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Advantages

Full 2-Edge Line and Stability Improved

Low Cutting Resistance and Long Shank Type
is available

Tools with Larger Cutting Dia. than Shank Dia.
are available and No Shank's Interference even
at High Wall Shouldering

Stable and Long Life by New Grade PR830/PR905

Good Chip Evacuation even at Slant Milling
and Drilling

[6] Good Durability due to Silver Coat

l Cutting Resistance
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B Wear Resistance
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%E%[D] New PVD Coat Grade for High Speed Machining
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Suitable for High Speed Machining
Good Wear Resistance
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@ Toolholder Dimension
. . Spare Parts
= o Dimension (mm) Rake Angle P Ao
S 3|3 o Clamp Screw Wrench Corrllssmi
Description S |5 |5 s
A s 2
s | Z|eDled| L | ¢ |S|Si|ARIRR|® e R oy
LAl :g:g:g : 1? 16 (120| 31 | 19 [4.5 [+11°| -11° SB-2040TRG FT-6 -
20-S20 [ ] 20 .
20113013522 | 6 -9 SB-2555TRG - DT-8
S| Ees Tel*|.[s
e - 2 25 |140| 40 | 28 |7.5 -A1° SB-3070TRG - DT-10 | MP-1
c -
P omwm lel s
33-532 ° 33 | 32 150| 50 | 36 | 9.5 -9 SB-4070TRG - DT-15
40-S32 o 7 40 160 |55 |42 |7.5 -11° Fia2 SB-3070TRG - DT-10
50-S42 [ ] 50 |42 (17070 | 54 |9.5 -9 o SB-4070TRG - DT-15
< | MEY 16-S16-140H | ® 16 |16 [140|51 |19 [4.5 [+11°|-11° SB-2040TRG | FT-6
£ 20-S20-150H | ® 4|0 20 |20 (150|53 |22 | 6 -9 Fiod SB-2555TRG - DT-8 MP-1
2 25-S525-170H | @ 25 |25 [170]70 |28 |7.5 |+13°|-11°| ' | SB-3070TRG | - | DT-10
— 32-S32-180H | ® 32 |32 |1180|80 | 36 |9.5 -9 SB-4070TRG - DT-15
MEY 16-S16-190 | @ 16 61 \ ,
. -11 - - -
17-S16-190 ° 17 16 {190 31 19 |45 +11 SB-2040TRG FT-6
x 20-S20-200 o 20 63 .
E 21-520-200 |® | 21|20 205522 | © 9 fo SB-2555TRG | - DT-8
) 25-S25-220 | @ 25 80 A
o 2 25 |220 28 |7.5 -11 SB-3070TRG - DT-10 | MP-1
Bl mmalsl |*In® PP,
Adlm } -9 . - DT-15
33-S32-230 | @ 33 |32 |23050 |36 95 $B-4070TRG
40-532-240 | @ | 40 240(55 |42 |75 -11° || SB-3070TRG - DT-10
50-S42-250 | @ 50 |42 |250|70 | 54 |9.5 -9’ | 9°| sB-4070TRG | - | DT-15

« S1show the edge length of the complete 2-flute part.

