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Superiority of Modular type
(BN30IM/Cl(2 iR ) EIMITER o200 MEW B T/ R = LIC D LEER)

(BT30,M/C (two-faceclamping{spindle) . +Cutting Dia.i:{¢p20,Comparison|with| MEW,End|Mill)
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Modular type
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NG RAT
Shank type

BURHBULRTICEMD DS T,

Modular type has shorter distance from the cutting edge to the gage line, compared to Shank type,

though the overhang length is same.
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EEUDIRRHES . E5FEM/C (BT30/BT40%) CHEEEE - ERAINNIHAIEE
High efficiency cutting on high speed M/C (BT30/BT40, etc.) due to the superior anti-chattering performance.
High quality cutting is possible.

® 'I]E,ZA- L\w‘ﬁuﬁﬁﬁ Applicable to a wide range of applications
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<tJJHIZR4E> Cutting ondition
- YIHIRERE : Ve=150m/min (n=2,390min™)
- A 1 ae=10mm
(/BINL Shouldering)
- #HHlI#1 Workpiece Material : S55C. DRY
- ¥ Machine: BT30 M/C
<fEFATIE> Tools
- EJ25—547 Modular type
AWK Head: MEW20-M10-10-3T
—/) X Arbor: BTSOK-M10-45
Fw7 Insert: LOMU100408ER-GM (PR1525)
2>/ A7 Shank type
L% Toolholder: MEW20-S20-10-3T
77—)\ Arbor: BT30 =—UJF v (2 EHER)
BT30 Milling Chuck (Two-face clamping)
Fw7 Insert: LOMU100408ER-GM (PR1525)

BT30MDM/CTH. MELLIIIESE

A wide range of applications even in BT30 M/C



® %—L‘huIlﬁﬂﬁ High quality cutting
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Smooth surface finish
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Chattering

®217—3147 NG RAT
Modular type Shank type
AWK Head : MEW20-M10-10-3T L% Toolholder : MEW20-S20-10-3T
77—\ Arbor | BT30K-M10-45 7—)\ Arbor : BT830 =—U>JF w7 (2EHAER)

BT30 Milling Chuck (Two-face clamping)

77 Insent: LOMUERRREERGM(PR 1 588] F w7 Insert: LOMU 1 00408ER-GM (PR1525)

Ve=150m/min (n=2,390min") , apXae=6x10mm (BI1L Shouldering)
fz=0.15mm/t (Vf=1,075mm/min), S55C, DRY, BT30 M/C

Ef$DBT30DM/CTH, ELWLE LEDD

Smooth surface finish even in lower rigidity BT30 M/C

® ﬂ ;&ODJEL‘ l:d:%ﬁ L\ﬁlﬂ' How to select Multi-edge or Less edge toolholder
JBI0I shouldering (a,=10mm) BI0T Grooving
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° :E:JILE_Q’rj JJI]IEJ'H“E%# Available Cutting Condition of Modular type
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Condition for 2-edge .
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Available Cutting 2
2 Condition for 3-edge
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Choose Multi-edge toolholder for shouldering; higher efficiency in cutting by higher feed rate.
For grooving, choose Less edge toolholder to lower cutting force.
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A-AUATE
A-A Section
.T_rif Dimensions
ILVA h
}J;& T.r 5E Dimension (mm) Rake Angle 7—5"J|‘ Eﬁ' @EZ—E
gg E EE No. of ° m_)b 3’-‘y7 Max %Eindle
D Stock | nos-e?t AR Coolant Applicable rev};lﬁlion
LA Hole Inserts [
oD eD1/od1| L | L1 M1 H| B | S (MAX) R.R. (min‘")
MEW 16-M08-10-2T [ J 2 16 |14.7| 8.5 | 43 | 25 | M8XP1.25 12 8 -22° 43,750
20-M10-10-2T [ J 2 | 20 |18.7|10.5| 49 | 30 | M10XP1.5 15 9 & 41,000
20-M10-10-3T [ J 3 | 20 |18.7|10.5| 49 | 30 | M10XP1.5 15 9 10 +7° 20° v LOMU1004 | 41,000
25-M12-10-3T [ J 3 | 25| 23 |12,5| 57 | 35 | M12XP1.75 | 19 | 10 es 37,500
32-M16-10-4T [ J 4 | 32|30 |17 | 63 | 40 | M16XP2 24 | 12 33,900
MEW 25-M12-15-2T [ J 2 | 25| 23 |12.5| 57 | 35 | M12XP1.75 | 19 | 10 o o B 35,000
32-M16-15-3T | ® | 3 | 32 | 30 | 17 | 63 | 40 | Miexp2 | 24 | 12 | o | *107) 22" | vig | LOMUTS05 iy g9
ERaEEREIDFRECICDULT Caution about the Max. Revolution @ : IBEMERE Sd. Stock

FoTHEBEEHL LICREGEEIBE. BONICKIFVTPHRORBEDIELDBEDHIET D TIERNET.

