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e are refining “the idea force” and “the implementation force'and as
“FIJIGEN of Chamfering” aim to be the only one company who can have
your trust from everyone.
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Dish Chamfering Processing Chamfering Processing

1 Succeeded the improvement_o'fd;haess at the
Pointing processing and eliminated the secondary Burrs !

2 Can also be used to C-Chamfering, Dish Chamfering
Processing that runs in the transverse!_ N

1 Reduced Processlng Cost by by Tip with 3-corners

2 Improved machinability and cutting chip disposability

3 A-chieved a long life by original tip
(%can't use for Bench Drilling Machine) - (Ulyafine Particle Carbide+New coating)

MENMRUDE,

Can!be used|with\both!Bench'Drilling]Machines and|
Electric)Drill(!

Dish Chamfering P i . .
ish Chamering Processing 1  Best for small diameter hole chamfering(® 2.5~ (¢

Used durable high-speed steel in the b

Achieved a long life by original ti
Particle Carbide+new coating)

L W N

Positive type Tip with 3-corner
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Round corner Chamfering Series

® Mini-R P.45
® R Cindo-Cutter P.46
® R-Special Jr. P.47~48
® R-Special P.47~48
NGOV EaUl P.49~50
® R-Nouveau P.49~50
® R-Giga P.51
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©® Ryanmencut-R  [STYPE ] P.53~54
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® Dekasumi R-Bit

Choi-pro
Nice Corner F3
Nice Corner FR

Basic
Theory
Data
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Trouhle
Shooting

MILECUT .

® Eaglecut
@ Birdiecut
@ Nyoro nyoro
@ Urazaguru-solid
@ Urazaguru

@ Urazagurimen-C

EER

Han Chan man
Mini Han Chan

Han Chan man R
Han Chan man R-HYPER

® Trouble shooting
® Repair request form

Centering &
Chamfering
Series

Chamfering
Series

Round corner
Chamfering
NS

Countersink and
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Cutting tips

Trouble shooting



Centering & Chamfering Series Mom | men nano TBlade

Smellest Indexable = [ 1
Tools ¥

@ Developed screw-on type smallest Insert
(under-neck diameter ¢ 6mm) . >
This will be smallest insert in the existing market. 3 This tool cannot be used with drilling machines

® Small diameter long neck preaents tool interference Dish Chamfering Processing (Min. Blade Diameter ~Max. Blade Diameter)

When processing i the deep arez T 0

@ You can use this tool for engraving process
¢0.6mm~ @d6mm ¢0.6mm~¢@7.4mm

‘ B Body
Dimensions (mm)

Model. No.  |Blades a
@¢D | ¢Ds | @d | ¢dn L es en S

Bore chamfering V-Grooving

SCNO0845E 1 6 0.58 8 5.6 82 60 22 2.8 90°
SCNO830E 1 74 | 052 8 7 82 60 22 2.0 120°

3% Insert is not equipped as standard accessory.Please purchase it separately
3% Clamp screw wrench we have standard equipment.

£s

Z-value compensate standard

3 Please note that this value may be getting some errors

Clamp Screw g

- a'= [Tl = +0.3
a'= [ = +0.15
TZ{IE f ar [Example]
0 5 4_ Correct Z-value (-2.5)to -2.2 in case of
‘ ¢ 5mm spot drilling process

[l Cutting Conditions

Centering
Material Feed per blade (fz) Rotation speed (r.p.m.) R Insert Coolant
General Steel 0.02~0.03 4,000~ ENGX040102 AC15N Yes
Alloy Steel 0.02~0.03 4,000~ ENGX040102 AC15N Yes
Stainless Steel 0.01~0.02 4,000~ ENGX040102 AC15N Yes
Aluminum,Resin,Brass 0.05~0.08 4,000~ ENGX040102F ZC16N Yes
Castings 0.04~0.06 4,000~ ENGX040102 AC15N None
Chamfering
Material Feed per blade (fz) Rotation speed (r.p.m.) Insert Coolant
P - E | General Steel 0.07~0.1 4,000~ ENGX040102 AC15N Yes
B Processing Example Alloy Steel 0.07~0.1 4,000~ ENGX040102 AG15N Yes
Stainless Steel 0.05~0.1 4,000~ ENGX040102 AC15N Yes
[ Perimetery C2 Chamfering ]  Wet Processing Aluminum ResinBrass 0.1~0.15 4,000~ ENGX040102F ZC16N Yes
Bl Body : SCN0845E Castings 0.07~0.12 4,000~ ENGX040102 AC15N None
B Insert : ENGX040102 AC15N
@ Material=======-- SuUS304 V-groove processing
® Rotation Speed 5,000r.p.m. Material Feed per blade (fz) Rotation speed (r.p.m.) R Insert Coolant
®Feed (Z aXIS) .« 350m/min General Steel 0.05~0.07 4,000~ ENGX040102 AC15N Yes
® Cutting Depthe+ =+« C Alloy Steel 0.05~0.07 4,000~ ENGX040102 AC15N Yes
g Lep Stainless Steel 0.03~0.05 4,000~ ENGX040102 AG15N Yes
OCuttmg Oif==v=x=- Aluminum,Resin,Brass 0.05~0.08 4,000~ ENGX040102F ZC16N Yes
Result Castings 0.04~0.06 4,000~ ENGX040102 AC15N None
Good! In case of bore chamfering process by Z-axis only,please take same cutting condition of centering process
No secondary burrs and No chattering after processing According to the shape of work, large or small chamfering amount and position of blade,
the cutting condition will have to be adjusted .
In case of processing with large amount chamfer,please take reducing cutting condition
In case of chanfering process of Stainless Steel, please take the down cutting
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(ENGX040102)
RO2 90 ENGX040102F ZC16N | Fine particles Carbide Sharp edge None 2 12
5 ™
5 [a¥)
P ESS
1 /\_1 ENGX040102 AC15N | Fine particles Carbide Honing edge AICTN 2 12
75 39 1.588
(Except nose R)

—

[ A Blade edge by V-grooving and centering processing could not be a perfect vertex angle
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Centering & Chamfering Series C h i bi mOm i 1Blade
TﬁﬂﬁS T@@” g CENtBIlnE Bore chamfering

@ Center-drilling and chamfer process can be done by this Tool.
You can reduce numbers of ATC tooling by using this tool
and make high productivity! : ‘

@ Original insert shape desined by us solved
risk of Chattering and breakage

¢d

—

Corner chamfering

3 This tool cannot be used with drilling machines

Dish Chamfering Processing (Min. Blade Diameter ~Max. Blade Diameter)

[ 90 |
¢0.6mm~ ¢9mm

2s

B Body

Dimensions (mm)

Clamp Screw

(LA1& g

Wrench }
=

N-5 =

a® | Carbide Shank

Model. No. Blades |, | oDs| ¢d |@an| L | es | en | S

SCM1045C 1 9 | 05| 10 8 |105| 72 | 33
SCM1045CL 1 9 | 05| 10 8 | 165|132 | 33
SCM1045CL-CB 1 9 | 05| 10 8 |165|145| 20

r 3 Inset is not equipped as standard accessory. Please purchase it spearately.
3 Clamp screw wrench we have standard equipment.

Z-value compensate standard

en

3 Please note that this value may be getting little errors

A a= [l = +0.2
® [Example]
0 " TZE t+  Correct Z-value(-4.0)to -3.8in case of
i~

¢ 8mm spot drilling process

@ Carbide made shank increased rigidity and limit of spotting

has been much improved . .
with the standard long shank, Protruding limit is now high. u CUttmg Conditions

@ This tool have (¢10) Shank and ($9) Blade, Centering
and can be used at narrow area also Material Feed Per Blade (fz) Rotation speed (r.p.m.) R Insert Coolant
General Steel 0.05~0.08 2,000~3,500 C22GUX NK2020 Yes
. Alloy Steel 0.05~0.08 2,000~3,500 C22GUX NK3030 Yes
. Processmg Example Stainless Steel 0.05~0.08 2,000~3,500 C22GUXT AC16N Yes
. Alumi Resin,Brass 0.05~0.1 3,000~ C22GUX NK1010 Yes
{6100 Bore Chamfering] Castings 0.05~0.08 2,000~3,500 C22GUX NK3030 Yes
M Body : SCM1045C
M Insert : C22GUX NK5050 Chamfering
P Material Feed Per Blade (fz) Rotation Speed (r.p.m.) R Insert Coolant
® hRnater!aI Soeed ?;ﬁm 7 General Steel 0.1~0.15 2,000~ C22GUX NK2020 Yes
© Rotation Speed- - 5.000r.p.m. ( » Alloy Steel 01~0.15 2,000~ C22GUX NK3030 Yes
®Feed (Z-axis) - -~ 500mn/min inless Steel 0.1~0.15 2,000~ C22GUXT AC16N Yes
® Cutting Depth ---- C1 Aluminum,Resin,Brass 0.1~0.15 3,000~ C22GUX NK1010 Yes
@ Cutting Oil ------- Yes Castings 0.1~0.15 2,000~ C22GUX NK3030 Yes
In case of bore chamfering prosess by Z-axis only,please take same cutting condition of centering process
ccording to the shape of work, large or small chamfering, amount and position of blade,
Result According to the shape of work, | Il chamferi d position of blad
Good! the cutting condition will have to be adjusted.
800pcs process has successfully done without size change, In case of process with large amount chamfer, please take reducing cutting condition
secondary burrs and alternant sound during processing In case of chamfering process of stainless steel,please take the down cutting
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
C22GUX NK1010 Carbide K10 Sharp edge None 2 12
(C22GUX) C22GUX NK2020 Carbide M20 Honing edge None 2 12
RO0.2 7 C22GUX NK3030 Carbide M20 Honing edge TiN 2 12
s C22GUX NK5050 Carbide K10 Sharp edge TiN 2 12
‘S C22GUX NK6060 Carbide M20 Honing edge TiAIN 2 12
00" C22GUX NK8080 Carbide K10 Sharp edge TiASN 2 12
C22GUXF AC16N Fine particles Carbide Sharp edge AICIN 2 12
(Except nose R) - - - -
C22GUXT AC16N | Fine particles Carbide Honing edge AICTN 2 12

[ A Blade edge by V-grooving and centering processing could not be a perfect vertex angle




Centering & Chamfering Series

This Teol §

@ Center-drilling and chamfer process can be done by this Tool.
You can reduce numbers of ATC tooling by using this tool
and make high productivity!

@ Original insert shape desined by us solved
risk of Chattering and breakage

lock pin

. :
=)
Wrench
K-3
-
=
=)

B Processing Example

[®8 of Centering Processing, Circumference C3 Chamfering]

M Body : SC1645C

M Insert : C32GUX NK3030

® Material========+ S45C
® Rotation Speed-+-3,500r.p.m
Good! No secondary burrs and no chattering process

® Feed (Z-axis)***+100mm/min -
® Feed (X-axis)*=+-300mm
® Cutting Qil======- Yes :

Momimen

Centering
E

¥ This tool cannot be used with drilling machines

Dish chamfering

1Blade

Corner chamfering

Dish Chamfering Processing (Min. Blade Diameter ~Max. Blade Diameter)

¢d2mm~¢13.5mm ¢$2mm~¢H16.15mm
M Body
Dimensions (mm)
Model. No. Blades a’
@D | ¢Ds | @¢d | ¢dn L es en S

SC1045C 1 135 1.0 10 13 110 82 28 6.3
SC1245C 1 135 1.0 12 13 110 82 28 6.3
SC1645C 1 135 1.0 16 13 110 82 28 6.3
SC1645CL 1 135 | 1.0 16 13 200 | 172 28 6.3
SC1630C 1 16.15| 0.39 16 16.5 | 110 82 28 4.6
SC1630CL 1 16.15| 0.39 16 16.5 | 200 | 172 28 4.6

% Inset is not equipped as standard accessory. Please purchase it spearately.

% Lock Pin is supplied as standard accessory

[Example]

Z-value compensate standard

X Please note that this value may be getting little errors
a'= [[Ifl = +0.45

o= [fiF = +0.2

Correct Z-value(-6.0)to -5.55in case of

@ 12mm spot drilling process

[l Cutting Conditions

Material Feed Per Blade (fz) Rotation Speed (r.p.m.) R Insert Coolant
General Steel 0.05~0.1 1,500~3,000 C32GUX NK2020 Yes
Alloy Steel 0.05~0.1 1,500~3,000 C32GUX NK3030 Yes
Stainless Steel 0.05~0.1 1,500~3,000 C32GUX AC15D Yes
Aluminum,Resin,Brass 0.05~0.2 3,000~ C32GUX NK1010 Yes
Castings 0.05~0.1 1,500~3,000 C32GUX NK3030 Yes

Material Feed per blade (fz) Rotation speed (r.p.m.) Recommended Insert Coolant
General Steel 0.1~0.2 2,000~ C32GUX NK2001 None
Alloy Steel 0.1~0.2 2,000~ C32GUX NK2001 None
Stainless Steel 0.1~0.2 2,000~ C32GUX AC15D Yes
Aluminum,Resin,Brass 0.1~0.2 3,000~ C32GUX NK1010 Yes
Castings 0.1~0.2 2,000~ C32GUX NK2001 None

In case of bore chamfering prosess by Z-axis only,please take same cutting condition of centering process
According to the shape of work, large or small chamfering, amount and position of blade,

the cutting condition will have to be adjusted.

In case of process with large amount chamfer, please take reducing cutting condition
In case of chamfering process of stainless steel,please take the down cutting

M Insert

Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box

C32GUX NK2001 Cermet Honing edge None 2 12

(C326UX) C32GUX NK1010 Carbide K10 Sharp edge None 2 12

RO 90° C32GUX NK2020 Carbide M20 Honing edge None 2 12

J . bL C32GUX NK3030 Carbide M20 Honing edge TiN 2 12

g , .jm C32GUX NK5050 Carbide K10 Sharp edge TN 2 12

=y . ' P C32GUX NK6060 Carbide M20 Honing edge TiASN 2 12

© — C32GUX NK8080 Carbide K10 Sharp edge TiAZN 2 12

80° \T‘ ?\)—]é C32GUX AC15D Fine particles Carbide Honing edge AICIN 2 12

(Except nose R) C32GUX AC25D Fine particles Carbide Sharp edge AICIN 2 12

C32GUX HSS HSS Sharp edge None 2 12

C32GUX HSS TiN HSS Sharp edge TiN 2 12

Blade edge by centering processing could not be a perfect vertex angle

When mounting insert, please do not take reverse tightening.

Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not.




Centering & Chamfering Series D ekamom I 1Blade
Centering Dish chamferiqg Corner chamfering
Tlhis Teol ¥ \ |

@ Center-drilling and chamfer process can be done by this Tool.
You can reduce numbers of ATC tooling by using this tool
and make high productivity!

@ Original insert shape desined by us solved
risk of Chattering and breakage

3 This tool cannot be used with drilling machines

od
\ Dish Chamfering Processing (Min. Blade Diameter ~Max. Blade Diameter)
[ 90 | [ 1200 ]
@d3mm~g22.5mm @3mm~¢26.6mm
M Body

Dimensions (mm)

Model. No. Blades a’
@®D | ¢Ds | ¢d | ¢dn L 8s en S

Lock pin
L-10

SC2045T 1 225|199 | 20 22 130 | 100 | 30 | 10.5
SC2045TL 1 225 | 199 | 20 22 | 200 | 170 | 30 | 105
SC2545TL 1 225|199 | 25 22 | 200 | 150 | 50 | 105
1
1

SC2530T 26.6 | 1.90 | 25 25 | 130 | 95 35 7.5
SC3230TL 26.6 | 1.90 | 32 25 | 200 | 150 | 50 7.5

¥ Inset is not Included. Please Order Spearately.
% Lock pin Wrench we have Standard Equipment.

Z-value compensate standard

3 Please note that this value may be getting little errors

a= [l = +0.8
a’= = +0.6
Tzmy, -

[Example]

Correct Z-value(-10.0)to -9.2in case of
®20mm spot drilling process

Achieved large Capacity Cutting of Center-Drilling(22.5mm)

and C-Face Chamfering(C8mm). [l Cutting Conditions
Centering
Material Feed Per Blade (fz) Rotation Speed (r.p.m.) Insert Coolant
i General Steel 0.03~0.08 1,500~2,500 T32GUX NK2020 Yes
. ProceSSIng Example Alloy Steel 0.03~0.08 1,500~2,500 T32GUX NK3030 Yes
: : Stainless Steel 0.03~0.08 1,500~2,500 T32GUX NK6060 Yes
[@20 of Cemermg Processmg] Aluminum,Resin,Brass 0.03~0.1 3,000~ T32GUX NK1010 Yes
B Body : SC2045T Wet Processing Castings 0.03~0.08 1,500~2,500 T32GUX NK3030 Yes
M Insert : T32GUX NK3030 Chamfering
® Material=======-- S50C Material Feed per blade (fz) Rotation speed (rp.m.) | R Insert Coolant
@ Rotation Speed---2,500r.p.m General Steel 0.1~0.2 1,500~ T32GUX NK2001 None
® Feed (Z-axis)«- 80mm/m|n > Alloy Steel 0.1~0.2 1,500~ T32GUX NK2001 None
) Cutﬁng Qil======- inless Steel 0.1~0.2 1,500~ T32GUX NK6060 Yes
Resin,Brass 0.1~0.2 2,000~ T32GUX NK1010 Yes
Castings 0.1~0.2 1,500~ T32GUX NK2001 None
m_ In case of bore chamfering prosess by Z-axis only,please take same cutting condition of centering process
According to the shape of work, large or small chamfering, amount and position of blade,
Good! No secondary burrs and no chattering process the cutting condition will have to be adjusted. ) ) o
In case of process with large amount chamfer, please take reducing cutting condition

In case of chamfering process of stainless steel,please take the down cutting

M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box

T32GUX NK2001 Cermet Honing edge None 2 12

(T32GUX)(T32GUXF) (T32GUXT) T32GUX NK1010 Carbide K10 Sharp edge None 2 12
T32GUX NK2020 Carbide M20 Honing edge None 2 12

T32GUX NK3030 Carbide M20 Honing edge TiN 2 12

T32GUX NK5050 Carbide K10 Sharp edge TiN 2 12

T32GUX NK6060 Carbide M20 Honing edge TiAZN 2 12

T32GUX NK8080 Carbide K10 Sharp edge TiAZN 2 12

T32GUXF AC16N Fine particles Carbide Sharp edge AICrN 2 12

T32GUXT AC16N Fine particles Carbide Honing edge AICIN 2 12

9525 318 T32GUX HSS HSS Sharp edge None 2 12
T32GUX HSS TiN HSS Sharp edge TiN 2 12

Blade edge by centering processing could not be a perfect vertex angle
When mounting insert, please do not take reverse tightening.

A Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not.

o



Centering & Chamfering Series 60 ° I\/I Om i men

Centering Corner chamfering (60 )
This Teel §

@ Throw-away type tool ensured no alignment work

® Center-drilling and chamfer process can be done by tool.
You can reduce numbers of ATC tooling, and
ensured high speed cutting and high productivity.

@ Slim body (shank:@ 16mm and ¢ 12mm blade)is
suitable for work at narrow area

‘ % This tool cannot be used with drilling machines

Dish Chamfering Processing (Min. Blade Diameter ~Max. Blade Diameter)

é1.2nm~¢11.88mm
Clamp Screw ﬁ
L-15
B Body
Wrench & Dimensions (mm)
N-6 Model. No.  |Blades a

¢D | ¢Ds | ¢d | @dn L es en S

-
SC1660DS 1 11.88 | 0.97 16 15 110 85 25 9.4 60°
SC1660DSL 1 11.88| 0.97 16 15 200 175 25 9.4 60°
3% Inset is not equipped as standard accessory. Please purchase it separately
3% Clamp screw wrench we have standard equipment.
a= [[I§] = +0.82
0—* iZﬂE H' [Example] - - - Correct Z-value (-8.66)to -7.84 in case of
‘— @ 10mm centering process
[l Cuttinng Conditions
Centering
. Processin g E Xa mple Material Feed Per Blade (fz) Rotation Speed (r.p.m.) Insert Coolant
General Steel 0.03~0.05 3,000~3,500 DCET11X304 AC15N Yes
[®12 of Centering, Perimetery chamfering] Alloy Steel 0.03~0.05 3,000~3,500 DCET11X304 AC15N Yes
Steel 0.03~0.05 3,000~3,500 DCET11X304 AC15N Yes
M Body : SC1660DS Aluminum,Resin,Brass 0.03~0.08 3,000~ DCET11X304 ZA10N Yes
M Insert : DCET11X304 AC15N Castings 0.03~0.05 3,000~3,500 DCET11X304 AC15N Yes
® Material======+-+ S45C Chamferi
®Rotation Speed---3,500r.p.m : 1amtering
®Feed (Z-axis) nee] 00mm/min Material Feed Per Blade (fz) Rotation Speed (r.p.m.) Insert Coolant
@ Cutting Depth- - - -300mm/min General Steel 0.1~0.15 2,000~ DCET11X304 AC15N Yes
@®Cutting Oil+=====+ Yes Alloy Steel 0.1~0.15 2,000~ DCET11X304 AC15N Yes
Steel 0.1~0.15 2,000~ DCET11X304 AC15N Yes
Aluminum,Resin,Brass 0.1~0.2 3,000~ DCET11X304 ZA10N Yes
Result Castings 0.1~0.15 2,000~ DCET11X304 AC15N Yes
" In case of bore chamfering process by Z-axis only, please take same cutting condition of centering process
Good! i According to the shape of work, large or small chamfering amount and position of blade,
No secondary burrs and no chattering process the cutting condition will have to be adjusted.

In cace of process with large chanfer ,please take reducing cutting condition
In cace of chamfering process of stainless steel, please take the down cutting

M Insert
Figure Model.No. Material Blade Shape Coating Usable Corner Quantity per box
(DCET11X304) (DCETIIX304E) DCET11X304 ZA10N Carbide K10 Sharp edge None 2 12
R0.4 7

[Te)

2 3 DCET11X304 AC15N  |Fine Particles Carbide Sharp edge AICIN 2 12
s | L]
106 3 ] ) )

(Except nose R) DCET11X304E AC16N |Fine Particles Carbide Honing edge AICIN > 12

[ A Blade edge by V-grooving and centering processing could not be a perfect vertex angle

9




Centering & Chamfering Series

liere Processing ¢

@ Sharp edge design provides very fine Engraving
@ Runout Accuracy is less than 0.005mm !
® ©0.01mm thread chamfering is possible

(3% not for coating material)

pINkoO

Centering

3% aluminum only

¢d

M Material : Fine Particles Carbide

<

Dish chamfering

3 This tool cannot be used with Drilling Machines

1Blade

Corner chamfering

[0.8mm height of the pyramid 100 processing

M Body : PKP0645

® Material-+«++«+--+ A5052

® Rotation Speed---- 10,000r.p.m.
® Table feed-+«+++-++ 150/min

@ Cutting Depth

Capacity .
Model. No. . a
Bore chamfering
PKP0145 ¢0.01mm~¢ 1mm 90°
PKP0245 $0.01mm~ p2mm 90°
PKP0345 $0.01mm~¢3mm 90°
PKP0445 ¢0.01mm~ p4mn 90°
PKP0545 $0.01mm~p5mm 90°
PKP0645 $0.01mm~p6mm 90°
PKP0145C $0.01mm~¢ 1mm 90°
PKP0245C ¢0.01mm~ ¢2mm 90°
PKP0345C $0.01mm~ ¢3mm 90°
PKP0445C $0.01mm~p4mm 90°
PKP0545C ¢0.01mm~ ¢5mm 90°
PKP0645C $0.01mm~ ¢p6mm 90°
PKP0145DLC ¢0.01mm~¢ 1mm 90°
PKP0245DLC $0.01mm~ p2mm 90°
PKP0345DLC $0.01mm~¢3mm 90°
PKP0445DLC ¢0.01mm~ p4mn 90°
PKP0545DLC $0.01mm~p5mm 90°
PKP0645DLC $0.01mm~p6mm 90°
M Body
Dimensions (mm)

- Model. No. Figure Blades oD od L A a Coating
PKP0145 [2) 1 1 4 55 9 90° None
PKP0245 [2) 1 2 4 65) 9 90° None
PKP0345 [1) 1 3 3 55 - 90° None
PKP0445 (1) 1 4 4 55 = 90° None
PKP0545 (1] 1 5 5 60 — 90° None
PKP0645 [1) 1 6 6 60 = 90° None
PKP0145C [2) 1 1 4 55 9 90° AICrN
PKP0245C [2) 1 2 4 59 9 90° AICrN
PKP0345C (1) 1 3 3 55 - 90° AICrN
PKP0445C [1) 1 4 4 555 — 90° AICIN
PKP0545C (1] 1 5 5 60 — 90° AICIN
PKP0645C (1] 1 6 6 60 = 90° AICrN
PKP0145DLC [2]) 1 1 4 55 9 90° DLC
PKP0245DLC (2} 1 2 4 55) 9 90° DLC
PKP0345DLC (1) 1 3 3 55 — 90° DLC
PKP0445DLC (1) 1 4 4 55) = 90° DLC
PKP0545DLC (1) 1 5 5 60 - 90° DLC
PKP0645DLC (1) 1 6 6 60 = 90° DLC

B Cuttinng Conditions
Centering
Material Feed per blade (fz) Rotation speed (r.p.m.) Coolant
General Steel X X X
Alloy Steel X X X
Stainless Steel X X X
Aluminum,Resin,Brass 0.05~0.08 10,000 YES
Cast Steel X X X
V-groove processing
Material Feed per blade (fz) Rotation speed (r.p.m.) Coolant
General Steel 0.05~0.07 8,000 YES
Alloy Steel 0.05~0.07 8,000 YES
Stainless Steel 0.03~0.05 8,000 YES
Aluminum,Resin,Brass 0.05~0.08 10,000 YES
Cast Steel 0.04~0.06 8,000 YES
Chamfering

Material Feed per blade (fz) Rotation speed (r.p.m.) Coolant
General Steel 0.07~0.1 8,000 YES
Alloy Steel 0.07~0.1 8,000 YES
Stainless Steel 0.05~0.07 8,000 YES
Aluminum,Resin,Brass 0.1~0.15 10,000 YES
Cast Steel 0.07~0.12 8,000 YES

For finish application, the cutting condition will have to be reduced

Not possible for processing more than C1 chamfer processing
According to the shape of work, large or small chamfering

amount and position of blade, the cutting condition will have to be adjusted
In case of chamfering process of stainless steel, reduce the cutting conditions

TTS Unlimited, Inc.



Centering & Chamfering Series

Exacllusive for
Aliliovim processing ¢

@ Original shaped edge provide sharp cutting without deburring

@ Running cost has magnificently reduced
with High Strength and No resistance

@ Runout Accuracy is less than 0.005mm !

M Material : Fine Particles Carbide

Alumizamurai

2 Blade

Centering

Bore chamfering Corner chamfering

- . /.
' - ' - »
‘ : ’ - MEX
3% This tool cannot be used with Drilling Machines
Capacit
Model. No. P y.

Bore chamfering
AZ4-90-L60 @0.2mm~p4mm
AZ6-90-L75 @0.4mm~p6mm
AZ10-90-L75 ¢0.6mm~¢10mm
AZ10-90-L120 ¢0.6mm~¢10mm

M Body
Dimensions (mm)
Model. No. Blades
@D ¢D1 ¢d L
AZ4-90-L60 2 4 ¢0.2 4 60
AZ6-90-L75 2 6 $0.4 6 75
AZ10-90-L75 2 10 $0.6 10 75
AZ10-90-L120 2 10 ¢0.6 10 120
[ A\ Can not regrinding ! }
M Cuttinng Conditions
Material Processing type Rotation speed (r.p.m.) Table feed Coolant
C chamfering 7,000~10,000 1,000~2,000 YES
Aluminum,Resin,Brass Sculpture, engraving 7,000~10,000 1,000~2,000 YES
Centering 6,000 80 YES
Bore chamfering ’

take lower feed rate less than 800 in case of more than C1 process

M Processing Example

[Sculpturing, Engraving] — T Wet processing
I Body : AZ10-90-L75 I, P
©® Material=======x==x A5000

@ Rotation Speed ===+ 8,000r.p.m.