@ : Standard Stock



@ Applicable Insert Engmil Applicable Insert
ndmi ;
JOMT...ER-D GOMT...ER-D Side Edge  |fEFAMSI| Center Edge  |fEFRMEN
7 MEY 16-S16(-)
é 17-516(—) | (=) JOMTO08T208ER-D GOMTO08T208ER-D
R 20-S200) | 0017100308ER-D GOMT100308ER-D
T 21-S20(-"+*) 3
g 252525 sl JOMT13T308ER-D GOMT13T308ER-D| 1
Q| = l’ﬂl 26-S25(-)
K 2 32-S32(-)
0 an cnn/ | JOMT160408ER-D GOMT160408ER-D
! A Side Edge Center Edge 33-332(-)
40-S32(----) | JOMT13T308ER-D 6 GOMT13T308ER-D
50-S42(----) | JOMT160408ER-D GOMT160408ER-D
. . Insert Grade
Description DlmETEE (i) gl PVD Coated
T ¢d w R a B PR830 PR905
JOMT 08T208ER-D 5.14 2.78 2.3 8.5 [ J [ J
100308ER-D 6.42 3.18 2.8 10.2 o o [ J [ J
13T308ER-D | 8.05 3.70 3.4 13.2 08 17 13 ° °
160408ER-D 9.67 4.76 4.4 16.7 (] (]
GOMT 08T208ER-D 5.21 2.78 2.3 8.7 [ J [
100308ER-D 6.56 3.30 2.8 10.7 13° 17° ([ o
13T308ER-D | 8.36 3.85 3.4 13.2 08 ° °
160408ER-D 10.03 4.76 4.4 16.7 (] o
@ : Standard Stock
€ Recommended Cutting Conditions
Feed Rate (mm/tooth) Insert Grade (Speed)
Work Material
. . . PVD Coated
Drilling Shouldering - Grooving
PR830 PR905
Stainless Steel 0.08~0.12 0.05~0.15 100~180 -
Carbon Steel 0.08~0.15 0.05~0.25 120~200 -
Alloy Steel 0.08~0.15 0.05~0.25 100~180 -
Metal Mold Steel 0.08~0.12 0.05~0.15 80~150 -
Cast Iron 0.05~0.2 0.05~0.25 - 100~200
H Drilled Hole Bottom Shape
Cutting Dia. Cutting Dia.
[— | | —
(4] ! © !
¢ 16~ ¢33 ¢ 40, ¢ 50
Cutting Dia. | ¢16,617 | ¢20,¢621 | ¢25,426 | ¢32,¢433 ¢ 40 # 50
a (mm) 0.5 0.64 0.85 1.12 1.54 1.65




MEY Type

H Cutting Performance of MEY Type [#%Hl$4 : S50C]

Clljjt.ting Description Overhang Length Cutting Description Overhang Length Shape
ia. Dia.
MEY16-S16 31 | [~61] |(#E2S) MEY25-S25 40 | [~70] |(#E3S)
#16 | MEY16-S16-140H - ~61 | [~91] | ¢25 | MEY25-S25-170H - 70 |[~100] / \
MEY16-S16-190 - 61 ~91 MEY25-S25-220 - ~80 | ~100
. MEY17-S16 31 | [~61] |(#EZS) 26 MEY26-S25 40 | [~70] |(HEZ4)
¢ MEY17-S16-190 31 ~61 ~91 ¢ MEY26-S25-220 40 ~70 | ~100
MEY20-S20 35 | [~65] |(H#3E4)) MEY32-S32 50 |[~80] |(#t3E51)
$20 | MEY20-S20-150H - ~65 | [~95] | ¢#32 |MEY32-S32-180H - ~80 [[~110]
MEY20-S20-200 - 65 ~95 MEY32-S32-230 - 90 ~110
01 |MEY21-S20 35 | [~65] |(H3E4)) 24 MEY33-S32 50 |[~80] |(#3&5)
¢ MEY21-S20-200 35 ~65 | ~95 ¢ MEY33-S32-230 50 ~80 | ~110
[ IRBETTERDER. 40 MEY40-S32 55 | [~85] |[~115]
ML DEEBEREHEVDTTERE TS, ¢ MEY40-S32-240 55 ~85 | ~115
5o |MEY50-S42 70 [[~100]|[~130]
¢ MEY50-S42-250 70 ~100 | ~130
L H At Shouldering (VIATEW= D/20DEF) H At Grooving
Description B EBHOHFW=0D/4 M At Slant/Helical Milling
d (mm)
10 :
MEY16-S16 g g
MEY17-S16 Q Q9 s
0.05 051 0.15 0.2 0%25 0 0.05 01 0.15 05.2
Feed Rate f(mm/H) Feed Rate f(mm/H)
MEY20-S20 g S
MEY21-S20 2 2
0.05 031 0.15 0.2 0.25 0.05 01 0.15 0.2
Feed Rate f(mm/¥) Feed Rate f(mm/¥)
MEY25-S25 g g
MEY26-S25 3 g
0 0.05 051 0.15 0.2 0.25 0.05 01 0.15 0.2
Feed Rate f(mm/H) Feed Rate f(mm/¥)
MEY32-S32 T S i e S A S 9
MEY33-S32 Q20 [ B 2
0 0.05 0?1 0.15 0:2 0.25 0.05 01 0.15 0.2
Feed Rate f(mm/H) Feed Rate f(mm/H)
MEY40-s32 | ¢ S
a p a
0.05 031 0.15 0.2 0.25 0.05 05.1 0.15 0.2
Feed Rate f(mm/¥) Feed Rate f(mm/¥)
MEY50-S42 9 g
o a
0.05 Of1 0.15 0.2 0.25 0.05 Oi1 0.15 0.2
Feed Rate f(mm/¥) Feed Rate f(mm/¥)