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

.gﬂﬁﬂti@‘él.?‘yj Spare Parts and Applicable Inserts

EB [ﬁl:l Spare Parts 3 ﬁ'ﬂ“y?’ Applicable Inserts
55UTZAHYa— LuF e =B LR i , ;
gg § Clamp Screw Wrench Anti-seize Compound 2 ‘ >
Description p. . ‘ .
/ .//% L = b
= Y il ERAE | N5EE @
General Purpose Low Cutting Force Tough Edge (Heavy Milling)
MEW 16-M08-10-2T
o ioaT—  SB-3085TRP DTPM-8 P LOMU LOMU LOMU
PEN12903T | | FoTSUTRARIIS 12N m 100408ER-GM | 100408ER-SM | 100408ER-GH
m for Insert Clamp Recomnrended torque is 1.2 N-m.
MEW 25-M12-15-2T SB-4090TRP ‘ DTPM-15 LOM LOM LOM
Ao eAEaT | | 22725V TRMENLY 3N - m MP-1 {5050BER.GM | 15050BER-SM | 150508ER-GH
32-M16-15-3T for Insert Clamp Recommended torque is 3.5 N-m.

BB EBLER] (MP-1) &, FYTZEET DR, 772 TATU1—07—/ERERUEBISES R L CTEATEL,

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

OEIV1S—IVRIIIL AYREIEDRF Modular End Mill Head Identification System

MEW 16 - M08 - 10 - 2T

ROHVORUE

Thread Dia.Tolerance

IFE
Cutting Dia.

-4

Series

FyTHAX

Insert Size

X

No. of inserts

AREBDI SV TAI1—ROVVYFIFMNVIZATSAHEHRTT .
O MNVIRTZALYF - - B 18R (JUvTE: - - BB)
@MLIALYTF - - 28l JUvIe . - - EBB)
BLUFIFERERNEEDE T,
MEROT [MNUVIR] LT ZEALET & RUESB»PL Y FIEmDBIEICEND.,
OS5V TATU 21— BN UHRIELIEDBNAEDE T
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)
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.

F&(y7)

Blue grip

[MVIRTZ5Z4L#% | & ENF

The symbol means “Torx Plus.”

1 [MVIRXTZZ L F(MEWEL )

Fig. 1 “Torx Plus” Wrench (For MEW)

2&(JUy7)

Black grip

[NV 244 | & ENF

The

X2 ML R ] Lo F(MEWENZIHERARR)

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

symbol means “Torx.”