@ Feed Per Blade (fz)-* 0.15mm/tooth
@ Table feed===xx====- 2400mm/min
@ Cutting Depth=»==+== 0.15mm

. c°o|an' ............

M cutting edge enlarged view

TTS Unlimited, Inc.



Centering & Chamfering Series I\/I Om i men P I C O ZBIades
Plco J

® Succeeded the improvement of sharpness at the

Pointing processing and eliminated the secondary -
Burrs ! Sl -
@ Can also be used to C-Chamfering, Dish Chamfering - - e

Processling that runs in the transverse!

% Ncan't use for Bench Drilling Machines

¢d E—
apacr
F—:Jif Model. No. Dish ChamfeFrJing Processing
SCP0345F/SCP0345FL ¢0.75mm~¢3.0mm_(For steel-hased)
SCP0445F /SCP0445FL $1.0mm~¢4.0mn  (For steel-based)
SCP0545F /SCP0545FL ¢1.25m~¢5.0mm (For steel-based)
SCP0645F /SCP0645FL ¢1.5mm~¢6.0mm  (For steel-based)
SCP0345S/SCP0345SL ¢0.75mm~¢3.0mm (For stainless steel-based)
SCP0445S/SCP0445SL ¢1.0mm~¢4.0mm  (For stainless steel-based)
SCP0545S/SCP0545SL ¢1.25mm~¢5.0mm (For stainless steel-based)
SCP0645S/SCP0645SL ¢1.5mm~¢6.0mm  (For stainless steel-based)
M Body
Dimensions (mm)
Model. No. Blades oD #D1 od L 21 Coating
. CQED SCP0345F 2 3 $0.75 3 50 8 TiAEZN
GQED SCP0445F 2 4 1.0 4 50 10 TiAZN
QED SCP0545F 2 5 ¢1.25 5 50 13 TiALN
CED SCP0645F 2 6 1.5 6 50 15 TiAZN
QED SCP0345FL 2 3 ¢0.75 3 100 8 TiALN
QED SCP0445FL 2 4 1.0 4 100 10 TiAZN
CQED SCP0545FL 2 5 ¢1.25 5 100 13 TiAZN
CQED SCP0645FL 2 6 ¢1.5 6 100 15 TiAZN
CQED SCP0345S 2 3 $0.75 3 50 8 TiAZN
i CED SCP0445S 2 4 ¢1.0 4 50 10 TiAZN
CQED SCP0545S 2 5 $1.25 5 50 13 TiAZN
CQED SCP0645S 2 6 1.5 6 50 15 TiAZN
5 | QED SCP0345SL 2 3 ¢$0.75 3 100 8 TiAEN
CQED SCP0445SL 2 4 1.0 4 100 10 TiAZN
QED SCP0545SL 2 5 $1.25 5 100 13 TiALN
CED SCP0645SL 2 6 ¢1.5 6 100 15 TiAZN
[ Blade edge by centering processing ] [ A Can not regrinding | ]
could not be a perfect vertex angle .

Estimated Z value corrction during Cutting processing

% (this value there is a case where slight error is out)
SCP0345=+1+0.16 SCP0545=+0.26
SCP0445=+0.21 SCP0645=+0.32

[Example] -=++++- In case of centering of 2¢ in SCP0345,
Z value is the place of-l to-0.84—7Z value

. ®

M cutting edge enlarged view

M Material: Fine Particles Carbide

Il Processing Example M Cutting Conditions

102 Contering Proceseing]
Material Feed Per Blade (fz) Rotation Speed (r.p.m.) Coolant
M Holder : SCP04458 SCPLI145F/SCPLILJ45FL | SCPLJ1455/SCPLI[1455L
® Material - SUS304 General Steel 0.05~0.1 4,000 X Yes
® Rotation «++-+-- 2,000r.p.m. Alloy Steel 0.05~0.1 3,000 X Yes
® Z-Table Feed ----- 50mm/min Stainless Steel 0.02~0.03 x 2,000 Yes
. ) Aluminum,Resin,Brass X X X Yes
® Use Cutting Oil---- Yes Castings 0.05~0.1 4,000 x x
-
- - Rotation Speed (r.p.m.)
- . - i Feed Per Blade (12) |~ 0P j45F/SCPLI45FL_| SCPLI45s/SCPLILssL | Coolant
General Steel 0.08~0.12 5,000~ X Yes
Alloy Steel 0.08~0.12 4,000~ X Yes
3 Steel 0.05~0.1 X 3,000~ Yes
. Aluminum,Resin,Brass X X X Yes
St o2 — . .
1 Lower as much as possible the conditions in the case of finishing
GOOd' Work shape, Clamp condition, Amount of large and small, please adjust the conditions by cutting edge position
No Secondary burrs and no chattering process In case the amount is large, please lower cutting condition and process.
In case Of Chamfering processing of Stainless Steel(SUS304etc) please process with Down-Cut.



Centering & Chamfering Series Chibieco / Momieco / Ecomen

Cosit Redueiiomn [ 8T

@ Original insert have 3 usable corners and decrease
the production cost widely

@ Due to the improvement of blade shape and new coating,
it is machinable more than any other insert, and chip(cuttings)
release has been drastically improving

@ Micro-grained Carbide with new coating made longer life of insert

X This tool cannot be used with drilling machines

M Ecomen BEML2045TH M Chibieco
<
=0 =i 1
e N -
L <
Chibieco \ _
Clamp Screw Wrench % with oil hole.
L-18 = N-4
- J
4 N N\
Momieco
Clamp Screw Wrench S
L1383 N-5
- J
| ;
4 N\
Ecomen
Clamp Screw Wrench i
L-15 N-7 B Momieco
- J
3 with oil hole.
M Body
Dimensions (mm)
Model. No. blades a’ Inserts
Product name @D ®Ds ¢d L es en S
EMS1045T 1 10.3 0.88 10 95 80 15 47 90° TXMT080206
. EMS1045TL 1 10.3 0.88 10 155 140 15 47 90° TXMT080206
Chibieco EMS1030T 1 123 0.71 10 95 80 15 33 120° TXMT080206
EMS1030TL 1 12.3 0.71 10 155 140 15 3.3 120° TXMT080206
EMM1245T 1 142 0.88 12 100 80 20 6.7 90° TXMT110306
EMM1245TL 1 142 0.88 12 160 140 20 6.7 90° TXMT110306
M . EMM1645T 1 142 0.88 16 100 80 20 6.7 90° TXMT110306
omieco EMM1645TL 1 14.2 0.88 16 160 140 20 6.7 90° TXMT110306
EMM1230T 1 171 0.71 12 100 80 20 47 120° TXMT110306
EMM1230TL 1 17.1 0.71 12 160 140 20 47 120° TXMT110306
EML2045T 1 22 0.88 20 110 80 30 105 90° TXMT16T306
EML2045TL 1 22 0.88 20 170 140 30 105 90° TXMT16T306
EML2545TL 1 22 0.88 25 170 140 30 105 90° TXMT16T306
Ecomen EML2045TH 1 22 0.88 20 110 80 30 105 90° TXMT16T306
EML2030T 1 26.6 0.71 20 110 80 30 75 120° TXMT16T306
EML2030TL 1 26.6 0.71 20 170 140 30 75 120° TXMT16T306
% Insert is not equipped as standard accessory. Please purchase it separately ¥ Clamp screw is equipped as standard accessory
[ A Blade edge by V-grooving and centering processing could not be a perfect vertex angle ]
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1Blade

Capagcity
Product Name Model. No. a
Bore chamfering
EMS1045T ®1.2mm~$9.7mm 90° a’=90° =>+4+0.44 (Common to all models)
Chibi EMS1045TL @1.2m~¢9.7mn 90° Zi& b a’=120°=>+0.20 (Common to all models)
loleco EMS1030T ¢1.0m~¢11.7m | 120° 0— [Example] - Correct Z-value (-2.5)to -2.06 in case of
EMS1030TL ®1.0m~¢p11.7m | 120° ! 1= 8mm centering process
EMM1245T ¢1.2mm~¢13.6mn 90° .
. EMM1645T $1.2m~¢13.6mn 90° [®5mm Center-drilling]
Momieco EMM1645TL ®1.20m~p13.6mm 90° B Body : EML2045T
EMM1230T | ¢10m~¢165m | 120° B Insert : TXMT16T306 AC15N
EMM1230TL ¢1.0m~¢16.5m | 120° @®Material=+=+= -+~ SUS304
EML2045T $1.2m~¢p21.6mn 90° @ Rotation Speed--- 2,000r.p.m
EML2045TL ®1.2m~¢21.6m | 90" ®Feed (Z-axis) ===+ 40mm/min
EML2545TL ®1.21m~¢21.6mn 90° @ Cutting Oil======+ Yes
Bcomen = cuizoast | o12mo2iom | o0
EML2030T ©1.0m~260m | 120° No cutting vibrat_ion or secondary
EML2030TL #1.0m~¢26.0m | 120° burr after centering
3% with oil hole.

[ Cutting Conditions

Material Feed per blade (fz) Rotation speed (r.p.m.) Recommended Insert Coolant Air_blow
General Steel 0.02~0.08 2,000~ TXMTOCOCCC] AC15N Yes -
Alloy Steel 0.02~0.08 2,000~ TXMTLICICICIEIE] AC15N Yes -
Stainless Steel 0.01~0.05 2,000~ TXMTOCOCOCC] AC15N Yes —
Aluminum,Resin,Brass 0.02~0.08 5,000~ TXMTOCCICICIC] ZA10N Yes —
Castings 0.02~0.08 2,000~ TXMTCICICICOCC] AC15N — Yes

Chamfering

Material Feed per blade (fz) Rotation speed (r.p.m.) Recommended Insert Coolant Air blow
General Steel 0.03~0.15 3,000~ TXMTLOOOOO AC15N None (3%) -
Alloy Steel 0.03~0.15 3,000~ TXMTLICICICICIC] AC15N None (3¢) -
Stainless Steel 0.03~0.15 3,000~ TXMTOOOOC AC15N Yes -
Aluminum,Resin,Brass 0.03~0.15 5,000~ TXMTOICICICICIC] ZA10N Yes —
Castings 0.03~0.15 3,000~ TXMTLICICICICIE) AC15N — Yes

% Please used as needed.
According to the shape of work, large or small chamfering, amount and position of blade,
the cutting condition will have to be adjusted.
In case of process with large amount chamfer, please take reducing cutting condition
In case of chamfering process of stainless steel,please take the down cutting

M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
® Chibieco
0 (TXMT080206)
A TXMT080206 ZA10N Carbide K10 Sharp edge None 3 12
>
TXMT080206 AC15N Fine particles Carbide Honing edge AICrN 3 12
® Momieco
60" (TXMT110306) 7
A TXMT110306 ZA10N Carbide K10 Sharp edge None 3 12
<
TXMT110306 AC15N Fine parﬁcles Carbide Honing edge AICrN 3 12
® Ecomen
0 (TXMT16T306)
A TXMT16T306 ZA10N Carbide K10 Sharp edge None 3 12
>
TXMT16T306 AC15N | Fine particles Carbide Honing edge AICTN 3 12

14



Centering & Chamfering Series

@® Reduced Processing Cost by by Tip with 3-corners

@ |mproved machinability and cutting chip disposability

@ Achieved a long life by original tip(Ultrafine Particle
Carbide+New coating

Dodekaeco

1Blade

¢d
| % can't use for Bench Drilling Machines
Dish Chamfering Processing (Min. Blade Diameter ~Max. Blade Diameter)
@1.5nm~¢36.8mm é1.1mm~¢44.4mm
BBody
& Dimensions (mm)
Model. No. blades a’
¢D | ¢Ds | od L 2s en S
=
QED EMD2545T 1 371 | 12 | 25 | 150 | 110 | 40 18
Clamp Screw ) EMD3245T 1 371 | 12 | 3 | 150 | 110 | 40 18
L-16 QED EMD3230T 1 450 | 09 32 | 150 | 110 | 40 | 126
3 Inset is not equipped as standard accessory. Please purchase it spearately.
Wrench 4 e 3 % Clamp screw wrench we have standard equipment.
BT-20 Estimated Z value corrction during Cutting processing
(this value thelZis a case where sll ght erroris out)
C
™
a=J@l»>+05 o=[Ej~+0.25
w
[Example]--- In case of centering of 5¢ in EMD3245T,

@D

+

—

A AL

M Cutting Conditions

Z value is the place of-2.5to-2-Zvalue

Centering
Material Feed per blade (fz) | Rotation speed (r.p.m.)| R ded Insert Coolant | Air blow
S General Steel 0.02~0.08 1,000~2,000 TXMT270506 AC16N Yes -
Alloy Steel 0.02~0.08 1,000~2,000 TXMT270506 AC16N Yes -
Stainless Steel 0.01~0.05 1,000~2,000 TXMT270506 AC16N Yes —
. Aluminum,Resin,Brass 0.02~0.08 1,500~3,800 TXMT270506 ZA10N Yes =
Processing Example Castings 0.02~0.08 1,000~2,000 TXMT270506 AC16N — Yes
[# 30mm C'enterlllng Processing] . Ghamfering
M Body : EMD3245T Material Feed per blade (fz) | Rotation speed (r.p.m.) | Recommended Insert Coolant | Air blow
M Insert : TXMT270506 AC16N General Steel 0.03~0.15 1,000~2,000 TXMT270506 AC16N [ None (%) =
) Alloy Steel 0.03~0.15 1,000~2,000 TXMT270506 AC16N | None () =
.Mater!al """"" SKD11 - Stainless Steel 0.03~0.15 1,000~2,000 TXMT270506 AC16N Yes -
® Rotation Speed- -+ 1,500r.p.m T AluminumResinBrass |  0.03~0.15 1,500~3,000 | TXMT270506 ZATON | Yes =
® Feed (Z-axis)==+=+45mm/min - Castings 0.03~0.15 1,000~2,000 TXMT270506 AC16N — Yes

@ Cutting Oil======-

No secondary burrs and no chattering process

Yes

3 Please used as needed.
Lower as much as possible the conditions in the case of finishing

Work shape, Clamp condition, Amount of large and small, please adjust the conditions by cutting edge position
In case the amount is large, please lower cutting condition and process.

In case Of Chamfering processing of Stainless Steel(SUS304etc) please process with Down-Cut.

