 0.4mm-2.0mm (GM chipbreaker)
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ting Edge Angle 90°
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Low cutting force equivalent to positive inserts

® t)J iéiIJ ;ﬁﬁﬂ:ﬁ Cutting Force Comparison
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Unique Mold Technology

> 2000 3% Cutting force is the resultant force of the principal force and the feed force.
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S50C 51y % $20 Cutter 20 W
Vc=150m/min apxae=3x15mm fz=0.15mm/t (H3EEEB) (nternal evaluation)
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New Generation End Mill with Double Sided 4-edge Insert

Kyocera's unique mold technology reduces cutting force equivalent to

positive inserts

BRI TUABRET v

Obtuse Edge increases cutting edge toughness

tJ) F Cutting Edge

e Obtuse Edge
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® ﬂﬁﬂ)’t}ﬁ'l_&._l:biﬁ Fracture Resistance Comparison
—I%_ig ') —C%) fEDDI High stability at high feed rates
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Competitor D (Negative)

3t RBE (RAFv7)

Competitor E (Negative)
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Fracture occurred
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SCM440H (87~389Hs) 71v% $20 Cutter ¢20

Vc=120m/min apxae=3x10mm fz=0.3~0.35mm/t (44 ELEL) (nternal evaluation)

Improved surface finish, minimizing chattering

ANJALYIHEARDRBEREHICKY . EEVITENI D DT

Sharp cutting and superior resistance to chattering and burrs, due to helical cutting edge and

optimum axial rake design

EEEI DN TEAIRRE Surface of Shoulder Wall
fott RHERS hy

Competitor H (Positive Cutter)

MEWER I BEE R
Smooth surface of MEW without chattering

SS400 /1% $20 Cutter $20
Vc=240m/min apxae=4x5mm fz=0.12mm/t 82 Dry

C E MEWE | f#@F | e
- GMTL—h| GHFY7) | FEFv7)
GM Chipbreaker|  “Nagathg) | (Fostive
+20° +17° +17°

RICWADLREYHBERAMEL
Large actual rake angle lowers cutting force

RSBy EDINYELEE Burr Comparison with Positive Cutters

st & | RIhv S

Competitor | (Positive Cutter)

TINEEA R R T1y 5 K6 H D730
Less burrs than positive cutters due to sharp cutting

S50C 51y % $20 Cutter $20
Vc=250m/min apxae=4x5mm fz=0.1mm/t 3 Dry
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Improved Toolholder Durability and Insert Installation Accuracy
MEWZE!
MEW

#RE

Contact face
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Smooth Chip Evacuation

(INARE=RAXSIZLBIRE

(The photo was taken by a high speed camera)
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Extended Contact face Properly curled chips

@ Etﬂ ‘ﬁu 0) § HE-I. S E I:Iﬁlrlﬁll:ﬂﬂ I. Stable, High Quality Heavy Milling
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Excellent surface finish and stable machining due to toolholder design

utilizing advantages of MEW
= £ EIFEEEE Surface Finish Comparison
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ftt fJ KW HEEEMRALEYF Better surface quality than competitor J
SCM435 Vc=120m/min apxae=45x5mm fz=0.1mm/t ¥2Z= Dry

BEIM | f2=015mm/t | fz=0.2mm/t
pone | pdpo

SCM435 | b | Habae
boow | dvbw

thoe adbo

boee goae

SS400 Vaov | gowvu
booe D00V

dboba bbos
ho0d | ab0

P DY DFEELREIICT DR ABEDE A IZRE L THIESh S
Chips are constantly evacuated in the opposite direction of cutter feed without clogging
Ve=120m/min apxae=20x15mm #z= Dry




M EW Newly Developed Mold Technology End Mill

B flf MEGACOAT NANO TR F

Extended Tool Life by New MEGACOAT NANO Technology
B¥H%F/BEa—7T12 TMEGACOAT NANO KW U IR ELE
REmMILZRRLELI

smAPR1525. #APR1510.
NiERBAEL -Fyrad MEELRZTFVLZBEAPR1535%L/\—r)—

Special multi-layer nano coating "MEGACOAT NANO" enables stable milling and extended tool life
PR1525 for steel, PR1510 for cast iron and PR1535 for Ni-base heat resistant alloy, titanium alloy and precipitation hardened stainless steel
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MEGACOATA~ : AEEEE 40 MEGACOAT NANO
MEGACOAT base multi-layer structure
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SHEREE (35GPa) L BN BAb i (B LBIMRRE 11,150°C) BN EFEZ A L. M F v > I iEgebm £

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

@ HHEIMABF v 7 o diioutto-cut materiais
PR1535/CA6535

SHIM MM ELES]

New grade for difficult-to-cut materials

ZHRRXIB2WH L. REMITZRER

RIFISESFREERIM I IS b _
Stable cutting by preventing sudden insert fracture ¥ﬁ'ﬁﬁ% IEIM'IEE*Z

New Development High Toughness Substrate

Suitable for high efficiency machining

PR1535 Ni&EM&A&EE.F7>Ea® MEEERIT LA
/BB I —7 1> 2 "TMEGACOAT NANO, 2k Y
UV MIOREMERFMERIER

For Ni-base heat resistant alloy, titanium alloy and precipitation hardened
stainless steel

Stabilized milling operation and long tool life by special nano coating
layer MEGACOAT NANO

RILToHA RRATY LA NIERERESESH
CVDIZ &2 E W BV TN EEFE % F 18
BRI —T v TRBICLBREREDE £

For martensitic stainless steel and Ni-base heat resistant alloy

High heat resistance and wear resistance with CVD coating
Improved stability due to thin film coating technology
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Newly developed 3 chipbreakers for various applications
Applicable to a wide range of application

TL—% | m@mg | R ® LOMU10%4 7" LOMU10-* type ® LOMU15%4 7" LOMU15type
Chipbreaker I Application I Shape
E E 10 15
GM E Gene;g}f?rpose E ’g ’g
i | E £
' ' & &10
! ! w6 1
N (2257 < n By S
! Low cutting force ! <] <] (3}
! ! B3 R
1 1 3
GH | E9HE | L -
, Heawmiling 005 0.1 0.15 02 025 0.3 005 0.1 0.15 02 025 0.3
: l — 7= DY B fz(mm/t) — X7 DY B fz(mmA)
(HIBIZH)  Ve=150m/min ae=¢D/2 #Hl#:S50C
Cutting Condition Workpiece