. M ECﬂl\‘y K MEC type Head
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A-A Section
L
.T_riﬁ Dimensions
i — ILLAE
N 725 Dimension (MM Rake Angl =h—y
- 2 Dimensio ) poovnN Ea gl
8 & 7 P8 t—ib | Fvr | B
B Stock | AR Cooant | Appicape M spindle
oD eD1/od1| L | L1 M1 H| B |S (M.A).() R.R. | Mok Inserts (min'")
MEC 16-M08-11T-2T | ® | 2 | 16 |14.7| 8.5 | 43 | 25 | M8XP1.25 12 | 8 +18° | -14° 43,750
20-M10-11T-2T | ®@ | 2 | 20 |18.7(10.5| 49 | 30 | M10XP1.5 15| 9 +20° | -10° 41,000
20-M10-11T-3T | ® | 3 | 20 |18.7/10.5] 49 | 30 | M10xP15 | 15 | 9 | 10 | +20° | -10° | 2 |BDOMTIITS ypngg
: : : Yes |BDGT11T3 ’
25-M12-11T-3T | ® | 3 | 25 | 23 |12.5| 57 | 35 | M12XP1.75 | 19 | 10 +21° | -10° 37,500
32-M16-11T-4T | @ | 4 | 32 | 30 | 17 | 63 | 40 | M16XP2 24 | 12 +23° -9° 33,900
MEC 25-M12-17-2T ® | 2 | 25| 23 [12.,5| 57 | 35 | M12XP1.75| 19 | 10 157 +16° | -11° 5 BDMT1704 | 35,000
32-M16-17-3T | ® | 3 | 32 | 30 | 17 | 63 | 40 |M16XP2 | 24 | 12 | | +17° | -7 | Yes |BDGT1704 | 309000
ERCIEREIMDZRECICD LT Caution about the Max. Revolution @ | 1EHELEE sud. Stock
Bo TR EEHL EICREGSEZBE. BONICKFY T RRROREEDIELDBEDHIETOTITIBBNET,
When running an end mill or a cutter at the maximum revolution, the insert or cutter may be damaged by centrifugal force.
'I:::I[B% Spare Parts
EB |:|=|I:| Spare Parts
95U TAYYa— LoF B ERELER
g! § Clamp Screw Wrench Anti-seize Compound
Description IS,
/ %
MEC 16-MO08-11T-2T
20-M10-11T-2T
P SB-2555TRG -
20-M10-11T-3T DTM-8 MP-1
P — FvITOSVTRFEMMNLY 1.2N-m
25-M12-11T-3T for Insert Clamp Recommended torque is 1.2 N-m.
32-M16-11T-4T
MEC 25-M12-17-2T SB-4070TRN DTM-15
R FvITOSVTRFEHNLY 35N - m MP-1
32-M16-17-3T ‘ for Insert Clamp Recommended torque is 3.5 N-m. ‘
@RI ERILER] (MP-1) &, FYTZEET IR 7> TA0U1—07—/\EBEAUERISEER L TIEATEL.
Coat Anti-seize Compound (MP-1) thinly on portion of taper and thread when insert is fixed.
B J—7R(re) 1.6 LOFvITZRUSITF DIHE  NMENDENIHHETT , FTRTEZBRIC. AMFEEBISENIZELTTEL,
(I—FR1.2(re) UTOHBEEMIIFFRETY)
When using an insert with corner-radius 1.6mm or larger, additional processing may be necessary. Apply additional processing to the body corner
according to the chart. If corner-radius is 1.2mm, additional processing is not needed.
Fy7A—FR(re) | ABABADEIMIHE(mm) | HEEABOEMLERIREMELET, \ \
Insert Corner-R(r€) Additional Processing Dimension (mm) to Body Corner AR CENITIBAE EIBEISERLTFAY, F——=
1.6 Round- shaped additional processing is recommended.
20 R1.0 When applying chamfer, do not cut away too much.
: AR BATHS # 7,3 Rtax0
24 R1 2 Body Corner - Additionally Processed In;rl with Laree
31 R16 JENTH w— EATHE  Comerice ¢
e-processing ost-processing
4.0 R2.5




. BTT_I“ (’\“/ I{ﬁ;ﬁm ¢ me ﬁiﬁﬂﬁrlﬁ) BT Arbor (for exchangeable head/two-face clamping spindle)

T =142 Gage line

W (F—=Tm Gage face)
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Applicable Arbor

Applicable End Mill \
3 g" S N F%ii{ﬁﬂ
> hR—
(t/a ;UL ﬁ‘t)
Coolant Hole *H{TJ‘ (’j’
(Center Through System) Attachment image
S
.T_rif Dimensions
T
.. rbor
< % Dimension (mm) — (:E}ﬁ]ﬁ) s
: e ] Two-face b
§=] § EE ﬂ'\—}lj clamping IyFE)b
Description Stock Coolant Applicaple
L |eD1 od1 S | &1 | e2 M1 Hole G Fnd M
BT30K- MO08-45 [ 14.7| 85 | 20 11 | M8XP1.25 MEC16-M08-- | MEW16-MO08--
M10-45 [ J 45 |18.7 | 10.5| 21 9 12 | M10XP1.5 Yﬁ BT30 MEC20-M10-- | MEW20-M10--
es
M12-45 [ J 23 | 125 | 24 15 | M12XP1.75 MEC25-M12-- | MEW25-M12--
BT40K- MO08-55 [ 55 |14.7| 85 | 20 11 | M8XP1.25 MEC16-M08-- | MEW16-MO08:-
M10-60 [ 60 |18.7|10.5| 21 9 12 | M10XP1.5 5 BT40 MEC20-M10-- | MEW20-M10--
M12-55 [ ] 55 | 23 | 125 24 15 | M12XP1.75 Yes MEC25-M12-- | MEW25-M12--
M16-65 [ ] 65 | 30 | 17 | 25 16 | M16XP2 MEC32-M16-- | MEW32-M16--
o R @ : 1FHETEE Sud. Stock
O I VRIIVBMERS Acwal endmin depth
BEIVRIIL IVRZIVERSE (mm)
Applicable End Mill Actual end mill depth
77— \BUE 5
Arbor Description gg § DﬂI@ T.l'?f
Cutting Dia. Dimension
Description M L2
oD L1
BT30K- M08-45 | MEC16-MOB- 216 25 31.8 6.8
I %,7 MEW16-M08--
] LT MEC20-M10--
[a)] -
3 =1 M10-45 | o MO~ 220 30 36.8 6.8
7 MEC25-M12--
M12-45 | o o 025 35 42.8 7.8
L1 L2 MEC16-M08--
v BT40K- M08-55 | = b oo 016 25 31.7 6.7
MEC20-M10--
M10-60 | oo 0. 220 30 38.7 8.7
MEC25-M12--
M12-55 | o o 025 35 44.6 9.6
MEC32-M16--
M16-65 | oo \ie. 032 40 51.2 11.2
.7_, \“g!ga)ﬁﬁ Arbor Identification System