Good Finish . o ) .
A Z value is -4.5mm becomes the upper limit when pefforming the processing
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(TXMT270506) -
60"

4 TXMT270506 ZA10N Carbide K10 Sharp edge None 3 3

3

- S

&
TXMT270506 AC16N | Fine particles Carbide Honing edge AICIN 3 3
015.875 5556

A Blade edge by centering processing could not be a perfect vertex angle

15
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By  Chibieco / Momieco 2 / Ecomen 2

T

3 This tool cannot be used with drilling machines

Cost Reduetiomn §

© Original insert have 3 usable corners and decrease
the production cost widely

© Due to the improvement of blade shape and new coating,
it is machinable more than any other insert, and chip(cuttings)
release has been drastically improving

@ Micro-grained Carbide with new coating made longer life of insert

¢d
4 N\
Clamp Screw Wrench
,,, ‘ L-18 //‘ N-4
=) .
N\ J
4 N\
4 Clamp Screw Wrench
. J
4 N\
1 Clamp Screw Wrench
N\ J
C
=%}
oD
¥ Body
Dimensions (mm)
Product name Model. No. blades a Inserts
D ¢Ds ¢d L es en S
NKS3018T 2 18.6 7 16 95 80 15 33 30° TXMT080206
Chibieco2 NKS4516T 2 16.5 7 16 95 80 15 47 45° TXMT080206
NKS6017T 2 17.7 11 16 95 80 15 5.8 60° TXMT080206
NKM3025T 2 25.3 9 20 100 80 20 47 30° TXMT110306
Momieco? NKM4522T 2 223 9 20 100 80 20 6.7 45° TXMT110306
NKM6023T 2 23.4 14 20 100 80 20 8.2 60° TXMT110306
NKL3036T 2 36.9 11 32 110 80 30 7.5 30° TXMT16T306
Ecomen2 NKL4534T 2 34.1 13 32 110 80 30 105 45° TXMT16T306
NKL6034T 2 34.9 20 32 110 80 30 12.9 60° TXMT16T306

X Insert is not equipped as standard accessory. Please purchase it separately 3 Clamp screw is equipped as standard accessory

17



Capacity
Product Name Model. No. . a
Bore chamfering
NKS3018T $7.3mn~¢18.0mm 30°
Chibieco?2 NKS4516T $7.3mm~¢15.9mm 45°
NKS6017T $11.3mm~¢17.1mm 60°
NKM3025T $9.3mm~p24.7mm 30°
Momieco?2 NKM4522T $9.3nm~@21.7mm 45°
NKM6023T $14.3mm~$22.8mm 60°
NKL3036T 11.3mm~$36.3mm 30°
Ecomen?2 NKL4534T $13.4mm~$33.8mm 45°
NKL6034T $20.4mm~ ¢ 34.8mm 60°

[ Cutting Conditions

[# 15 C5 Bore Chamfering]

I Body : NKL4534T
I Insert : TXMT16T306 AC15N

© Material========+ SUS304

® Rotation Speed=--4,500r.p.m.
© Feed (Z-axis) =+==150/min
® Cutting Depth=-++-C5

® Cutting Ofl======= Yes

Good!
No secondary burrs and
No chattering after processing

2Blade

‘ Processing Example

Wet Processing

Material Feed per blade (fz) Rotation speed (r.p.m.) R ded Insert Coolant Air blow
General Steel 0.03~0.15 3,000~ TXMTLIOICICICIE] AC15N None (3%) -
Alloy Steel 0.03~0.15 3,000~ TXMTCIOCICICIC] AC15N None (3%¢) -
Stainless Steel 0.03~0.15 3,000~ TXMTLCCICICIE] AC15N Yes -
Aluminum,Resin,Brass 0.03~0.15 5,000~ TXMTOOOOOO ZA10N Yes =
Castings 0.03~0.15 3,000~ TXMTLICICICICIC] AC15N — Yes
3% Please used as needed.
@ According to the shape of work, large or small chamfering, amount and position of blade,
the cutting condition will have to be adjusted.
In case of process with large amount chamfer, please take reducing cutting condition
@ In case of chamfering process of stainless steel,please take the down cutting
M Insert
Figure Model.No. Material Blade Shape Coating Usable Corner Quantity per box
©® Chibieco2
60° (TXMT080206) 7 .
Q TXMT080206 ZA10N Carbide K10 Sharp edge None 3 12
¢!
(Y]
13
TXMT080206 AC15N | Fine particles Carbide Honing edge AICIN 3 12
04.762 2.381
® Momieco2
60 (TXMT110306) 7
Q TXMT110306 ZA10N Carbide K10 Sharp edge None 3 12
TXMT110306 AC15N | Fine particles Carbide Honing edge AICIN 3 12
¥6.35 3.175
©® Ecomen2
60° (TXMTI6T306) 7
7aN TXMT16T306 ZA1ON Carbide K10 Sharp edge None 3 12
=
<
- Wl
2
AE
\J TXMT16T306 AC15N | Fine particles Carbide Honing edge AICIN 3 12
09.525 3.969
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Chamfering Series Chamfering CUtter

- Capacity
Avplications Use |y et 1D | NK2035T-MD | NK2535T-MD | NK3030T-MD | NK3532T-MD | NK4031T-MD | NK4530T-MD | NK503TT-MD | NK55327-MD | NKG030T-MD | NK@533T-MD | NK7032T-MD | NK7533T-MD
o 15° 20° 25° 30° 35° 40° 45° 50° 55° 60° 65° 70° 75°
Bore chamfering | $8~36mm | $8~36mm | ¢$8~35mm | $8~33mm | $8~32mm | $8~31mm | $p8~29mm | p12~31mm | $15~32mm | ¢15~30mm | p20~33mm | p22~32mm | $p25~33mm

Maximum blade length M@@ﬂ@]ﬂ@l}o TWL@@Q

© Angle 15° ~ 75° (by5° increments) Modular type cutter
About 15-1 mm can be chosen according your application

© Insert available are rich and will meet with various applications
you may need

Specific
agency
il Items
@dn2
|
M
BN
£
=S
i —
”I Corner Chamfering
3]
.
o
=
=)
Lock Pin ‘
y c
L-6 - o« S
Wrench y (03}
K-3
S
% Please use Arbors to size and application, at local market
M Body
Dimensions (mm)
Model. No. Blades i i a’
®D ®Ds ¢dnl @dn2 ¢di M L enl en2 2m Li S Cc E
NK1536T-MD 2 37.9 8 37.8 23 125 | M12 63 24 41 22 55 4.0 10 17 15°
NK2035T-MD 2 37.1 8 36.8 23 125 | m12 63 24 41 22 55 53 10 17 20°
NK2535T-MD 2 36.0 8 35.6 23 125 | m12 63 24 41 22 55 6.5 10 17 25°
NK3030T-MD 2 34.8 8 34.1 23 125 | m12 63 24 41 22 55 7.7 10 17 30°
NK3532T-MD 2 33.3 8 325 23 125 | m12 63 24 41 22 55 8.9 10 17 35°
NK4031T-MD 2 31.7 8 30.6 23 125 | m12 63 24 41 22 55 29 10 17 40°
NK4530T-MD 2 29.9 8 28.5 23 125 | m12 63 24 41 22 55 10.9 10 17 45°
NK5031T-MD 2 31.9 12 30.6 23 125 | m12 63 24 41 22 55 11.8 10 17 50°
NK5532T-MD 2 32.7 15 31.4 23 125 | m12 63 24 41 22 55 12.7 10 17 55°
NK6030T-MD 2 30.5 15 28.9 23 125 | m12 63 24 41 22 55 13.4 10 17 60°
NK6533T-MD 2 33.1 20 31.7 23 125 | m12 63 24 41 22 55 14.0 10 17 65°
NK7032T-MD 2 326 22 312 23 125 | m12 63 24 41 22 55 145 10 17 70°
NK7533T-MD 2 33.0 25 31.6 23 125 | m12 63 24 41 22 55 15.0 10 17 75°

X Inset is not equipped as standard accessory. Please purchase it separately.
% Lock Pin is supplied as standard accessory

When mounting insert, please do not take reverse tightening.

Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not.
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B Processing Example

[ C5 chamfering 1

& Body : NK4530T-MD
[ Insert : TT32GUR ACI15N

©® Material=+=+-+--SUS304

® Rotation Speed--2,000r.p.m
® Table feed+=+=+-200/min
©® Cuting Depth+-+-C5

® Cutting Oil===-+=None

2Blade

TT32GUR

The Insert’ s breaker ensures no
secondary burrs and no chattering

The Insert breaker is thin and is
suitable for hard material process
if compared with TT32GUR

Q) £

Since the thermal resistance is

T32MOR large when processing
Good! No secondgry burrs and ) the hardening heat treatment
No chattering after processing materials, chamfering
amount will have to be up to C3
W Cutting Conditions TNEA160304
Material Model NK2001 NK1010 NK?2020 NK3030 AC16N Material Model TCI8N
Vatoria CUERE] 1S Material Feed per blade (iz)] Cutting speed (m / min)
ateria i i :
Feed PerBlade (f2) Cutting speed (m / min) heat r(tle:éit:;; alloy [ o005 ——
General Steel 0.08~0.2 200~250 150~200 150~200 100~200
titanium alloy 0.02~0.05 150~200
Alloy Steel 0.08~0.2 200~250 150~200 150~200 100~200
i 0.08~0.2 100~150 100~150 100~200
sttt S Material Model TC16N
Aluminum,Resin,Brass Material Feed per blade (fz)| Cutting speed (m / min)
500250 Hardened alloy steel
. — ~: ~ SKD/HSS 0.08~0.2 150~200
Castings 0.08~0.2 SECD 100~150 (HRC50~65)
Material Model NK2001 NK1010 NK2020 NK3030 NK5050 NK8080 ACI5N HsS HSS TiN
Material Feed PerBlade (fz) Cutting speed (m / min)
General Steel 0.08~0.2 200~250 150~200 150~200 150~200 13~23 15~25
Alloy Steel 0.08~0.2 200~250 150~200 150~200 150~200 10~20 13~22
Stainless Steel 0.08~0.2 120~180 150~200 120~180 1507200 150~200 10~15 11~17
Aluminum,Resin,Brass| 0.08~0.3 250~800 250~800 300~1,000 31~40 31~47
) _ 200~250
Castings 0.08~0.3 HFOD
According to the shape of work, large or small chamfering, amount and position of blade,
the cutting condition will have to be adjusted.
In case of process with large amount chamfer, please take reducing cutting condition
You have been to the workpiece by recommended Inset.
In case of chamfering process of stainless steel,please take the down cutting
I Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
T32MOR o i 12
60" (T32MOR) b&o T32MOR NK2001 Cermet Honing edge None 6
T32MOR NK1010 Carbide K10 Sharp edge None 6 12
T32MOR NK2020 Carbide M20 Honing edge None 6 12
T32MOR NK3030 Carbide M20 Honing edge TiN 6 12
$9.525 3.18 T32MOR AC16N Fine particles Carbide Honing edge AICIN 6 12
TT32GUR NK2001 Cermet Honing edge None 2 12
TT32GUR NK1010 Carbide K10 Sharp edge None 2 12
TT32GUR NK2020 Carbide M20 Honing edge None 2 12
TT32GUR NK3030 Carbide M20 Honing edge TiN 2 12
TT32GUR NK5050 Carbide K10 Sharp edge TiN 2 12
TT32GUR NK8080 Carbide K10 Sharp edge TiAZN 2 12
TT32GUR AC15N Fine particles Carbide Honing edge AICIN 2 12
TT32GURF TC16N Fine particles Carbide Sharp edge TiSiN 2 12
TT32GUR HSS HSS Sharp edge None 2 12
TT32GUR HSS TiN HSS Sharp edge TiN 2 12
TNEA160304 TC16N | Fine particles Carbide Honing edge TiSiN 6 12
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Chamfering Series Chamfering Cutter

Avplications use | oo T NK2035T | NK2535T | NK3030T | NK3532T | NKAO31T | NK4530T | NK5031T | NK5532T | NK6030T | NKG533T | NK7032T | NK7533T

a’ 15° 20° 25 30 35 40 45 50 55 60 65 70 75

Bore chamfering | $#8~36mm $8~36mm $8~35mm $8~33mm $8~32mm $8~31mm $8~29mm | #12~31mm | $15~32mm | $15~30mm | $20~33mm | $22~32mm | $25~33mm

Wide varietyy

© Angle 15° ~ 75° (by5° increments)
can be chosen according your application

© Insert available are rich and will meet with various

applicationsyou may need @
M Body
Dimensions (mm)