BEMIEOLY T BMIEDLY T

Chips (grooving) Chips (shouldering)

Fv732—FR(re) LIN—BM)—iEX

GM7L—AIza—7R(rg) 0.4mm.1.0mm.1.2mm1.6mm. 2.0mm% ;& M

Corner R (re) 0.4 ,1.0,1.2 ,1.6 and 2.0 added to GM chipbreaker lineup

D S & @ O

16D H"Y
16 Marking on Insert

2005 HY)
20 Marking on Insert

1005 5H"Y 12058
10 Marking on Insert 12 Marking on Insert

04D =HY) YHEELSHL
04 Marking on Insert 08 Has No
Dimension Marking

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



MEW nNewly Developed Mold Technology End Mil

MEWEI TV RZJIL mew End il

>
)
(RhL—bowry) 6
(Cylindrical) Fig.6
T.rff Dimensions
sHiE(mm) FLWA(C) 72 e e
BOE T A Dimension Rake Angle 7-'-‘1% R Eﬁﬁ@%ﬁﬁ
Description Stock iﬁ:érg; #D éd L P) s A.R. RR )ILZ% Drawing " (I':In |)t'
(MAX.) .R. 4 8 ax. Revolution
MEW 16-S12-10-2T [ ] 16 12 100 23 -22° | o | M1Fg1 | 43,750
18-S16-10-2T () 2 18 s 25 -21° 43,000
20-S16-10-2T ([ ] 20 110 | 26 41,000
&< 22-S20-10-3T o 22 20 39,600
A 25-520-10-3T ® | 3 | > 20 | 28 | 10 - - 37,500
5 + - »
;’ g 28-S25-10-3T () 28 Yﬁ; E 35,800
75 30-S25-10-4T ) 30 | 25 34,800
4 130 | 32
32-S25-10-4T () 32 33,900
40-S32-10-5T o 5 40 - 150 | 50 1o 30,000
50-S32-10-5T () 50 120 | 40 22,500
MEW 16-S16-10-2T () ) 16 16 | 100 | 26 -22° 43,750
7|§ o 20-S20-10-2T () 41,000
I 20 | 20 | 110 | 30
‘g &2 20-S20-10-3T () 3 41,000
FelXE 25-§25-10-2T o 2 10 +7° , | B4 37,500
25| ¥9 25 | 25 | 120 | 32 -20 Yes Fig.4
S 25-§25-10-3T o 3 37,500
; @ 32-S32-10-3T o 33,900
32 | 32 | 130 | 40
32-832-10-4T () 4 33,900
59 MEW 20-S20-10-150-2T | @ ) 20 | 20 | 150 | 40 10 - 00 5 =4 41,000
. _
7 25-S25-10-170-2T | @ 25 | 25 | 170 | 50 Yes Fig.4 37,500
.| MEW 25-520-15-2T [ ] » 25 | 20 | 120 | 29 - 35,000
% 32-S25-15-2T () 32 | 25 | 130 | 32 30,000
E‘ 2 40-S32-15-3T () 3 15 +10° A B2 25,000
F3 40 150 | 50 Yes | Fig?
s 40-S32-15-4T () . 32 -21° 25,000
50-S32-15-4T () 50 120 | 40 17,000
£ | MEW 25-S25-15-2T () ) 25 | 25 | 120 | 32 35,000
Bas 32-S32-15-2T ) 15 | +100 | 220 | B | B4 Ta50600
= 32 | 32 | 130 | 40 Yes Fig.4
& 32-832-15-3T () 3 30,000
=5< MEW 40-W32-10-5T = 5 10 +7° -19° 3 30,000
g};’g = 40 | 32 | 111 | 50 - 5| =
&5 MEW 40-W32-15-4T = 15 +10 -21 Yes Fig.3 25,000
- MEW 16-W16-10-2T = 16 16 | 75 -22° 43,750
2 X5
T 20-W20-10-2T = 25 : 41,000
L A 20 | 20 | 77 Fig:5
Fs|ms 20-W20-10-3T = 3 R 5 41,000
V3 E v = 10 +7 .
v |53 25-W25-10-2T = 2 -20 Yes 37,500
Y %5 — 25 | 25 | 90 | 32 =6
y |58 25-W25-10-3T = 3 g 37,500
7 1723 32-W32-10-4T = 4 32 | 32 | 102 | 40 33,900
MEW 25-W25-15-2T = 2 25 | 25 | 90 | 32 .5 10 - 5 =6 35,000
. -
32-W32-15-3T = 3 32 | 32 | 102 | 40 Yes Fig.6 30,000

BREOEEHDRETICDULT  Caution about the Max. Revolution
EoTREEGHU EICERIEIGE R ONIIK) FyTPBREORBEENELHHEIHYETOTIEREBLET,

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

D IREETEE std. Stock

D ZIELEE Made to order

O



MEW&! 71 —X 2 )L MEW Face Mil

??: —-4..\-':‘ | "