BT30 K - M08

45

F—=N\YAX
Arbor Size

2 EHREEI
Two-face clamping
spindle

ALY IX

Thread Size for
Clamping

=971 PB0RE
Length from the gage




./\‘y K@%Eﬁiﬁ How to Attach Head
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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.

Tt Bﬁtw’?h%#
7&(:‘(._&75:5@

Ensure there are NO
chips between the arbor
and head

@ON\YRZEP—) T2
?ﬁ %ﬁh‘l\) W(z@% 1 7&_
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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 in the products.

K1 ANYROHEEHH{TRILD Table | Recommended Head Torque

B R THEODAAT FELN(R2)
FEW

ANT YA X B KUHLER
FMLIIER 1 28R

See Table 1 for the wrench

(FHHLRLCR ANFZEE HESEREATN LY [N - m] size and recommended torque
Thread Dia. Tolerance ‘Wrench Width across flat Recommended torque
M8 12 23 B 2 Fig. 2
M10 15 46
M12 19 80
M16 24 90
GRREIE<EOWN TS EZCHEFR FEL(K3)
Confirm that the head is fixed firmly on the arbor (Fig. 3).
* BREASLOZEE

=
[=1¥)

No space In between

X 3 Fig. 3

.J:( HHER (Frequently Asked Question)