M Drilling Depth (2% - OV JA\v K - OVI Y v OHE : S50C)
MEY16-S16 MEY20-S20 MEY25-S25
MEY17-S16 MEY21-S20 MEY26-S25
d(mm)
25
Z £20 £ ot
a1 815 [ a
2 o o
= £10 | £
Feed Rate 0 Feed Rate 0 H Feed Rate
f(mm/3) 0.05 0.1 0.15 02 f(mm/¥X) 0.05 0.1 0.15 02 f(mm/¥)
MEY32-S32 H v
MEY33-832 MEY40-S32 MEY50-S42
d(mm) d(mm)
50 : 50 -
H g
a a
g 2
5 5
0 oios 0.1 0.15 0.2 I?e(%dmlj%)e 0 ofos 0.1 0.15 0.2 I?e(%dmlj%t)e 0 ofos 0.1 0.15 0.2 I?e(%(iml?%t)e

Hl How to MEY Type

Material
¢ For Stainless Steel, Wet Cutting is
Recommended
Cutting Dia. | Max. Depth
$16 13
$17 13
$20 17
o21 17
$25 22
$26 22
¢ 32 29
$33 29

¢ Drilling Conditions shall be Calculated as
One Edge Line

¢ Use Compressed Air during Drilling
¢ Use Step Feed Method for Sticky

Shouldering

No Interference
——

#d

B B ¢D | ¢d (ru1R)

MEY17-S16 17 16 ]
MEY21-S20 21 20
MEY26-S25 26 25
MEY33-S32 33 32
MEY17-§16-190 | 17 16
MEY21-S20-200 | 21 20
MEY26-S25-220 | 26 25
MEY33-S32-230 | 33 32
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¢ Tool with Larger Cutting Dia. by 1mm
than Shank Dia. is available

8T

Slant Milling - Helical Milling

e Ramping Angle shall be Under 8°

¢ Plunge Depth per Revolution at Helical
Milling shall be Under 1/2 D

e Use Compressed Air during Machining

HMHow to Find Factors at Helical Milling

Tool's

Cutting Dia.

Depth

How to Find "oDS"

#DS=¢DL-¢D

How to Find "h"

h=nx@DSxtana

(o shall be Under 8)




B Case Study

S50C

- Jb—h

-+ V=180 m/min
(N=2300 min~")

- dXW=6X7 (mm)
(NUAI2® k)
+ F=830 mm/min
(f=0.18 mm/H)

g5

- MEY25-525
- JOMT13T308ER-D
(PR830)
- GOMT13T308ER-D
(PR830)

@79 (Bi@7V) —~ 9 93ITHEK

S500C @&»)

- 73— U7 NEERG
+ V=118 m/min

- BT

- EHINT

5

+ MEY50-S42
+ JOMT160408ER-D

+ GOMT160408ER-D

(N=750 min™")

d=3 mm
F=180 mm/min

d=3 mm
F=40 mm/min

(PR830)

(PR830)
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+ Ultla Drill Mill could machine even at f=0.18 mm/tooth
(F=830 mm/min) comfortably without vibration.

Evaluation from the user

Ultra Drill Mill enhanced the machining efficiency greatly

Evaluation from the user

SCM440H

- IS4 K"A4—=Ib
- V=125 m/min
(N=2000 min~")
- d=5mmiFE X3/\R
(67PN
- F=600 mm/min
(f=0.15 mm/XN)

g5

- MEY20-S20

- JOMT100308ER-D
(PR830)

- GOMT100308ER-D
(PR830)

15mm B (5mmX3/{X)
(65F7)

15

SKT4

- JOvo

+ V=110 m/min
(N=1400 min~")

- RO HIMNIT+EINT

+dXW=5X10mm

+ F=518mm/min
(f=0.185mm/H)

- ZZHUE : 70mm

- B2

- MEY25-S25

- JOMT13T308ER-D
(PR830)

- GOMT13T308ER-D
(PR830)

FeiEd i1

165

100 -

PIRIS —> © 3E#ER L

Competitor's could not machine 20 works, but Ultra Drill
Mill could machine than 20 works, stably.

Evaluation from the user

Even at higher feed rate, comfortable machining was
available without vibration.
Machining efficiency became higher.

Evaluation from the user