mH‘ -
D M1 Fig.1

~F3% Dimensions

~iE(mm) FLOA(C) 78 = | merae
B OE 7 | I Dimension RakeAnge |1 E| poax & | RREEH
Description stock o, 6 A.R )L? g Drawing (kg) (min-1)
Insert ¢D ¢D1 ¢d ¢ d1 ¢ d2| H E a b S (MAX ) R.R. i 8 Weight | Max. Revolution
MEW 032R-10-4T-M | @ | 4 | 32 | 30 35 -20° 0.1 33,900
16 | 14 | 9 19 |56 | 84
040R-10-5T-M | @ 5 | 40|34 B - 5 | m1 | 02 30,000
+ )
050R-10-5T-M | @ 50 | 45 40 -19° Yes Fig.1 0.4 22,500
22 | 18 | 11 21 16.3|104
063R-10-6T-M | @ | 6 | 63 | 47 0.5 20,500
MEW 040R-15-4T-M | @ 4 40 | 34 | 16 | 14 | 9 19 |56 | 84 0.2 25,000
050R-15-4T-M | @ 50 | 45 40 -21° 0.3 17,000
22 | 18 | 11 21 16.3|104 R = =1
063R-15-5T-M | @ | 5 | 63 | 47 15 | +10 Ves Fig 1 0.5 14,500
080R-15-6T-M | @ 27 25 | 7 |124 . 1.0 12,000
6 | 80 | 60 20 | 13 | 50 -20
080R-15-6T [ ) 25.4 27 | 6 | 9.5 1.0 12,000
BEEIEHOREICOLT  Caution about the Max. Revolution @  [EHEIERE sid. Stock
FEoTRBREGEHMU LICEERSEIGE RZONK) FYTOBRORBENELIHELHYETOTITEERBLES,
When running an end mill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.
HEEBEF V7T (TVRIIN7—RXIILELE) Spare parts and applicable inserts (End Mill / Face Mill
- Spare Parts BEFv7 Applicable Inserts
o507 LoF  |BEERSLEE| 7—/ A
" RARIY 21— Anti-seize HRILE
B & Clamp Screw piench Compound Mounting bolt
Description
D S .
% / N EEAR | DABEREomm
S General Purpose Low Cutting Force Tough Edge (Heavy Milling)

MEW  ----10-_T -

MEW 032R-10-4T-M SB-3065TRP | DTPM-8
040R-10-5T-M S MP-1 HHBx25 LOMUY LOMU LOMU
20ORTO0TM || FYTOITmEN LY 1004--ER-GM | 100408ER-SM | 100408ER-GH
050R-10-5T-M 1.2N-m -

————— 1| Recommended torque for insert clamp HH10x30
063R-10-6T-M

MEW --15-T -

MEW 040R-15-4T-M SB-4090TRP | DTPM-15 HH8x25 LoMU LoMU LoMU
OS0R15-4T-M 11 557552 it Lo MP-1 HH10x30 | 1505:-+ER-GM | 150508ER-SM | 150508ER-GH
063R-15-5T-M 3.5N-m
————— || Recommended torque for insert clamp
080R-15-6T(-M) I HH12x35

BEAT 2B LR (MP-1) 4, F v 7 2 BE T B8, 252722 2—DF — /N EE A LEIZE B LT BAES L, HEFUIHIR A =) P14
Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed. Recommended Cutting Conditions
| 7JEII¥1§|J Case Studies

SS400

° Eﬁ%gﬁﬁzﬁ Construction equipment's part
*Ve=250m,/ min
rapxae=4x20mm

+fz=0.14mm/t (Vf=1,350mm/min)
BT wet

*MEW32-S32-10-4T (418 H) 4 inserts
-LOMU100408ER-GM (PR1525)

SKD61 (45HRC)

- & BYER &R Mold Part
*Vec=100m,/ min
-apxae=3.5x30mm

+fz=0.1mm/t (Vf=400mm/min)

° iﬁ:_:t Dry

*MEW32-S32-10-4T (41 H) 4 inserts
-LOMU100408ER-GH (PR1525)

1Y) <F'HEHE=108cc/5 14 < T e E=42cc/4 (#kiE N T F)
PR1 525 Chip Removal Rate = 108cc/min PR1 525 Chip Removal Rate = 42cc/min (Further Milling Possible)
it @K (RS Hvy %) Y FHEHE=72cc/% it @L(RHy 5) 14 < T HEHE =21 cc/4 (N TA )
Competitor K (Positive cutter) Chip Removal Rate = 72cc/min Competitor L (Positive cutter) Chip Removal Rate = 21¢cc/min (Unable to continue cutting)
MEWI(33%Y) % EIF CHEESTREMIA T AT M TAER 1565100 L MEWI(S I TRERA2ME (7o 7o L ERI—F B2 27D T
XN IHI SN RIFEINTIE%EE2EN TE/, AR I TE 5T,
MEW showed stable milling without chattering at higher feed, improving the cutting efficiency by 150% MEW doubled cutting efficiency. Furthermore, MEW inserts have double number of edges (4-edge),
Burrs are prevented and excellent surface finish is achieved. which enables a drastic cost reduction

(2—4—#RDFEIZLS) User Evaluation (2—Y— R DFF@IZLS) User Evaluation




MEW nNewly Developed Mold Technology End Mil

MEWE&IAY R MEW Head

M1 ﬂ
! |
Y N p— -

i | R -

g A-AWTE

A-A Section

~F3% Dimensions
=& (mm) FLOA(C) 72 @ma | BEEEH
B OE = ¥ Dimension Rake Angle 7Fl = Fy 7 (min™)
Description stock 'f‘oftf A.R )Il,3§ Applizable MaT;gindle
nsert | ¢D |¢pD1|pd1| L | L1 M1 H B S (MAX.) R.R. 8 s e itin
MEW 16-M08-10-2T | @ » 16 |14.7| 85 | 43 | 25 | M8xP1.25 12 | 8 -22° 43,750
20-M10-10-2T | @ 41,000
20 [18.7/10.5| 49 | 30 | M10xP1.5 15| 9 5
20-M10-10-3T | @ 3 10 +7° 20" Vos LOMU1004| 41,000
25-M12-10-3T | @ 25 | 23 |12.5| 57 | 35 | M12xP1.75 | 19 | 10 37,500
32-M16-10-4T | @ | 4 | 32 | 30 | 17 | 63 | 40 | M16xP2.0 24 | 12 33,900
MEW 25-M12-15-2T | @ | 2 | 25 | 23 [12.,5| 57 | 35 | M12xP1.75 | 19 | 10 a5 35,000
15 | +10° | -22° LOMU1505

32-M16-15-3T | @ | 3 | 32 | 30 | 17 | 63 | 40 | M16xP2.0 24 | 12 Yes 30,000

EBEOEHOIRECIZDOULT  Caution about the Max. Revolution
EoTRELEGHU LICEGRIE/IGE R ONIIK) Fy T PBREORBEENELHHEIHYETOTITIERERBLET,