Q. ZE#MRABROT —/NIGEED BT THMICRIMEETH?

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

A BUMEEY ., ZEHRRIEFSOTHMDBZSICITBED BT 7—NELTHFEVWELITET,

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

ST 2%l

No clearance

ZEH RO S IS
K7 —INeRBELIHER
Two-face clamping arbor mounted

on two-face clamping spindle

T z%2HY

Clearance

ZEHRIEH T TS

K7 —NeRELIHE

Two-face clamping arbor mounted

on general spindle

"EHWROBRIZHUEFEAD. BED BT
T—=NELTHEVWEEITET,

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




. *ﬁﬁtﬂ ﬁ“%ﬁ: Recommended Cutting Condition

MEWZEY

TE%eF v i@ YIEGER VG (m/min) BT > JHE OIETEEVC (m/min)
JL—Hh WA Recommended Insert Grade/Vc JL—h HEIAE Recommended Insert Grade/Vc
Chipbreaker ‘Workpiece Material MEGACOAT NANO Chipbreaker Workpiece Material MEGACOAT NANO
PR1525 PR1510 PR1525 PR1510
R (SxxC) * BRsRiH (SxxC) *
Carbon Steel 120 ~ 180 ~ 250 Carbon Steel 120 ~ 180 ~ 250
Bxifl (SCMF) * G (SCME) *
Alloy Steel 100 ~ 160 ~ 220 Alloy Steel 100 ~ 160 ~ 220
28 (SKD/NAKE) * £ (SKD/NAKS) *
GM Mold Steel 80 ~ 140 ~ 180 GH Mold Steel 80 ~ 140 ~ 180
CGRAD) AT VU (SUS304%) * (F5&i(t) AT VLA (SUS304%) w
General Alloy Steel 100 ~ 160 ~ 200 Heavy milling Alloy Steel 100 ~ 150 ~ 200
purpose | AT HFHEE(FC) ) * 2308k (FC) *
Gray Cast Iron 120 ~ 180 ~ 250 Gray Cast Iron 120 ~ 180 ~ 250
5054 )L#k#k(FCD) : * 5554 )L#%#%(FCD) *
Nodular Cast Iron 100 ~ 150 ~ 200 Nodular Cast Iron 100 ~ 150 ~ 200
FyUEE(Ti-6AI-4V) ~ * FyUEE(T-6AI-4V) *
Titanium Alloys 30~50~70 Titanium Alloys 30 ~ 50 ~ 70
pesil (SxxC) *
Carbon Steel 120 ~ 180 ~ 250
&l (SCMEF) *
SM Alloy Steel 100 ~ 160 ~ 220
(IE#EH) | 2280 (SKD/NAKS) *
Low cutting | Mold Steel 80 ~ 140 ~ 180
force AT VU A (SUS304%) *
Alloy Steel 100 ~ 160 ~ 200
FyUEE(Ti-6A-4V) _ *
Titanium Alloys 30 ~ 50 ~ 70
MECH!
BT v T 1118 YIRBERE Ve (m/min)
JL—h A Recommended Insert Grade/Vc
Chipbreaker Workpiece Material P—Xyh Cermet MEGACOAT PVDI—3 4% PVD Coated Carbide
TN100M PR1225 PR1210 PR830 PR905 PR1025
5% (SXxC) ] ] ]
Carbon Steel 120 ~ 160 ~ 200 120 ~ 180 ~ 250 120 ~ 160 ~ 200
&% (SCMZ) ] ] i
Alloy Steel 100 ~ 140 ~ 180 100 ~ 160 ~ 220 100 ~ 140 ~ 180
SR (SKD/NAKE) Y * B} - -
JT Mold Steel 80 ~ 120 ~ 150 80 ~ 140 ~ 180 80 ~ 120 ~ 150
CGRA) | A7V Z$8(SUS304%) ; : Y i} }
Gerleral Alloy Steel 100 ~ 160 ~ 200 100 ~ 140 ~ 180
PUPOSe | ia g 8% (FC) ; ; * R ;
Gray Cast Iron 120 ~ 180 ~ 250 100 ~ 140 ~ 180
59441 )Lk (FCD) _ _ ~ _
Nodular Cast Iron 100 ~ 150 ~ 200 80~ 120 ~ 160
FHUaR(Ti-BA4V) 3 3 * ; PAq )
Titanium Alloys 30~50~70 20~ 35~ 50
BRERHE (SxxC) ; i} pAs }
Carbon Steel 120 ~ 180 ~ 250 120 ~ 160 ~ 200 100 ~ 120 ~ 150
Js B£#(SCMZ) 3 * ) pAq ) )
(IKig4y) | Alloy Steel 100 ~ 160 ~ 220 100 ~ 140 ~ 180
Low cutting | 7158 (SKD/NAKZS) ; i} pis i} }
force Mold Steel 80 ~ 140 ~ 180 80 ~ 120 ~ 150
25V UA$8(SUS304%) ] * _ bAq B NAS
Alloy Steel 120 ~ 180 ~ 250 100 ~ 140 ~ 180 100 ~ 140 ~ 180
7> JHE-YIERRE VG (m/min) S>> JHE-YIEhRRE VG (m/min)
JL—Ah o Recommended Insert Grade/Vc o Recommended Insert Grade/Vc
Chipbreaker Workpiece Material #BEE Carbide Workpiece Material F14VYEVR PCD
GW25 KPD230 (KPD001)
ZIL=E%(Si 13%LLF) . 7ZIL=E%(Si 13%LLF) ~
JA Aluminum alloy (Si less 13%) 200 ~ 800 Aluminum alloy (Si less 13%) 500 ~ 1.500
7IL=Ea=(Si 13%LE) ~ ZIW=E=(Si 13%L L) ~
Alumimlxjm alloy (Si over 13%) 200 ~ 300 Alumimlxjm alloy (Si over 13%) 300 ~ 1,000

2D 0DiPhoneA7 JUT, BERDEEEM LLET

fpt B ERIRR

fiAtHTE, JL—NREDSRES
HEREMRCEIET,
EEHPHIRHICBEALITRR
ERERDENTERT,
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] KYOCERE

ILIESE R T

DHFEL.

S—UVI RUIL EHIICR S 25 R

NIEEHEENTERDT. FIh
S LOEHCHBRILCLEE L,

7 KYOCERA

7FUREETY

App StoreTS'wh!
App StoreCIREZEBRL
FZEOT TVEAFLUTLEE L,

%App StoreldXEapple.inc. EFEETT .
XiPad CHBRELVAITET .

RESDUITYA KT
BHMOBERZE CBEWVWCREITET

mtS IBE | #BE

http://www.kyocera.co.jp/prdct/tool/index.html

~

0120-39-6369

#7)FAX:075-602-0335 RS hAFV-Yili—-pe>5- |

(##5-PHSHSHZFIAT

SN TEICE S 2 EAiTkE SARESE

S{18%R9 9:00~12:00-13:00~17:00
1R-BR-RE-SHABREALTEEEA

MENBEROFA - BEGEOEEPT—EAM L, BREHEICERVZLED,
KBBEEOERE. ESZBBEAEVRIICHEVEL EITET.

0 KYOCERG
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BT B A

T612-8501 R#MBiARRHESTIREICE
TEL:075-604-3651 FAX:075-604-3472
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