Minimum a

Model. No. | Blades @D |cutting diameter | @d L 2s en S

¢Ds

NK1536T-20 2 | 379 3 20 | 130 | 100 | 30 | 40 | 15
NK1536T-25 2 | 379 8 25 | 130 | 100 | 30 | 40 | 15°
NK1536T 2 | 379 8 32 | 130 | 100 | 30 | 40 | 15°
NK1536TL 2 | 379 3 32 | 170 | 140 | 30 | 40 | 15
NK2035T-20 2 | 371 8 20 | 130 | 100 | 30 | 53 | 20°
NK2035T-25 2 | 371 8 25 | 130 | 100 | 30 | 53 | 20°
NK2035T 2 | 371 8 32 | 130 | 100 | 30 | 53 | 20°
NK2035TL 2 | 371 8 32 | 170 | 140 | 30 | 53 | 20°
NK2535T-20 2 | 360 8 20 | 130 | 100 | 30 | 65 | 25°
NK2535T-25 2 | 360 8 25 | 130 | 100 | 30 | 65 | 25°
NK2535T 2 | 360 8 32 | 130 | 100 | 30 | 65 | 25°
NK2535TL 2 | 360 8 32 | 170 | 140 | 30 | 65 | 25°
NK3030T-20 2 | 348 3 20 | 130 | 100 | 30 | 7.7 | 30°
NK30307-25 2 | 348 8 25 | 180 | 100 | 80 | 7.7 | 30°
NK3030T 2 | 348 8 32 | 130 | 100 | 30 | 7.7 | 30°
NK3030TL 2 | 348 8 32 | 170 | 140 | 30 | 7.7 | 30°
NK3532T-20 2 | 333 3 20 | 130 | 100 | 30 | 89 | 35
NK35327-25 2 | 333 8 25 | 130 | 100 | 30 | 89 | 35
NK3532T 2 | 333 8 32 | 130 | 100 | 30 | 89 | 35°
NK3532TL 2 | 333 8 32 | 170 | 140 | 80 | 89 | 35°
NK40317-20 2 | 317 3 20 | 130 | 100 | 30 | 99 | 40°
NK4031T-25 2 | 317 8 25 | 180 | 100 | 30 | 99 | 40°
NK4031T 2 | 317 8 32 | 130 | 100 | 30 | 99 | 40°
NK4031TL 2 |37 8 32 | 170 | 140 | 80 | 99 | 40°
NK4530T-20 2 | 299 3 20 | 130 | 100 | 30 | 109 | 45°
NK45307-25 2 | 299 8 25 | 130 | 100 | 30 | 109 | 45°
NK4530T 2 | 299 8 32 | 130 | 100 | 30 | 109 | 45°
NK4530TL 2 | 299 3 32 | 170 | 140 | 30 | 109 | 45°
GEDNK3-4536T | 3 | 369 15 32 | 130 | 100 | 30 | 109 | 45°
CEDNK44543T | 4 | 439 22 32 | 130 | 100 | 30 | 109 | 45°
GEDNK54559T | 5 | 59.9 38 32 | 130 | 100 | 30 | 109 | 45°
NK50317-20 2 | 319 12 20 | 130 | 100 | 30 | 118 | 50°
NK5031T-25 2 | 319 12 25 | 130 | 100 | 30 | 118 | 50°
NK5031T 2 | 319 12 32 | 130 | 100 | 30 | 118 | 50°
NK5031TL 2 | 319 12 32 | 170 | 140 | 30 | 118| 50°
NK5532T-20 2 | 327 15 20 | 130 | 100 | 30 | 127 | 55
NK5532T-25 2 | 327 15 25 | 130 | 100 | 30 | 12.7 | 55°
NK5532T 2 | 827 15 32 | 130 | 100 | 30 | 127 | 55°
NK5532TL 2 | 327 15 32 | 170 | 140 | 30 | 12.7| 55°
NKB030T-20 2 | 305 15 20 | 180 | 100 | 30 | 134 | 60°
NK6030T-25 2 | 305 15 25 | 130 | 100 | 30 | 134 | 60°
NKB030T 2 | 305 15 32 | 130 | 100 | 30 | 134 | 60°
NK6030TL 2 | 305 15 32 | 170 | 140 | 30 | 134 | 60°
NKB533T-20 2 | 331 20 20 | 180 | 100 | 30 | 140 | 65°
NK6533T-25 2 | 331 20 25 | 130 | 100 | 30 | 140 | 65°
NK6533T 2 | 331 20 32 | 130 | 100 | 80 | 140 | 65°
NKB533TL 2 | 331 20 32 | 170 | 140 | 30 | 140 | 65
Lock PI NK7032T-20 2 | 326 22 20 | 180 | 100 | 30 | 145 | 70°
0¢ 'w NK7032T-25 2 | 326 22 25 | 130 | 100 | 30 | 145 | 70°
Maximum blade length L6 NK7032T 2 | 326 22 32 | 130 | 100 | 80 | 145 | 70°
NK7032TL 2 | 326 22 32 | 170 | 140 | 30 | 145| 70°
About 15.1 mm Wrench NK7533T-20 2 | 330 25 20 | 130 | 100 | 30 | 160 | 75
K-3 NK7533T-25 2 | 330 25 25 | 130 | 100 | 30 | 150 | 75°
NK7533T 2 | 330 25 32 | 130 | 100 | 30 | 150 | 75°
NK7533TL 2 | 330 25 32 | 170 | 140 | 30 | 150 | 75°

¥ Inset is not Included. Please Order Spearately.
3% Lock pin Wrench we have Standard Equipment.

When mounting insert, please do not take reverse tightening.
Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not.
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2Blade | 3Blade | ABlade | DBlade

- Capacity Processing Example
Applications use [ 3 25367 | NK4-4543T | NK5-4559T ool - 8 L
S, 4-Dlade -Dlade: .
Blades o et e [C5 chamfering]
a’ 45° 45° 45° ¥ Body :NK4530T
Bore chamfering| ¢15.5~36mm | $p22.5~43mn | ¢$38.5~59mn [ Insert : TT32GUR AC15N

® Material===-+---SUS304

® Rotation Speed--2,000r.p.m
©® Table feed=+=+=+200/min
® Cuting Depth=+++C5

® Cutting Oil===-+=None

Good!
No secondary burrs and
No chattering after processing

Since the thermal resistance is
large when processing

the hardening heat treatment
materials, chamfering

amount will have to be up to C3

The Insert breaker is thin and is
suitable for hard material process
if compared with TT32GUR

TNEA160304
TT32GUR

T32MOR

The Insert’ s breaker ensures no
secondary burrs and no chattering

[ Cutting Conditions

Material Model NK2001 NK1010 ‘ NK2020 ‘ NK3030 AC16N Material Model TCToN
Material oo 2o g , paie) Feed per blade (fz)| Cutting speed (m / min)
Feed PerBlade (fz) Cutting speed (m / min) heat r(T:;t:;; alloy | 50005 150~200
General Steel 0.08~0.2 200~250 150~200 150~200 100~200
titanium alloy 0.02~0.05 150~200
Alloy Steel 0.08~0.2 200~250 150~200 150~200 100~200
i 0.08~0.2 100~150 100~150 100~200
plainlessites] Material Model TC16N
Aluminum,Resin,Brass Material Feed per blade (iz)] Cutting speed (m / min)
500250 Hardened alloy steel
: _ ~ - SKD/HSS 0.08~0.2 150~200
Castings 0.08~0.2 HFCD 100~150 (HRC50~65)
Material Model NK?2001 NK1010 NK?2020 NK3030 NK5050 NK8080 AC15N HSS HSS TiN
Material Feed PerBlade (f2) Cutting speed (m / min)
General Steel 0.08~0.2 200~250 150~200 150~200 150~200 13~23 15~25
Alloy Steel 0.08~0.2 200~250 150~200 150~200 150~200 10~20 13~22
Stainless Steel 0.08~0.2 120~180 150~200 120~180 | S0p200 150~200 10~15 11~17
Aluminum,Resin,Brass| 0.08~0.3 250~800 250~800 300~1,000 31~40 31~47
. _ 200~250
Castings 0.08~0.3 FCD
According to the shape of work, large or small chamfering, amount and position of blade,
the cutting condition will have to be adjusted.
In case of process with large amount chamfer, please take reducing cutting condition
You have been to the workpiece by recommended Inset.
In case of chamfering process of stainless steel,please take the down cutting
I Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
T32MOR o T32MOR NK2001 i 6 12
60 [ ) b&o Cermet Honing edge None
jm T32MOR NK1010 Carbide K10 Sharp edge None 6 12
)
S
@ T32MOR NK2020 Carbide M20 Honing edge None 6 12
u T32MOR NK3030 Carbide M20 Honing edge TiN 6 12
9.525 3.18 T32MOR AC16N Fine particles Carbide Honing edge AICIN 6 12
TT32GUR NK2001 Cermet Honing edge None 2 12
TT32GUR NK1010 Carbide K10 Sharp edge None 2 12
TT32GUR NK2020 Carbide M20 Honing edge None 2 12
TT32GUR NK3030 Carbide M20 Honing edge TiN 2 12
TT32GUR NK5050 Carbide K10 Sharp edge TiN 2 12
TT32GUR NK8080 Carbide K10 Sharp edge TiAZN 2 12
TT32GUR AC15N Fine particles Carbide Honing edge AICIN 2 12
TT32GURF TC16N Fine particles Carbide Sharp edge TiSiN 2 12
TT32GUR HSS HSS Sharp edge None 2 12
TT32GUR HSS TiN HSS Sharp edge TiN 2 12
TNEA160304 TC16N | Fine particles Carbide Honing edge TiSiN 6 12
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Chamfering Series

C15 Chamering J

Economical and Heavy Cutting

Maximum blade length

About 15.1 mm

Clamp Screw t

Youngmen

Corner Chamfering

[C15 Chamfering]
[ Body : BNKA4558T
[ Insert : TNMX270412 AC15N
© Material====xxx2= SUS304
© Rotation Speed--=800r.p.m
O Table feed=»====- 100mm/min
® Cutting Depth==++C15
© Cutting Qil+==++++None

Good!
By one pass process,G15 Chamfer

TBlade

3Blade

has been successfully made without chattering

B Processing Example

A

Wrench /‘

[ Body
Dimensions (mm)
Model. No. Blades a’
oD | ¢Ds | od L gs | @n S
BNK4546T-1 1 |465] 12 | 32 [ 120 | 80 [ 40 | 172 45°
BNK3062T 3 [622] 20 | 32 [ 120 [ 80 | 40 [ 118 30°
BNK4558T 3 | 582|238 | 32 | 120 | 80 | 40 | 172 45°
BNK6058T 3 | 582 (338 | 32 | 120 | 80 | 40 | 21.1 60°
% Insert is not equipped as standard accessory
% Clamp screw and wrench are supplied as standard accessory
[ Cuttinng Conditions
Material Model ZA10T ZA10N ACI5N
Material Feed per blade (fz) Rotation speed (r.p.m.)
General Steel 0.04~0.12 800~1500
Alloy Steel 0.04~0.12 800~1500
Stainless Steel 0.04~0.12 600~1200
Aluminum,Resin,Brass;  0.06~0.18 2,500~4,000
T Cast Steel 0.04~0.12 800~1,500
S|

According to the shape of work, clamp condition and large or small chamfering

amount, the cutting condition will have to be adjusted.
Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting

M Insert
Figure Model.No. Material Blade Shape Coating Usable Corner Quantity per box
{TNEX270412) o
60° 90
A Y
TNEX270412 ZA10T Carbide K10 Sharp edge None 2 3
=
)
L]
®15.875 4.76
o ({TNEQ270412) o
60 90
7N~
i
Rz N e TNEQ270412 ZA10N Carbide K10 Honing edge None 6 3
s Ml 3
S
L]
®15.875 4.76
60° \ (TNMX270412) bgi]
[, @ TNMX270412 AC15N | Fine particles Carbide Honing edge AICIN 6 3
$ =
£
®15.875 476
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Chameing Series G ent | emen 1Blade | 3Blade
Iz, 500 Bliadle Lermgiy

© 30mm blade length and originally designed breaker
ensured maximum 30mm Chanfering process
without chatterring

© Line-up 5°~85° Angle process are ensured

Maximum blade length
About 30mm
M Body
Dimensions (mm)

[0 o

() Model. No. Blades oD | oDs | od | dn| L Ps on s a

NK4554X-1 1 549 | 120 | 32 135 | 80 | 55 |21.4 45

NK0574X 3 748 | 150 | 32 |1028| 135 | 80 | 55 | 26 5

., NK1074X 3 745|150 | 32 | 995 | 135 | 80 | 55 | 52 10

NK1571X 3 733|150 | 32 | 952 | 135 | 80 | 55 | 7.8 15

NK2070X 3 718|150 | 32 | 903 | 135 | 80 | 55 |10.3 20

Clamp Screw ﬁ NK2568X 3 69.8 | 150 | 32 | 849 | 135 | 80 | 55 | 128 25
LHIE NK3080X 3 67.4 | 150 | 32 | 790 | 135 | 80 | 55 | 15.1 30
NK3563X 3 646 | 150 | 32 | 728 | 1385 | 80 | 55 |17.4 35
Wrench NK4060X 3 614|150 | 32 | 663 | 135 | 80 | 55 | 195 40
BT-20 c NK4557X 3 579 | 150 | 32 135 | 80 | 55 | 21.4 45
< NK5056X 3 57.0 | 180 | 32 135 | 80 | 55 | 232 50
NK5556X 3 56.8 | 22.0 | 32 135 | 80 | 55 | 2438 55
NK6054X 3 543 | 240 | 32 135 | 80 | 55 | 263 60
[} NK6553X 3 536 | 280 | 32 145 | 80 | 65 | 275 65
NK7052X 3 528 | 320 | 32 145 | 80 | 65 | 285 70
NK7550X 3 50.7 | 350 | 32 145 | 80 | 65 | 29.3 75
NK8048X 3 485 | 380 | 32 145 | 80 | 65 | 29.9 80
oD NK8547X 3 473 | 420 | 32 145 | 80 | 65 | 30.3 85

X Inset is not equipped as standard accessory
@dn 3% Clamp screw and wrench are supplied as standard accessory

B Processing Example [ Cuttinng Conditions

[C20 Chamfering] material Model NK1010 NK2020 AC15N
W Body - NK4557X . -
Material Feed per blade (fz) Rotation speed. (r p.m)
¥ Insert : X63GUR AC15N
® Material - SUS304 General Steel 0.05~0.15 1,000~2,000 1,000~2,000
© Rotation Speed --800r.p.m Alloy Steel 0.05~0.15 1,000~2,000 1,000~2,000
© Table feed ----- 150mm/min
® Cutting Depth ---C20 Stainless Steel 0.05~0.15 700~1,500 700~1,500
©® Cutting il ----- None
Aluminum,Resin,Brass 0.08~0.2 3,000~5,000
Good! According to the shape of work, clamp condition and large or small chamfering
By one pass process,G20 Chamfer ) amount, the cutting condition will have to be adjusted.
has been successfully made without chattering Yellow marked condition is recommended for the material listed

In case of chamfering process of Stainless steel, kindly take down cutting

M Insert

Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(X63GUR)

ROA | g0° X63GUR NK1010 Carbide K10 Sharp edge None 2 3

.

s X63GUR NK2020 Carbide M20 Honing edge None 2 3

45°

X63GUR AC15N Fine particles Carbide Honing edge AICIN 2 3

24



Chamfering Series

For Drflling

Maehine

@ Fantastic machining with HSS insert and breaker originally designed by us
Line-up 30°,45° and 60° fantastic angle processing are ensured

hs3
aQ

|m
S _ I
3

es
L

S| 45°

\)/

@

I
®Ds

@D

() BM4524T

TM32GUR : ¢p5mm~ ¢24mm
TM32GSR : ¢p5mm~@21mm

2s

!

ot

\)j ’/7@

¢d
n

@Ds

¢D

) BM4s52T

(8]

25

TM32GUR : ¢33mm~@52mm
TM32GSR : ¢33mn~@50mm

2s

2n

BM3029T

TM32GUR : ¢6mm~@29mm
TM32GSR : ¢6mm~@26mm

Mentrube

For Customers Purchased

Clamp Screw Wrench e
M-1 MA1 = =" New type

3% 1 piece TM32GUR HSS Insert is supplied as standard accessory

Old type. L-6

3% Clamp Screw, lock pin and wrench are supplied as standard accessory check it

‘ @d

@¢d
8
a 8
.}

. edn ) ’
c IS 15

| S| 45° =
®Ds
¢D

© BM4524TL €) BM4531T

TM32GUR : ¢pbmm~ @24mm

TM32GUR : ¢12mm~@31mm
TM32GSR : ¢5mm~@21mm

TM32GSR : ¢12mm~@28mm

¥Please purchase a commercially available product separately.