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

1|:'f|3|:$|':| & 5@%‘7‘ b4 7° Spare Parts and Applicable Inserts

@ | EEEFEE std. Stock

32-M16-15-3T

FyT oS5 TRfEM LY 35N - m ‘

For Insert Clamp, Recommended torque is 3.5 N-m.
I

1505 -ER-GM

ﬁﬂ |:'|=|':| Spare Parts ﬁﬁq“‘/j Applicable Inserts
ISVTRI)a— LoF BEfd EBHLEA] !
B B Clamp Screw Wrench Anti-seize Compound ‘
Description p
.,/ e
é ' A {EE A FAFEBICE @mum)
/ General Purpose Low Cutting Force Tough Edge (Heavy Milling)
MEW 16-M08-10-2T
20-M10-10-2T
SB-3065TRP DTPM-8 LOMU LOMU LOMU
20-M10-10-3T | Fy TS5 TR LS TN - m MP-1 1004--ER-GM | 100408ER-SM | 100408ER-GH
25-M12-10-3T For Insert Clamp, Recommended torque is 1.2 N-m. ‘
32-M16-10-4T
MEW 25-M12-15-2T SB-4090TRP DTPM-15 .y LOMU LOMU LOMU

150508ER-SM

150508ER-GH

Wﬁfﬁ%%tfﬂ] (MP-1)l&. FY7ZEETZH. 750 TRI) 2a— DT —/XEERLEISEC R LTITEAIEEL,

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

EV2T7—IVFRIN AyREEDRF Modular End Mil Head Identification System

MEW 16 - MO8 - 10 - 2T
[ [ _ _ T T

-4

Series

I

Cutting Dia.

RHHOORUE

Thread Size for Clamping

FyTHAX

Insert Size

PSE

No. of inserts

BHRADIFVTRI) 21— RELVFIEMLORTSZ2EK TS,

O MLORTSALUF « « o« « 1 8B (VTR - - 5E)
H288E (FVvy7Ee. - - ER)

@ MLORLVF

BLOFIIERBRDELYET,

KT TMLOR, LY FRERALETL, UREESPLY FEROMIEIENY,

= o o N o
9V TRV 21— DAL TELLBBNHENET,
Wrenches and clamp screws are “Torx Plus”.
1) See Fig. 1 for “Torx Plus” Wrench. (Blue grip)
2) See Fig. 2 for “Torx” Wrench. (Black grip)
“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.

B TRMLOR TSR L F(MEWRA)

Fig. 1 “Torx Plus” Wrench (For MEW)

E2 "L R, L F(MEWELZ(ZERART)

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

BE(YY7)

Blue grip

TRVORT SR L4 ZENF

The symbol means “Torx Plus.”

2&((5Vv7)

Black grip

TRLOR R ZENF

The symbol means “Torx.”



BT-J-'_I \ (’\“/ I‘&iﬁﬁﬁ ° 2E#DEEEE§E i‘jﬁﬁ) BT Arbor ( for exchangeable head/two face contact )

L T=I74Y
) N
L Gagetne saTo ks BaT —
(Gage Face) BETZFIN Applicable Arbor \ —
Applicable End Mill "\ ]
2 517 : Fﬂ
o o N |
(v s—2L—H=R) =
Coolant Hol .
| (ngatgr Tﬁrgugh System) —%ﬁ{j 2
s Attachment image
& Dimensions
=N
I3 Dimension (mm) (ZEHRX)
2—5vk Arbor
B o= = Fon (Two-face clamping) BEIVEIL
Description Stock Cc:olant Hole Applicable End Mill
L |¢D1|@d1| S | 21 | £2 M1 G
BT30K- MO08-45 @ 147 | 85 | 20 11 | M8xP1.25 MEW16-M08--
M10-45 o 45 | 18.7 (105 | 21 9 12 | M10xP1.5 fs BT30 MEW20-M10--
M12-45 ([ 23 | 125 | 24 15 | M12xP1.75 MEW25-M12--
BT40K- MO08-55 o 55 |14.7| 85 | 20 11 | M8xP1.25 MEW16-M08--
M10-60 o 60 | 18.7 105 | 21 12 | M10xP1.5 5 MEW20-M10--
9 BT40
M12-55 o 55 23 | 125 | 24 15 | M12xP1.75 Yes MEW25-M12--
M16-65 o 65 30 17 25 16 | M16xP2.0 MEW32-M16--
5 @  EEETEE std. Stock
IYRIILEMEL Actual end mil depth
oo/ [CS . . IYRILEEE (mm)
WE I FZIL Applicable End Mill Actual end mill depth
T—NBE
Arbor Description HDIE +i&
i3 Cutting Dia. Dimension
Description ¢D L1 M L2
] 5 BT30K- MO08-45 MEW16-M08-- ¢16 25 31.8 6.8
M10-45 MEW20-M10-- ¢20 30 36.8 6.8
M12-45 MEW25-M12-- ¢25 35 42.8 7.8
BT40K- MO08-55 MEW16-M08-- ¢16 25 31.7 6.7
M10-60 MEW20-M10-- ¢20 30 38.7 8.7
M12-55 MEW25-M12-- ¢25 35 44.6 9.6
M16-65 MEW32-M16-- ¢32 40 51.2 11.2
7= \Egga)ﬁﬁ Arbor Identification System
Arbor Size Iﬁﬁj‘-_“;t_\ nbﬂ’rx b)ba)Eé
Two-face Clamping Spindle Thread Size for Clamping Length from the Gage




MEW nNewly Developed Mold Technology End Mil

EDaT7—91 7 DELME

Advantages of the Modular MEW
(BT30 M/C (2E#IRE#) + I T&E: 20 MEWER TV RIILTHLLE)

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

» o V> - '
BWS—IS51
Low Gage Line
IoITHYERIE) V2T TS YV I TATITHEA,
RLCZEHLERE (30mm) IZHD D0 5T,

HEDLOT—IFAETOREREHIFE L
Modular MEW has a shorter distance from the cutting edge to the gage line,

compared to the MEW Shank, though the overhang length is the same.

[
~

EEUDKRILERS .
=& M/C (BT30/BT40%¥) ICKD
=HER - BT HhiAIEE
High efficiency of cutting on high speed M/C (BT30/BT40, etc.) due to the

*“/-\-'“/7 a ‘f 7° superior anti-chattering performance. High quality cutting is possible.
Modular MEW Shank

W& U P HI SR

Applicable to a wide range of applications

T—=I54 7 (BEMB)

Gage line (Standard Position)

<t] E'J %{* > Cutting Condition
- YIHIERE Cutting Speed : Ve=150m/min (n=2,390min™")

» — ) £
10 1 :5917—57’(7 « YA A Depthof Cut: ae=10mm (Eﬂﬂl Shouldering)
Modular - #% Bl ¥ workpiece Material : S55C., DRY
+ XY ¥ ¥ Machine: BT30 M/C

/ <1EFHI,E<> Tools

I
\ AN v R Head: MEW20-M10-10-3T
3 ) 77 — J\ Aror: BT30K-M10-45

YA AR E ap(mm)

& J’ F v 7 nset: LOMU100408ER-GM (PR1525) BT30 0) M/C EE
= .
R )L % Tooholder: MEW20-S20-10-3T mﬁml"”ulﬁﬁﬁ

0.05 01 015 02 025 0.3 7 — I\ Avor: BT30 S—YUY I Frv s (2 EHR) A wide range of applications even in
v BT30 Milling Chuck (Two-face clamping) BT30 M/C
) F v 7 mset: LOMU100408ER-GM (PR1525)

=W

High Quality Cutting

/ 3

Ve=150m/min (n=2,390min™"),
apxae=6x10mm (JB ML snoudering)
fz=0.15mm/t (Vf=1,075mm/min),
S55C, DRY, BT30 M/C

EEUHh

Chattering

)AL T
MEW Shank

ELLVEEAH

Smooth surface finish

€ 1543147
Modular

K2 MEW20-M10-10-3T RILS": MEW20-820-10-3T BT30DM/CTH.
/ Tor : i e "
7 BTa0K-M10-45 PE BT 51/ OEHR) ESULWLMTEDD

Arbor : BT30 Miling Chuck (Two-face clamping) Smooth Surface Finish even in BT30 M/C

9'—‘/7. LOMU100408ER-GM(PR1525) Fv7": LOMU100408ER-GM(PR1525)

Insert Insert



. ; “/7°§m$mﬁ How to mount an insert

1. Fy7TRAFIFEBDOUNCTEDT IS FERICBRELTULEEL,

2,

WO FIRIFVT RO 21— AT

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

ISV TRI)2—1d

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

@ F—/NEREAAUERICBEN EBH LRI Z B LTS,
Attach the screw (magnetc head) to the front end of the wrench.

@ Lo FSimaB(SEimaRld M a (LRI ES) ICET T,
Fu7 & REAFICECRLETEDS FHAAT SV @misR,
While lightly pressing the insert against the constraint surfaces, put the screw into the hole of the insert and tighten. (See Fig. 1.)

1#.M31aL(SB-3065TRP)I&Fv 7" EEIZF L.

RLZERSETMRILETOT.TEBIES L @es®),

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

BRABTHEMIITIZEW,

BRI = 6R—Y

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

TR F Yy T ERE RIS OXFFER,

RUOFy7AIEERERICBRBAAEO 2R LTZEL,
BRAHZEE(: BEFIRE ICEMIFTZEL,

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 according to the

above steps.

. '{' /—-'-7 74 7,\“/ I~ 0) E ﬁ;f How to Attach Modular MEW Head

LoF
Wrench

ISV TRIY a—

Clamp Screw

=2

Fig.2

1

AYRBEUT— N ORI CTRFNED

FBELTOWEBWI EZIHERLIEVL@isR),.
RS ICIIEBRIZEZRH LAELTEEN,

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. Ny REFP—NIZEE L. ANFTEAATLE SV (m228)0

3. BRI LTV DD, CHERCIEE

KR L3 |1 2TSRZSL,

Attach the head on the arbor and fix it using the wrench (Fig. 2).
See Table 1 for Recommended Torque.

EBRICZNFIERMELTEY EEA.

Note) The wrench is NOT included in the product

§1 Ny Fwﬁﬁﬁﬁt I‘) [47 Table 1 Recommended Head Torque

ZHHLRLE ZNFZHIB HRFE LY N m]
Thread Dia. Tolerance Wrench Width across flat Recommended torque
M8 12 23
M10 15 46
M12 19 80
M16 24 90

LM(E328)o

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

& ( % 6 H FFE Frequently Asked Question

Q ZEAREEOT7—/NE
SEEOBTEHICITEETH?

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

]

J

T EETS
 ZEERIEREOEHDESICI
BEOBTPZ—/INELTEEVLLEITET,

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

“HEHIROMRIEHY LAD
BEOBT7—NELTHEEVWIEITET,

It can be used as a general BT arbor, though the advantage
of the two-face clamping will not be shown.

ZEHER S ESIC

Two-face clamping arbor mounted
on two-face clamping spindle

E1

Fig.1

2

Fig.2

Fig.3

ST~ zxenl

No clearance

FP—NERELIES

BREEHT
BNFEH BV LETE
Ensure there are NO chips between the
arbor and head

ZRNFYAZELT
HRENMLIIER1ZSR

See Table 1
for the wrench size and recommended torque

S~zxeHY

Clearance

ZEMRIEA G EEIC
KP—NERELIEE

Two-face clamping arbor mounted
on general spindle

10



MEW Newly Developed Mold Technology End Mill

MEWHE! TYRIIL(ELHEHNDI—F 2 FR—IL{FE) MEWH End Mill Coolant hole for bottom insert

WA () A.R. (MAX.) R.R.
Rake Angle +13° _20°
9 O E it
) e 8 00000 T
7@.@3\ o
X 3 Fig.3
L1
L
1 Fig.1
T Ne—— T
X 4 Fig4
L
K2 Fig.2