¢d
| !:

2s

To customers who only purchase tools and parts

= »’f * Lock piw Wrench vﬂﬂﬂ"’

K-3

PIease. © BM4538T. ) BM4552T. () BM4566T
There are new type and old type.

45°

() BM4538T

TM32GUR : ¢19mm~¢38mm
TM32GSR : ¢19mm~@36mm

n

J |

¢®Ds

¢D @D

() BM4566T @) BM4580T-JT6

BM4594T-JT6

TM32GUR : ¢47mm~p66mm TM32GUR : ¢61mm~80mm
TM32GSR : ¢47mn~@64mm TM32GSR : ¢61mm~@77mm

TM32GUR : ¢75mm~@94mm
TM32GSR : ¢75mm~@91mm

BM45100T-JT6

BM45108T-JT6

TM32GUR : ¢81mm~¢100mm
TM32GSR : ¢81mm~@97mm

TM32GUR : ¢89mm~¢108mm

TM32GSR : ¢89mm~¢105mm

es

¢Ds @Ds

@D @D
) BM3047T () BM6021T

TM32GUR : ¢p21mm~g46mm
TM32GSR : ¢21mm~@43mm

TM32GUR : ¢7mm~@21mm
TM32GSR : ¢7mm~¢19mm

1)

BM6030T

TM32GUR : ¢15mm~@29mm
TM32GSR : @ 15mm~@27mm




TBlade

M Body
- - Chamfering and Deburring
: Dimensions (mm) by Drilling and Milling Machines
Model. No. Figure | Blades oD #Ds od odn L s on =
BM4524T [7) 1 2520 | 449 | 10 26 67 45 22 45°
BM4524TL ) 1 2520 | 449 | 10 26 110 | 88 22 45°
BM4531T [5) 1 33.06 | 11.57 | 12 33 75 50 25 45° FPTTTTTIIT
BM4538T 1) 1 39.83 | 1817 | 12 40 75 50 25 45° ®)
BM4552T [5) 1 5391 | 38217 | 13 54 80 55 25 45°
BM4566T [6) 1 67.94 | 4617 | 13 68 80 55 25 45°
BM4580T-JT6 [7) 1 81.96 | 60.17 82 40 45° l
CTED BM4594T-JT6 (7] 1 95.96 | 74.17 96 40 45°
BM45100T-JT6 [7) 1 101.96| 80.16 101 40 45°
CEDBM45108T-JT6 (7) 1 109.96 | 88.17 110 40 45°
BM3029T (&) 1 302 | 552 | 10 30 74 45 29 30°
BM3047T [5) 1 4739 | 21 12 | 475 | 75 50 25 30°
BM6021T [10) 1 2177 | 660 | 10 23 69 45 24 60°
BM6030T 1) 1 30.38 | 15 12 | 304 | 75 50 25 60°
3% 1 piece TM32GUR HSS Insert is supplied as standard accessory
% Clamp Screw, lock pin and wrench are supplied as standard accessory
[ Cuttinng Conditions Capacity
TM32GUR TM32GUR TM32GSR TM32GSR TM32GSR Model. No. Bore chamfering
Model. No. HSS HSS TiAeN HSS HSS TiAEN AC16N —Ter e
Rotation Speed (rp.m.) BM4524T ¢5m~@p24m | p5m~@21m
BM4524T 160~320 200~400 160~320 200~400 200~400 ENIASoATL ey e I ———
BM4524TL 160~320 200~400 160~320 200~400 200~400
BM4531T 130~280 150~350 130~280 150~350 150~350 BM4SSIT ¢12m~¢31mn | ¢12m~¢28m
BM4538T 130~280 150~350 130~280 150~350 150~350 ZLLRERIOT GEI~GREED | Gl CGEE
BM4552T 80~120 100~150 80~120 100~150 100~150 BMA5521) #33m~¢52m | $33mm~$50m
BM4566T 40~80 50~100 40~80 50~100 50~100 EMGOR0T) GEVI~GEED | GAUT~GEm
BM4580T-JT6 20~50 20~50 20~50 20~50 20~50 BMA4580T-JT6 | ¢61mm~¢80mm | $61mm~¢77nm
BM4594T-JT6 20~50 20~50 20~50 20~50 20~50 SERERATG || (TG | GPEI~=EENm
BM45100T-JT6 20~50 20~50 20~50 20~50 20~50 BM45100T-JT6 | ¢81m~¢100m | ¢81m~¢97mn
BM45108T-JT6 20~50 20~50 20~50 20~50 20~50 BM45108T-JT6 | ¢89mn~¢108mm | $89mn~¢105mm
BM3029T 160~320 200~400 160~320 200~400 200~400 BM3029T ¢Bmn~p29mm | p6mn~26mn
BM3047T 130~280 150~350 130~280 150~350 150~350 BM3047T $21mn~p46mn | p21mn~p43mm
BM6021T 160~320 200~400 160~320 200~400 200~400 BM6021T d7In~¢p21mn | G7mn~c19mn
BM6030T 130~280 150~350 130~280 150~350 150~350 BM6030T $15mm~p29mm | ¢ 15mm~p27mm

Depending on the Machine’ s rigidity, above conditions may not be Suitable.

Please use our original Insert for our tool

In case of soft material like Aluminum,Copper etc ,reduce rotation speed accordingly
In case the chattering is occurred, rotation speed will have to be reduced and use cutting oil

M Processing Example

[ & 12mm Bore mouth chamfering ]

W Body :BM4524T
M Insert : TM32GUR HSS

©® Material SUS304
® Rotation Speed -- 320r.p.m.

® Use machine - - Bench type Drilling Machine |

Good ! No deburring even after more than 1000 time processing

S

According to the shape, clamp condition and volume of chamfering amount the above cutting
condition have to be adjusted. For large amount chamfering, the rate will have to be reduced

TM32GUR

O
AL/

Blade length is 2-3mm longer than
TM32GSR and can be widely processed

.} TM32GUR have2-usable corners(front and rear)
but TM32GSR have 6-usable corners.
Saving production cost !

TM32GSR
M Insert
Figure Model.No. Material Blade Shape Coating Usable Corner |Quantity per box

BUA (TM32GUR) @
TM32GUR HSS HSS Sharp edge None 2 3
TM32GUR HSS TiAZN HSS Sharp edge TiAEN 2 3

©9.525 3.18
. TM32GSR
60 ¢ - ) TM32GSR HSS HSS Sharp edge None 6 3
TM32GSR HSS TiAgN HSS Sharp edge TiAZN 6 3
TM32GSR AC16N i i i i AICIN 6 3
G855 X [NEW ] Fine particles Carbide Honing edge Tl

Please do not take reverse tightening when mounting insert.
Please make sure that reverse tightening is made or not

[

Poor accuracy or breakage of insert could be occurred
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Chamfering Series

Mentrucee

For Drilling Machine

® Ideal for small hole chamfering

© High Heiss steel durable to a main body material

8s

en

1Blade

Bore chamfering

Capacity Bore chamfering @ 1mm~ ¢22mm
[ Body
Dimensions (mm)
Model. No. Blades o
¢D | ¢Ds | ¢d @dn L es en
TBM4522T 1 229 | 1 10 | 24 | 80 | 50 | 30 45°

3% 1 piece TNEGXR160304XR HSS Insert is supplied as standard accessory
3% Clamp Screw, lock pin and wrench are supplied as standard accessory

[ Cuttinng Conditions

Material Rotation Speed  (r.p.m.)

General Steel

Alloy Steel

160~320 200~500

Aluminum,Resin,Brass

Castings

Depending on the Machine’ s rigidity, above conditions may not be Suitable.

In case of soft material like Aluminum,Copper etc ,reduce rotation speed accordingly

In case the chattering is occurred, rotation speed will have to be reduced and use cutting oil
Please use our original Insert for our tool

According to the shape, clamp condition and volume of chamfering amount the above cutting
condition have to be adjusted. For large amount chamfering, the rate will have to be reduced

I Processing Example

[ & 2mm Bore mouth chamfering ]
¥ Body : TBM4522T

¥ Insert : TNEG160304ER HSS

© Material========= S50C

Dry cutting

Clamp Screw
M-1 ©® Rotation Speed-+= 320r.p.m. ] 9
- ® Use machine=+ -+ -Bench type Drilling Machine b N
Wrench s S—_—
e esult —
MAl = e -
Good finish
M Insert
Figure Model.No.
(TNEG160304)
90°
DL TNEG160304XR HSS HSS Sharp edge None 2 3
jﬁ
S
TNEG160304ER HSS HSS Honing edge None 2 3
9525 318
TNXT160304FR HSS HSS Sharp edge None 3 3
{NEW] :
TNXT160304ER HSS HSS Honing edge None 3 3
TNXT160304ER HSS AICIN HSS Honing edge AICTN 3 3
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Chamfering Series MentrUdee TBlade

Dish Chamfering Processing Dish Chamfering Processing

016 For Deilling Maenine,
also Eloerrie Deill 4

© Optimal Tool for small hole chamfering!

@ Using Durable High-Speed Steel body

@ Achieved a super long life by using Ultrafine
particle Carbide + New Coating Tips !

©Positive type with 3-coner Fine Carbide Tip can

be used !
MBM6010T
Capacity
Model. No. Dish Chamfering Processing  (Min. Blade Diameter * Max. Blade Diameter)
TCXT080102F / TCXT080102E
MBM3015T @2.5mm~¢p13mm
MBM4513T @»2.5mm~¢p11mm
MBM4513TL »2.5mm~¢p11mm
MBM6010T @d3mm~cp7mm
[ Body
Dimensions (mm)
B OB .
T a
Model. No. @D |¢Ds| od |@dn| L | &s | en
@ MBM3015T 1 15.331 240 | 10 15 75 62 13 30°
MBM4513T 1 13.08| 2.41 10 13 75 62 13 45°
MBM4513TL 1 13.08| 2.41 10 13 143 | 130 | 13 45°
CED MBM6010T 1 (1026|269 | 10 — | 75 - - 60°

%1-pce of TCXT080102E AC16N insert is equipped as standard accessary
2 Clamp Screw+Wrench are standard accessary

[ Cuttinng Conditions

- |
Work Material Spindle Speed(r.p.m.)
General Steel etc. 150~800
Alloy Steel, SKD/SCM etc. 150~800
Stainless Steel, SUS etc. 150~800
Aluminum, Resin, Brass 150~800 150~800
Cast/Steel, FC/FCD etc. 150~800 150~800
© There is that above condition is not he case due to the difference of various machine’s rigidity.
Hard-to-cut materials(A5052, Copper etc.)
should be increasing the rotation than the above mentioned conditions.
© If the chattering or the like occurs in the cutting plane, please lower the rotation and use cutting oil
© Please use a dedicated Tips listed below.
 Please adjust the cutting condition due to the work shape, clamp condition,
chamfering amount(small or large) and position of cutting edge etc.
© If processing diameter and the chamfering amount is large to process by lowering the cutting conditions,
B Processing Example
[ ¢ 3 C2 Chamfering of the hole in the mouth] | I l Dry cutting
[ Holder : MBMA4513T i
W Tips : TCXT080102E AC16N i
ol s ©Material=====s==« SUS304
Ljrgp CleW ORotation==r====n- 450r.p.m.
®Machine====-+==--Bench Drilling Machines
e
Wrench i
N-4 No Bali and No Burr
Good Finish
M Insert
Drawing Model Number Material Edge Shape Coating Usable Corner | Quantity per box
(TCXTO080102E) .
GUA #
. TCXT080102F ZC16N Fine particles Carbide Sharp edge None 3 3
B
S
g
TCXT080102E AC16N Fine particles Carbide Honing edge AICrN 3 3
®4.76 1.588
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Chamfering Series

Sinallesit

Chibi Ryanmen

2Blade | BBlade

ir-Blede |oolsd

Enable front/reverse chamfering and V-grooving

-l

WTRI10-12S

W TR16-20S
¢d

Capacity
Model. No. ;
Bore chamfering
TR10-12S p6mm~¢11.24mm
TR16-20S $14.5mm~¢19.8mm

% Steel: C2 is maximum
% Stainless Steel: C1 is maximum

Clamp Screw
L-18

Wrench //‘
N-4 =

M Body
Dimensions (mm)
Model. No. Blades
¢D | oDs | ¢dn | od L 8s en L3 z
TR10-12S 2 [1124] 6 6 10 70 55 15 | 5.45 272
TR16-20S 6 | 19.8 | 145 | 14 16 | 105 | 75 30 | 5.45 272
X Inset is not supplied as standard accessory. Please order separately.
3 Clamp screw wrench are supplied as standard accessory
M Cuttinng Conditions
material Model ZA10N ZA20N AC16N
Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.08~0.2 100~200 100~200
Alloy Steel 0.08~0.2 100~200 100~200
Stainless Steel 0.08~0.2 100~200 100~200
Aluminum,Resin,Brass| 00803 250~800
Cast Steel 0.08~0.3 100~200 100~200

According to the shape of work, clamp condition and large or small chamfering
amount and position of blade, the cutting condition will have to be adjusted.

In case of large amount chamfering process. please reduce the condition

In case of chamfering process of Stainless steel, kindly take down cutting

W Processing Example
[Corner Chamfering]
[ Dry cutting |

M Body : TR16-20S

¥ Insert : SPMT030102 AC16N
©Material- - S50C
®Rotation Speed- 7,000r.p.m.
®Table feed:------ 4,000mn/min
©Cutting Depth - - 1mm

®Cutting Oil - - - -+ None
Good!