~F3i% Dimensions

+i o _ 4 EK m Spare Parts
3% Dimension (Mm) 1, 7?:;/77\37 e vlvyar‘: Aﬁ_ﬁ_ scletﬁud
1 T | T5 | BB | W ‘?% ¥ o amp Screw renc nti-seize Compount Ao
D§= ) t§ Stock | No. of | No. of | No. of iﬁ :b; 3 o Aﬁl.n: I/7rt
escription Flute | Stage | Insert ¢D ¢d Ll s i g a , / ppiicable Inse
8 —
i E S
MEWH 025-S25-10-3-2T | @ 3 6 | 25|25(120| 37 | 28 1
032-532-10-4-2T | @ | 2 | 4 | 8 |32 130/ 46 | 37 Fig1 | SB-3065TRP | DTPM-8
s MP-1 | LOMU1004-
040-832-10-5-2T | @ 5 10 40 82 140| 57 | 46 2| | Fy7o5 7RI LY 1.2N'm
040-S32-10-5-3T . 3 15 Fig.2 For Insert Clamp Recommended torque is 1.2 N-m.
MEWH 040-532-15-4-2T | @ | g | 4032 o | | SB4030TRP | DTPM15
050-S42-15-4-2T | @ 4 50 | 42 160| 63 | 53 vos | Fig2 | [F9775 7RG M2 35Nm MP-1 LOMU1505:
050-S42-15-4-3T . 3 12 For Insert Clamp Recommended torque is 3.5 N-m.
MEWH 025-W25-10-3-2T| @ 3 6 |25|25|95|37 |28 3
032-W32-10-4-2T| @ | 2 | 4 | 8 |32 108| 46 | 37 Fig3| SB-3065TRP | DTPM-8
s MP-1 | LOMU1004-
VIO TEE TS F | s 1% 0122 410l 57 | 46 4| [F9725 TR LY 12Nm
040-W32-10-5-3T . 3 15 Fig.4 For Insert Clamp Recommended torque is 1.2 N-m.
MEWH 040-W32-15-4-2T| @ 5 8 40 | 32 |125 - . SB-4090TRP | DTPM-15
050-W40-15-4-2T| @ 4 50 | 40 1135 63 | 53 vos | Figa | [Fv7055 7B L2 35Nm MP-1 LOMU1505--
For Insert Clamp Recommended torque is 3.5 N-m.
050-W40-15-4-3T| @ 3 12 ‘
BEfS ZBA LR (MP-1) (5. F Yy 7R EIE T 2. 770 TR ) 2—DT—/\Ee R UEBISEEBA LTITEAIEEL, @ : RAETERE Std. Stock
Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed. ?’Eﬁtﬂ‘ﬁﬂ %ﬁ: _» P14

Recommended Cutting Conditions

MEWHELES F v 7 12 2WTDER Applicable insert for MEWH

FRILY B Toolholder Description
Fv7 nﬁlﬂ_'\iﬁ MEWH:--10--- MEWH:--15--
Insert Location Indication
a—7 R (rg) corner R(re) a—7 R (re) cormner R(re)
et X 0.4 0.8 1.2 1.6 2.0 0.4 0.8 1.0 12 1.6 2.0

Bottom Edge

XEPFE?}] 0.4/0.8 0.4/0.8 0.4/0.8 0.4 0.4 04~16|04~16/04~16|04~16|04~16/0.4~ 16

Middle Edge

KPR (CRRDI—FR(re) KOKREFI—FR(re) DF v I ZER T D& BRIV ICRDEFDEI D DERIEDERENKELIEDIcSH.
HEHLFE Ao

For Middle Edges, 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.

11



MEWHE! S x LI (Z—F 2 blR—IL#3 L) MEWH Shell Mill (without coolant hole)

VA () A.R. (MAX.) R.R.
Rake Angle +1 3° _20°
.¢d
b ¢d
L
!
w . |
© w
| T
! o T
| »
P e
g2
X1 Fig.1 M(DD B2 Fig.2
<Fi% Dimensions
E | EQ *H %BlﬁlSparePans
B | %% 3% Dimension (Mm) | 9507 LyF BEftE | Ay SERM
B B R A7Ya— Wrench B LEFl RV s A, °
12185 % Clamp Screw Anti-seize Compound| Mounting bolt aFv7
Description ;‘,3) [ g E g o = Applicable Insert
5| % |% |¢D|pd|edl¢d2 H | E|a|b|S| & ’/%
JHE S 7| B
MEWH 040R-10-4-3T-M (@ 4 112|40(16|15| 9 |53|19|5.6/8.4| 37 SB-3065TRP | DTPM-8 HH8X25
3 Fig.1 #9775 7B@HML7 12Nm|  MP-1 LOMU1004--
050R-10-5-3T-M | @ 5115(50(22|18|11|64|21|6.3[10.4 46 |9 Fornsert Clamp Recommended forque s 12N+, HH10X30
MEWH 050R-15-4-3T-M (@ 4 112(50(22|18|11|70|21|6.3/10.4 53 HH10X30
3 3
063R-15-3-3T-M | @ 3|9(63/27/20(13|58|24| 7 |12.4 41 1 B-4090TRP | DTPM-1 HH12X35
gt | S 0907 >l Mp-1 LOMU1505--
080R-15-4-4T-M | @ | 4 1680322618 (70|28 | 8 (14.4 Fy797 v TREEM LY 35Nm HH16X45
4 53 - | ForInsert Clemp R torqueis 3.5 N-m.
100R-15-4-5-M (@ | 5 20(100[40|55| - |74 |33 | 9 [16.4 g -

@ : REELEE Std. Stock
HESZYIHI SR =9 P14

Recommended Cutting Conditions

W%‘Eﬁ%ﬁﬁtﬁﬂ (MP-D & FYTREET B 7TV TR 2—DT— /B LEBISEC R LTITERAIZEL,

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

12
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MEW Newly Developed Mold Technology End Mill

ﬁq' w7 Applicable Inserts

EESEOER KSR - &2 M carbon Steel / Alloy Steel *
Classification of usage P ﬁggm Mold Steel *
F=ZT AP RRATV LA (SUS304%) Austeniiic Stainless Steel * Ad
*:‘7%‘?.’_71[]1/$1 _%m M | DT HM FRRAT VLR (SUS403ZE) Martensitic Stainless Steel pie *
Z)U%T;T];j;;(:;; *ﬁ'ﬂjﬁft%xi"/ I/Zﬂ Precipitation Hardened Stainless Steel *
ROL:Ig’)I’:‘iﬂg/Qﬂd Choice K h?_&ﬁﬁ Gray Cast Iron *
.H: ﬁ:'t”:/%.' 1§}R 9'77‘fllrﬁ$ Nodular Cast Iron * ﬁﬁﬂvby’
Finishing / 1st Choice Applicable Toolholder
Ot EIF/8E2:8R N | FESEE Non-ferrous Metals
Finishing / 2nd Choi
(;EEI$Z5HRZi;T®%ﬁ) s ﬂiﬂ?‘&%ﬁ (ngﬁg{'ﬁﬁ) Heat Resistant Alloy (Ni-base Heat Resistant Alloy) * ¥
(In case hardness is under 45HRC) 9"9‘/6‘@ (Ti-6A|-4V) Titanium Alloy >* *
H | BfEEM Hard Materials 0
~i% (mm) CVDI-71v4
iz IR B FE Dimension (mm) > MEGACOAT NANO CVD Coeted Carice
et pesarpton A| T |#d| w| z |re [PR1535 PR1525 | PR1510 | CA6535
LOMU 100404ER-GM 21|04 [ ] [ ] (] [ J
100408ER-GM 1.7 08 [ [ ] [ J [J
PP PP PP— MEW...-10..
100412ER-GM | 6.6 | 4.0 | 3.4 [10.9| 1.3 | 1.2 [ ] [ ] (] [ J MEWH...-10..
100416ER-GM 1.01.6 [ ] [ ] [ ] [ ]
100420ER-GM 1.0 2.0 [ ] [ ] (] [ J
LOMU 150504ER-GM 2204 [ [ ] [ J [ J
150508ER-GM 1.8 /0.8 [ [ ] [ J [ J
150510ER-GM 1.6 1.0 [ ] MEW...-15
—— 9.2 56|48 |15.7 i
150512eR-GM | 2 | 28| 4B 1T () [ [ MEWH...-15..
R 150516ER-GM 1.0 1.6 o [ J [ J
General Purpose 150520ER-GM 0.6 | 2.0 [ ] o [ )
MEW...-10..
LOMU 100408ER-SM | 6.6 | 4.0 | 3.4 |10.9/ 1.7 | 0.8 [ ] [ ] (] [ J MEWH...-10..
MEW...-15..
(BB A LOMU 150508ER-SM | 9.2 | 5.6 | 4.8 |[15.7| 1.8 | 0.8 [ J [ ] [ ] [ ] MEWH...~15..
Low Cutting Force
MEW...-10..
LOMU 100408ER-GH | 6.6 | 4.0 | 3.4 |10.9| 1.7 | 0.8 [ ] [ ] ([ J [ J MEWH...~10..
HFEELE MEW...-15..
(EEI4IA) LOMU 150508ER-GH | 9.2 | 5.6 | 4.8 |15.7| 1.8 | 0.8 [ ] [ ] (] [ J MEWH...-15..
Tough Edge (Heavy Milling)
@ : RAETERES Std. Stock
‘LOMU"'ER'GM@EﬁU’H 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
0405 HY) TERSHL 1005 HY 120E55HY [y 160L5HY 2005 HY
04 Marking on Insert 08 Has No 10 Marking on Insert 12 Marking on Insert 16 Marking on Insert 20 Marking on Insert
Dimension Marking

.7‘]/ —73 EEFE gﬁ EI (E?J[I I) Applicable Chipbreaker Range (Shouldering)

® LOMU10%-1 7'LoMu10 type
GM
10 15
= £
& \ £
0 GH 10
g 6 \ 8
BN BN
= <6
= 3 B
3

0 LOMU15%4 7’ Lomu15 type

GM

\

GH

005 0.1 0.15 02 025 0.3
— R L7 DK EBfz(mm/t)

Feed per Tooth

005 0.1 0.15 02 025 0.3
— YY) DK Efz(mm/t)

Feed per Tooth

(ENHIZ ) Cutting Conditions

Vc=150m/min ae=¢D/2 # K+ :S50C
Workpieces Materials



MEWEY/MEWHE!
ﬁﬁtﬂ ﬁ'J %14: Recommended Cutting Conditions

%Y fz(mm/t) HRF v 71 1E (VIHEE Ve m/min)

. feid Recommended Insert Grade . .
7|" § #HIHT Too\hg\-\d}:r%e%ﬁptions MEGACOAT NANO Cc\;/\lgDCga;:g;biie
ns e MEWH025~MEWH050 | (ZD D

MEW16~MEW18 | AEN2ILEWE. (\IALTEE) PR1535 PR1525 PR1510 CA6535
Zfﬂ éi"ef(‘élxc) 0.06~0.1~0.2 | 0.08~0.15~0.25 | 0.06~0.1~0.2 = 120~1§0N250 = =
ﬁ(fi?ggﬁ)m) 0.06~0.1~0.14 | 0.08~0.15~0.2 | 0.06~0.1~0.14 - 100~1’g0~220 - -
ﬁ%ﬂéj‘é%"ﬁ‘i’m 0.06~0.08~0.12 | 0.08~0.12~0.2 | 0.06~0.08~0.12 - —_— ZBN 180 - -
g:;%iﬁf(f:gé) 0.06~0.1~0.17 | 0.08~0.18~0.25 | 0.06~0.1~0.17 - - 120~1§0~250 -

o Niﬁifé'ﬁ%fﬁ%%; 0.06~0.08~0.12 | 0.08~0.15~02 | 0.06~0.08~0.12 - - . oo~1§0~200 -
A-A7FAPRATYLAR(SUSI4B)] 0.06~0.08~0.12 | 0.08~0.12~0.15 | 0.06~0.08~0.12 100~1<§0~200 100~17§0~200 - -
S S S (SUSA05B) 0.06~0.08~0.12 | 0.06~0.12~02 | 0.06~0.08~01 150~2§0~250 - - 180~2§0~3OO
i’f:ﬁlﬁﬁ:;;ﬁgggiﬁf) 0.06~0.08~0.12 | 0.08~0.12~02 | 0.06~0.08~0.1 90~1§)~150 - - -
NEWHES ot Aoy 0.06~0.08~0.12 | 0.08~0.12~0.15 | 0.06~0.08~0.1 20~:§)~50 - - 2o~§)~50
?ﬁiﬁ;ﬁﬁ?ﬁ%ﬁi’% 0.06~0.08~0.12 | 0.08~0.15~0.2 | 0.06~0.08~0.12 40~§6~80 - 3o~$o~7o -