Without secondary burrs and chattering

¥ Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(SPEW030102) e
. 2
i ™
) ]sg SPEW030102 ZA10N Carbide K10 Sharp edge None 4 12
3.6 (Except nose R) 1.588
(SPMT030102)
R02 il SPMT030102 ZA20N Carbide M20 Sharp edge None 4 12
5 ™
3 3
SPMT030102 AC16N |[Fine particles Carbide Sharp edge AICIN 4 12
3.6 (Excent nose R) 1.588
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Staggered | Staggered

Chamfering Series Ryanmencut'v 1Blade zBIade 4B|ade

Corner Chamfering Reverse chamfering Side V-grooveing

Oz pass

© Enable front/reverse chamfering

and V-grooving one pass od Capacity
Model. No. .
o y Bore chamfering
MRV12-19S $13m~¢19.5m
RV16-35T $18mm~@35.9mm
q Cutting edge effective blade ) RV25-46T $28mn~$45.6mm
diameter ¢ 13 more
¢ M Body
Model. No. | Fi Blad Dimensions (mm) e
joael. No. 8. aaes
M € #D |¢Ds|¢Ds2| od | L | gs | en | L3 | Z
0
>_Pf 1ose R = MRV12-19S | @ 1 19567 | 13 | 12 150|128 | 22 | — |657| SPMT090304
[ “rTo the center 6.57 - RV16-35T | @ Stzaﬁﬁfd’:d 359 18 16 | 200|175 | 25 [18:3| 9.0 T22MOR
Ds2
gose | RV25-46T | © Sf‘aﬁf:d’:d 456| 28 25 | 200|175 | 25 |17.9] 9.0 T22MOR

¢6.7 _less than ¢ 13 can not be used.
\ / X Inset is not supplied as standard accessory. Please order spearately.
% Clamp screw wrench are supplied as standard accessory.

Clamp Screw
L-15 t M Cuttinng Conditions
i Chamfering
Wrench 45y < Material Feed per blade (fz) Cutting speed (m / min)
N-6 ) General Steel 0.05~0.2 100~150
clos N Alloy Steel 0.05~0.2 100~150
LI Stainless Steel 0.05~0.2 80~120
Aluminum,Resin, Brass 0.08~0.25 150~400
Cast Steel 0.05~0.2 100~150
Side V Groove Processing
Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.03~0.1 100~150
Alloy Steel 0.03~0.1 100~150
Clamp Screw Stainless Steel 0.03~0.1 80~120
M-1 Aluminum,Resin, Brass 0.05~0.15 150~400
Cast Steel 0.03~0.1 100~150

According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.

In case of large amount chamfering process, please reduce the condition

In case of chamfering process of Stainless steel, kindly take down cutting

M Processing Example
[C2 chamfering]

M Body : RV25-46T

™ Insert : T22MOR NK5050
©®Material =+-+--- SUS304
®Rotation Speed == 800r,p,m
®Table feed «=+=+= 160mm/min
©Cutting Depth =+- 2mm
®Cutting Oil «-««. None

Good! Without secondary burrs and chattering

AN

. Of nose R
z The center
to 9.0

Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
BOA (T22MOR) 1m°
12
T22MOR NK5050 Carbide M10 Sharp edge TiN 3 12
07.94 3.18
R0.4 (SPMT090304)
SPMT090304 NK6060 Carbide M20 Honing edge TiAZN 4 12

8.7 (Except nose R)
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Cramtering Series 1 0 | =1 (0] 1002 A & C

Exclusive use for back chamtering

@ This is a special tool for back spot hole chamfering and edge chamfering process

30°
Capacit
y Model. No. e E L/

¢d

diameter Rear edge chamfering
UMH12-6.85-M830 | ¢6.8 $6.81n~$9.7mm
UMH12-8.5S5-M10-30 $8.5 $8.5mn~¢11.7mm

\ UMH12-10S-M12-30 | ¢10.0 | ¢10.0mm~@14.8mm
9 UMH12-12S-M14-30 | ¢12.0 | ¢12.0mm~¢16.8mm
UMH12-14S-M16-30 | ¢14.0 | ¢14.0mm~¢18.8mm
UMH16-16S-M18-30 | ¢16.0 | ¢16.0mm~¢20.8mm
UM12-16S-30 $16.0mm Over ~
- s |
Ds

2s

(1)

8s

Clanp Screw  (vs-m10)

L-18 E

Clanp Screw  (M12~M18)

L-19
E Clamp Screw
L19 t
) o UMH12-12S-M14 $12.0 | ¢12.0mm~¢16.8mm

Wrench #Ds
(L-18, L-19. The same) Wrench UMH12-14S-M16 $14.0 | ¢14.0mm~¢18.8mm
b3 N4 ,///‘ UMH16-165-M18 | $160 | ¢16.0m~¢20.8m
//‘ UM12-16S ¢16.0m Over ~
‘ 3> 5 - :
¢D oo, e |

Capacity
¢D2 Model. No. -HOIe Panar ados ~rhamfaring
e, odel. No diameter Rear edge chamfering

Hole Capacity
- Model. No. diameter |Rear edge chamfering
UMH12-6.85-M8 $6.8 $6.8m~¢9.7mn
UMH12:855-M10 | ¢85 | @8.5m~¢11.7m
UMH12-10S-M12 | ¢10.0 | $10.0m~@14.8mn

2n-S
en

en-S
en

£ UMH12-685-M8-60 | ¢6.8 | ¢6.8m~9.7m
UMH12-855-M10-60 | ¢85 | ¢8.5m~p11.4m
%% UMH12-10S-M12-60 | ¢10.0 | ®10.0nm~g13.5m
UMH12-128-M14-60 | ¢12.0 | ¢12.0m~¢15.5m
UMH12-14S-M16-60 | ¢14.0 | ¢14.0m~¢17.5m

j Maximum UMH16-16S-M18-60 | ¢16.0 $16.0mm~¢p19.5mm

Processable _ " ~
Sheet Thickness UM12-14.5S-60 ¢14.5mm Over

M Body
Dimensions (mm)

Tl (T Figure | Blades | 1y | 4o | ¢ps | od L s | en | eS| S T E Inserts @
UMH12-6.85-M8-30 [7) 1 62 | 97 | 68 | 12 | 107 | 70 | 37 | 321 | 49 | 28 | 1.76 | SP-SPET040102
UMH12-8.55-M10-30 1) 1 75 | 117 | 85 | 12 | 117 | 70 | 47 | 420 | 50 | 38 | 211 SPET040102
UMH12-10S-M12-30 [7) 1 90 | 148 | 100 | 12 | 129 | 70 | 59 | 522 | 68 | 47 | 292 SPETO6T104
UMH12-125-M14-30 [7) 1 100 | 168 | 120 | 12 | 134 | 70 | 64 | 572 | 68 | 52 | 342 SPETO06T104
UMH12-145-M16-30 [7) 1 120 | 188 | 140 | 12 | 139 | 70 | 69 | 622 | 68 | 57 | 341 SPETO06T104
UMH16-165-M18-30 1) 1 140 | 208 | 160 | 16 | 149 | 70 | 79 | 722 | 68 | 67 | 341 SPETO06T104
UM12-16S-30 9 1 16.0 11.0 12 118 70 48 411 6.9 SPET06T104
UMH12-6.85-M8 1) 1 62 | 97 | 68 | 12 | 107 | 70 | 37 | 322 | 48 | 28 | 176 | SP-SPET040102
UMH12-8.5S-M10 0 1 7.5 11.7 8.5 12 117 70 47 42.0 5.0 38 2.11 SPET040102
UMH12-10S-M12 [7) 1 90 | 148 | 100 | 12 | 129 | 70 | 59 | 521 | 69 | 47 | 292 SPETO06T104
UMH12-125-M14 [7) 1 100 | 168 | 120 | 12 | 134 | 70 | 64 | 571 | 69 | 52 | 342 SPETO06T104
UMH12-14S-M16 [7) 1 120 | 188 | 140 | 12 | 139 | 70 | 69 | 621 | 69 | 57 | 341 SPETO06T104
UMH16-165-M18 [7) 1 140 | 208 | 160 | 16 | 149 | 70 | 79 | 721 | 69 | 67 | 341 SPETO06T104
UM12-165 [2) 1 160 | 110 | 12 | 118 | 70 | 48 | 410 | 7.0 SPETO06T104
UMH12-6.85-M8-60 [7) 1 62 | 97 | 68 | 12 | 107 | 70 | 37 | 320 | 50 | 28 | 1.76 | SP-SPET040102
UMH12-8.55-M10-60 1) 1 75 | 114 | 85 | 12 | 117 | 70 | 47 | 420 | 50 | 38 | 1.96 SPET040102
UMH12-10S-M12-60 1) 1 90 | 135 | 100 | 12 | 129 | 70 | 59 | 527 | €3 | 47 | 227 SPETO06T104
UMH12-125-M14-60 1) 1 100 | 155 | 120 | 12 | 134 | 70 | 64 | 577 | 63 | 52 | 277 SPETO06T104
UMH12-145-M16-60 [7) 1 120 | 175 | 140 | 12 | 139 | 70 | 69 | 627 | 63 | 57 | 276 SPETO06T104
UMH16-165-M18-60 [7) 1 140 | 195 | 160 | 16 | 149 | 70 | 79 | 727 | 63 | 69 | 276 SPETO06T104
UM12-14.5S-60 e 1 14.5 11.0 12 118 70 48 417 6.3 SPET06T104

¥ Inset is not supplied as standard accessory. Please order separately.
3 Clamp screw and wrench are supplied as standard accessory.
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TBlade

Rear Spot surface chamfer process in bore process Rear surface Edge chamfering process . Processing EX amp|e

[Eccentric Rear Chamfering Cutter-Test]

H Body : UMH12-8 5S-M10
W Insert : SPET040102 AC16N

Wet Processing

[ ] Material «-ceccvet SKD11 [ ]
© Rotation Speed - - - - 800r.p.m. o
© Cutting Speed -« - - - 21m/min o
© Table Feed «------ 40mm/min ®
©Blade Feed -+ -+ - 0.05m/tooth @
© Hole diameter - - - - 8.5mm

© Cutting Depth - - - - Tmm

Good!
Without secondary burrs and chattering

CE-CIEIE-ME-30 6
Bod § 0
g 4 o0
Material Model NK1010 NK2020 AC16N Material Model NK1010 NK?2020 AC16N
Material Feed Per Blade (fz) Cutting speed (m / min) Feed Per Blade (fz) Cutting Speed (m / min)
General Steel 0.03~0.05 25~30 25~30 0.05~0.1 50~70 50~70
Alloy Steel 0.03~0.05 25~30 25~30 0.05~0.1 50~70 50~70
Stainless Steel 0.03~0.05 20~25 25~30 0.05~0.1 40~50 40~50
Aluminum, N . _ -
ResinBrass 0.03~0.05 30~35 0.05~0.1 80~100
Cast Steel 0.03~0.05 30~35 0.05~0.1 80~100
© According to the shape of work, clamp condition, large or small chamfering amount and position of blade, the cutting condition will have to be reduced
© Coolant is recommended
[ ] Yellow marked condition is recommended for the material listed
How to use and Example Example program (UMH12-14S-M16)
z ®N10
| ® G90 GO0 G54 X-3.41 YO M19
©®G43 Z5.0 H3 T1T--------- ®
E X ‘ ©®G1 Z-18.0 F2000- @
‘ ‘ O X0evrvrronrennns NG
341 ] T ) ) I ® M3 S600
T ; — ®G1 Z—149 F30-wwveveeeens @
| ‘ | =] o o @ Z—18.0 F200- +ervereresens ®
‘ = - o M19
014 ' z T @ X—34] eeeveeneeniennnnens ®
@ @GO Z10.0:cccvvvcvecnnccnn @
© G80 Z10.0
@ @ ® @ ©G30 2100
Max, processing thickness: T

Chamfer amount: C

Z=-(T+8C)
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
M8
e (SP-SPET040102) ;. SP-SPET040102 NK1010 Carbide K10 Sharp edge None 1 12
i e
™
l]‘é SP-SPET040102 NK2020 Carbide M20 Honing edge None 1 12
(Emﬁ-f}ose R 1.588 SP.SPET040102 AcieN | Fine particles Carbide Honing edge AICIN 1 12
®M10 1
(SPET040102) T SPET040102 NK1010 Carbide K10 Sharp edge None 4 12
@ ©
s | 13
— ] SPET040102 NK2020 Carbide M20 Honing edge None 4 12
|
39 1588
ot ey Fine particles Carbide | Honing edge AICIN 4 12
44
oot e SPET040102 AC16N
OM12~18/UM12-16S
(SPET06T104) 1 SPET06T104 NK1010 Carbide K10 Sharp edge None 4 12
& \ ]“’.
> 2 .
€ | S SPET06T104 NK2020 Carbide M20 Honing edge None 4 12
TS o
| 1
- 1.984
(Except nose R) @ . . ) .
SPET06T104 ACi6N | Fine particles Carbide | Honing edge AICTN 4 12
(Except nose R)
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Chamfering Series MUIti-Angle Mini

W %in the case of an angle less than 45 °

a’<45°--- ¢20.6>¢D]

Proeessiny

©0°~90°Angle adjustment
can be easily and securely made

Clamp piece
CL-2ST

Bore Chamfering Wrench

ok (
locator
ML-T111

x5°scale
L
Screw =
BB3-4 =
Wrench Usable range
K-2

Clamp Screw
L-13
Wrench //‘

Usable range

M Body
Dimensions (mm)
Model. No.
blades ®D @D1 ¢d S1 L1 es £n 3
MAM20-19TI 1 %2 %2 20 2 (120) 971 (22.6)
@ Insert is not equipped as standard accessory. Please purchase it separately
@ Clamp screw, screw,wrench and locator are supplied as standard accessories
#1-- Dimensions vary depending on the angle.
2 Please refer to angle dimension table (P-34)
#3--- It is the dimension when the scale is set to 45 degrees.
W Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
BO;Qr (TPET110204)
TPET110204 ZA10N Carbide K10 Sharp edge None 3 3
TPET110204 AC15N Fine particles Carbide Honing edge AICIN 3 3

33



TBlade

M Cutting Conditions M Processing Example

[C3 Chamfering]

Material Model ZA10N AC15N M Body : MAM20-19TI
Material Feed per blade (fz) Cutting speed (m/min) W Insert : TPET110204 AC15N
General steel 005~0.15 100~150 © Material - - -« SUS304 Wet Processing
© Rotation Speed - - - - 1,000r.p.m.
Alloy steel 0.05~0.15 100~150 © Table feed «« ++---- 100mm/min
3 © Depth of Cut -+ ---- C3
Stainless steel 0.05~0.15 80~120 © Cutting Oil -+~ -+ -+ Yes
Aluminum, 0.08~0.2 150~400 Result
resin,brass
|
Cast steel 0.05~0.15 100~150 Good!