L L étse’;"‘glxc) 0.06~0.1~0.17 | 0.08~0.15~0.2 | 0.06~0.1~0.17 - 120~1§0~250 - -
ﬁﬁﬂe(jggfgm) 0.06~0.08~0.12 | 0.08~0.12~0.18 | 0.06~0.08~0.12 - 100N17§0N220 - -
&%ﬂg'@%‘/‘,ﬁ‘fﬁ?@ 0.06~0.08~0.12 | 0.08~0.1~0.15 | 0.06~0.08~0.12 - —_ Z\BN 180 - -

o A-A7FAMRATY LAR(SUSI4B)] 0.06~0.08~0.12 | 0.08~0.1~0.15 | 0.06~0.08~0.12 ; oo~1go~2oo ; 00~1i§0~200 - -
;}abrt;e-:sz: gt:::s-s/ ;Z(jﬂ (SUS405%)) 0.06~0.08~0.12 | 0.08~0.1~0.15 | 0.06~0.08~0.1 150~2§0~250 - - 180~2:0~300
g@fﬁlﬁﬁ:@éﬁgaﬁ&iﬁ;ﬂf) 0.06~0.08~0.12 | 0.08~0.1~0.15 | 0.06~0.08~0.1 90~1§)~150 - - -
mfﬁ%gﬁmsmt Aoy 0.06~0.08~0.1 | 0.08~0.1~0.12 | 0.06~0.08~0.1 20~;§)~5o - - 20~1§)~50
%;:fﬁg'ﬁ?'ng)) 0.06~0.08~0.12 | 0.08~0.12~0.15 | 0.06~0.08~0.12 40~g6~80 - 30N§)~70 -
gﬁﬁ gg;c(gxxc) 0.06~0.1~0.2 | 0.08~0.2~03 | 0.06~0.1~0.2 = 120~1§0~250 = =
3(?223?8%3)&0) 0.06~0.1~0.14 | 0.08~0.2~0.25 | 0.06~0.1~0.14 - 100N1i§0~220 - -

o ﬁiﬂg"‘ggﬁaﬁm 0.06~0.08~0.12 | 0.08~0.15~022 | 0.06~0.08~0.12 - 80~1Z%~ 180 - -

A ATTAIRATYVAMSUSINB)| 0,06~0.08~0.12 | 0.08~0.12~0.15 | 0.06~0.08~0.12 - 1oo~1§0~200 - -
é?i’éiﬁﬁi% 0.06~0.1~02 | 0.08~0.22~03 | 0.06~0.1~0.2 = - 120~1§0~250 -
ﬁ;j;’é‘gﬁ:ﬁgg 0.06~0.08~0.15 | 0.08~0.18~0.25 | 0.06~0.08~0.15 - - 100~17§0~200 -

KYDHI SRR ORF ISHEE YR SO OMEZ R L E T, REOIMTRIRICISC T YIHIERE, %) %=

HERNTHEL TS,
XMEWE TENEMASE, F&/rEE(PTRIN T2 HELE
MMEWHE TIERT Y LA NIEMRASE. FY AR ISR MT 2 HE
Bold numbers in the graph indicates the most recommended value of feed (f). 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.

BN—FHIL (TS5 P)IMIIZDULT vertical miling
e) \\\—7'7])[/ (705 V:/) jJDI ‘iﬁ[ﬁETT Available for vertical milling

KB Y B TR
% : 1st recommendation < :2nd recommendation

BRSO EHAAYAILINTIZDOWLT

Ramping and Helical milling

o B A ANVAILINTIZ, 4

A

o

IN— '7"7]"/ (7°5V§) 7JI]I Vertical Miling

Fy TR R KEVHAL (ae)
Insert Description Maximum Width of Cut (ae)
LOMU10%Y 5mm
LOMU15%Y 7mm

Bt e Fy 7 RITEHAFHT
BHRMIAATY

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

t]J Ei']'ﬁ'éjj Cutting Performance

o o
OLOMU1004%17 ®LOMU1505%17
B B | ENIOBE WAsiEae-0D20K) BENMIOBE B & |ENIoOSEwRslEe-0D208) BNIOBE
Description Shouldering (ae=¢D/2) Slotting Description Shouldering (ae=¢D/2) Slotting
ap(mm) ap(mm)
T T T 1 T
MEW16°-* wa_'__r_T_T_ r
-108¢ 20Tt T T MEW25- - - r
MEW18-+ - et 1] 158! }
-10m N 2 =
01 015 02 025 01 015 02 025 MEWS50¢ - =
Y fz(mm/t) Y fz(mm/t) -158 =
ap(mm) ap(mm) !_
10 10
MEW20- - - T T T T 0.1 015 02 025 01 015 02 025
8 gbr——— #*Y fz(mm/t) #Y fz(mm/t)
-108Y fﬁ 6 ’g s r—r _ 11: _ T _
2 %, g;u,_:__r_ i ap(mm)
MEWS50-+ - ) < | NI | T T T
108 [ %o Foll MEWO040R WLCCTZTTT]
01 015 02 025 01 015 02 025 eee 22—t —1+— 1
%Y fz(mm/t) #Y fz(mm/t) -158¢ o :_ r_.'t_l_
PN
ap(mm) 1§ ;s—h—.'__ _+_
MEW20-S20 T T T 1 MEWO80R- « * Fo e — 4 — 4 >t -
-10-150-2T T T T 1580 aps b —f —+——+ -
26t — - — 1 e HE—+—+— 1+
MEW25-525 e —r ol 1
10-170-2T Ml T 01 015 02 025 01 015 02 025
(v 2) ap2 MHE—1t—1+—% Y fz(mm/t) #Y fz(mm/t)
Ty L L L
z 01 015 02 025 O T ot o0z oz
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