No secondary burrs and, No chattering after processing

Coolant will be recommended

[ Angle Dimension Table 1
‘ ‘ Dimensions (mm)
Angle [ ysable range
#D~¢D3 | ¢D1 | S1 | S2% | é@n L
a | ¢Dx | @D3
5 | 564 |¢13.46|¢15.11| 0.87 | 0.46 | 21.50 |118.60
10° | p4.41 |¢14.55|¢16.12| 1.73 | 0.70 | 21.84 |118.94
15° | $3.13 |$15.56|¢17.04| 2.58 | 0.72 | 22.13 |119.23
20° | $1.79 |916.48|¢17.87| 341 | 048 | 2235 |119.45

$D~@D1
é 5 Usable range Please note the blade back interference
(o [ in the case of an angle less than 25 °
D1
a’=25° a’<25’

[ Angle Dimension Table 2

Dimensions (m)
Usable range ¢D2~@D3
a oD ¢D1 S1 en L
¢D2 ¢D3
0 6.81 $14.01 $6.81 $12.29 - 21.10 118.20
25° $0.55 ¢18.60 ¢1.55 ¢17.3 4.21 22.53 119.63
30° ¢1.98 ¢19.21 $2.96 ¢18.01 4.98 22.64 119.74
35° $3.42 $19.72 $4.38 ¢18.62 571 22.69 119.79
40° $4.87 ¢20.11 ¢5.8 ¢19.11 6.39 22.67 119.77
45° ¢$6.31 $20.37 7.2 $19.48 7.03 22.60 119.70
50° ¢7.73 $20.52 $8.57 ¢19.74 7.62 22.47 119.57
55° $9.13 ¢$20.54 $9.9 ¢19.87 8.15 22.27 119.37
8 60° $10.49 ¢20.44 ¢11.18 $19.87 8.62 22.02 119.12
© o 65° $11.81 $20.22 ¢12.41 ¢19.76 9.02 21.71 118.81
70° $13.06 ¢$19.88 ¢13.57 ¢19.52 9.36 21.35 118.45
75° $14.26 $19.42 ¢14.66 ¢19.15 9.63 20.94 118.04
80° $15.38 ¢18.85 ¢15.66 ¢18.67 9.83 20.47 117.57
. . . 85° $16.42 ¢18.16 ¢16.57 ¢18.08 9.96 19.97 117.07
(90 >a>=2% ) 90° - $17.38 - ¢17.38 10.01 19.42 116.52

Scale display

(30°] (45°] [60°]

'4 'Q 'Q
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Chamfering Series

Multi-Angle mill

Variable Angle Proecessingl

© By the serration mechanism and our original double clamp system,

holding parts is superior to prevent insert movement.

0°~90° Angle adjustment can be easily and securely made

‘ od

Locator received

MLH-1 P

Clamp Screw
M-1
Wrench e

MA-T = N

"

dn
l 3

Clamp Screw
CL-1S

Wrench
K-3

Locator
ML-S15

Clamp Screw

L-16

Wrench /‘
BT-20

M Body
Dimensions (mm)
Model No. blades
@D1 ¢d ¢dn L es en
MAM32-50S 1 *1 32 38 145 100 45
MAM32-50SL 1 %1 32 38 200 155 45

X Insert is not equipped as standard accessory. Please purchase it separately
3% Clamp screw, wrench and locator are supplied as standard accessories
% Please refer to angle dimension table (P-36)
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TBlade

{6F°) Angle Dimension Table 1(MAM?32-50S)

6F ¢D ¢D1 S1 L
0° 45° 45°Q 0 8.3 $40 159 145
— — N N 5 ¢11.3 ¢42.1 1.3 145.2
‘ ‘ 10° ?13.6 44 27 1452
‘ ‘ ‘ ‘ 15° $15.9 $45.7 4.0 1452
! ! 20° ?18.1 $47.1 53 1451
‘ ‘ ‘ ‘ 25° $20.4 $483 65 1448
‘ ‘ ‘ ‘ 30° $22.6 $49.3 7.7 1445
! ‘ ‘ ‘ 35° 0247 $49.9 8.8 1441
‘ L ‘ ‘ ‘ 40° $26.7 $50.3 9.9 143.6
: : : : 45°() $28.7 $50.5 10.9 143
‘ ‘ ‘ ‘ 45°@ $14.3 36 10.9 150.2
50° 17.4 $37.2 11.8 150.2
) ) 55° $20.5 $38.2 126 150
< o 60° $23.6 $39.1 13.4 149.6
N s1 ¥ 65° $26.7 $39.7 14 149.2
o0 70° $29.6 $40.1 145 148.6
T — 75° $32.4 $40.4 14.9 147.8
] R 1ol N 80° $35.1 $405 152 147
85° $37.6 $40.3 15.4 1461
{6R’) Angle Dimension Table 2 (6R°=90°"—8F")
— —— 6R° ¢D1 ¢dn S2 S3
85° $42.1 $39.4 1.7 15.4
i ‘ 80° P44 $38.6 3.1 152
! ‘ (7)-" 75° $45.7 $38.0 44 14.3
‘ ‘ 70° ¢47.1 $38.0 5.6 125
: : 65° $48.3 $38.0 6.9 114
‘ ‘ 60° $49.3 $38.0 8 97
| | 55° $49.9 380 92 85
d 1 @dn - &, 50° $50.3 $38.0 10.2 7.4
‘ \ ‘ () 45° $50.5 $38.0 11.2 6.2
‘o
O
(i 733
N1 Jer
D1
2 S2
M Cutting Conditions Il Processing Example
D U404 > 040 [ Perimetery C5 Chamfering]
Material Model ZA10N ZA20N AC15N @ Body : MAM32-50S Dry cutting
Material Feed per blade (fz) Cutting speed (m/min) i Body : SDMT150404 ZA20N
©® Material=+==-=---845C
General Steel 0.05~0.15 100~150 100~150 ® Rotation Speed« « +630.p.m
Alloy Steel 0.05~0.15 100~150 100~150 © Table feed======+ 63mm/min
® Depth of Cut===-+ C5
Stainless Steel 0.05~0.15 80~120 80~120 ® Cutting Qil=====+- None
AluminumResinBrass|  0.08~0.2 150~400
- Good!
Castings 0.05~0.15 100~150 No secondary burrs and, No chattering after processing
@ In case of Stainless steel processing, please take down cut
I Insert
Figure Model.No. Material Blade Shape Coating Usable Corner Quantity per box
R04 (SDETI50404)
o
g SDET150404 ZATON Carbide K10 Sharp edge None 2 3
15°
15 (Excent nose R) 4762
R0.4 (SDMT150404)
= SDMT150404 ZA20N Carbide M20 Honing edge None 4 3
B
o
© 15°
e SDMT150404 AC15N | Fine particles Carbide |  Honing edge AICIN 4 s
15 (Except nose R) 4.762
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1Blade

Chamfering Series

Capacity
SNK1516C|SNK2016C | SNK2515C | SNK3015C | SNK3514C | SNK4013C | SNK4512C | SNK5014C | SNK5514C [ SNKB015C | SNK6515C | SNK7014C | SNK7514C
a’ 15° 20° 25° 30° 35° 40° 45° 50° 55° 60° 65° 70° 75°
¢1.0~ $2.0~ 1.5~ ¢1.5~ ¢1.5~ ¢1.5~ ¢1.5~ $5.0~ $6.0~ ¢7.5~ $8.5~ $9.5~ ¢10.5~
$16.0mm $16.5mm $15.5mm @15.0mm $14.0mm $13.5mm $12.5mm ¢14.5mm $14.5mm $15.0mm $15.0mm ¢14.5mm @14.0mm

Small Diameter Hypel

@ This tool was developed for Small Diameter processing
© You can choose angle 15 °~75 ° (with 5 °increments)
© Rich Inserts can be selected for various workpiese Processing

@d HBody

Applications use

Bore chamfering

‘ ‘ Dimensions (mm)
= AR RS D L‘!ZL"Z:S?M od L 2s 2n S “
Maximum diameter(¢ Ds)
blade length SNK1516C 1 18.0 0.5 20 125 | 95 30 2.1 15
About 9 mm SNK2016C 1 18.2 1.1 20 | 125 | 95 30 | 28 20
SNK2515C 1 17.0 0.6 20 125 95 30 35 25
SNK3015C 1 16.3 0.7 20 125 95 30 45 30
SNK3514C 1 15.5 0.7 20 125 95 30 5.2 35
a SNK4013C 1 14.6 0.8 20 125 95 30 5.9 40
SNK4512C 1 135 0.9 20 125 95 30 6.4 45
SNK5014C 1 15.5 4.0 20 125 95 30 7.0 50
- SNK5514C 1 15.2 5.0 20 125 95 30 75 55
SNK6015C 1 15.6 6.7 20 125 95 30 7.3 60
SNK6515C 1 15.5 8.0 20 125 95 30 8.4 65
SNK7014C 1 15.1 9.0 20 125 95 30 8.7 70
SNK7514C 1 145 10.0 20 125 95 30 9.0 75
Clamp Screw X Inset is not equipped as standard accessory. Please purchase it spearately.
M-1 3 Clamp screw is equipped as standard accessory
Wrench Il Processing Example
MA [ ¢ 7mm Bore chamfering ]
I Body : SNK6015C

M Insert : C32GUX AC15D

©® Material========+ SUS304
® Rotation Speed--+3,000r.p.m.

® Cutting Speed===-150mm/m
® Depth of Cut=+---Z-4.0
® Cutting Oil=====+= Yes S
Good finish
M Cuttinng Conditions
material Model NK2001 ‘ NK1010 NK2020 NK3030 NK5050 NK6060 NK8080 AC15D AC25D HSS HSS TiN
Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.08~0.2 200~250 150~200 150~200 150~200 150~200 150~200 13~23 15~25
Alloy Steel 0.08~0.2 200~250 150~200 150~200 150~200 150~200 150~200 10~20 13~22
Stainless Steel 0.08~0.2 120~180 150~200 120~180 150~200 150~200 150~200 150~200 10~15 1~17
Aluminum,Resin,Brass 0.08~0.3 250~800 250~800 300~1,000 31~40 31~47
Castings 0.08~0.3 200250
According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.
Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
C32GUX NK2001 Cermet Honing edge None 2 12
(C326UX) C32GUX NK1010 Carbide K10 Sharp edge None 2 12
ROG &)n C32GUX NK2020 Carbide M20 Honing edge None 2 12
C32GUX NK3030 Carbide M20 Honing edge TiN 2 12
0 - o C32GUX NK5050 Carbide K10 Sharp edge TiN 2 12
EOS" j%’ C32GUX NK6060 Carbide M20 Honing edge TiAZN 2 12
— C32GUX NK8080 Carbide K10 Sharp edge TiAIN 2 12
go‘v\/\T‘ 3\,—‘]8 C32GUX AC15D Fine particles Carbide Honing edge AICTN 2 12
(Except nose R) ' C32GUX AC25D Fine particles Carbide Sharp edge AICTN 2 12
C32GUX HSS HSS Sharp edge None 2 12
C32GUX HSS TiN HSS Sharp edge TiN 2 12
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Chamfering Series Ka m e C u tte r BBlade

Sﬂﬂ@[?ﬂ’ @[mﬁ[m@ Corner Chamfering
working HmeJ

@ High Speed processing is ensured by the special shape tip

B Body
Dimensions (mm)
Model. No. Blades
¢D | oD1 | ¢pDs | ¢d | ¢pdn L 8s en | S1 s2
KMC25-34S 5 349|364 | 24 | 25 | 36 | 105 | 85 | 20 | 1.2 | 53
- X Insert is not equipped as standard accessory. Please purchase it separately

% Clamp screw is equipped as standard accessory

[ Cutting Conditions

Material Rotation speed (r.p.m.) Table feed Recommended Insert | Coolant
General Steel 2,000~ 2,000 S3H3MNZ NK2020 Yes
Alloy Steel 2,000~ 2,000 S3H3MNZ NK2020 Yes
b Stainless Steel 2,000~ 500~1,000 S3H3MNZ AC15D Yes
Aluminum,Resin,Brass 2,000~ 2,000 S3H3GNZ NK1010 Yes
A Castings 2,000~ 2,000 S3H3GNZ NK1010 Yes
® In case of chamfering process of Stainless steel, kindly take down cutting
2
® g \/ @D (maximum machining diameter) [C2 Chamfering]
8 .
§ /\ D1 (cutter diameter) : E\Z(:}r,t-:KS'\gﬁ(ZB:ASQSACISD
=

©® Material==»=+-+--SUS304

©® Rotation Speed---5,000r.p.m

© Table feed===+=++1,500mm/min
® Cutting Depth=++-C2

©® Cutting Oil======= Yes

45°

Clamp Screw
L-15

(cutter diameter)

Wrench o | L Resut |
N_s J‘naxlr(nu;n machining’ ! 4
- (minimum processing dlumeleri)Ti GOOd !
No secondary burrs and
No chattering after processing
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(S3H3MNZ) (S3H3GNZ) S3H3MNZ NK2001 Cermet Honing edge None 4 12

S3H3GNZ NK1010 Carbide K10 Sharp edge None 4 12
15°
f
S3H3MNZ NK2020 Carbide M20 Honing edge None 4 12
S3H3GNZ NK9090 ;
(Mirror polished finish) Carbide K10 Sharp edge None 4 12

S3H3MNZ AC15D | Fine particles Carbide Honing edge AICTN 4 12
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Chamfering Series

Baitender
Bi+t Iypel

® Expansion Bit type for
wide range chamfering !

©® Bore Chamfering Capacity:
¢28~ 133

©® T32-type insert can be used

(¢ Ds display) i

Set screw
BH-1

Body only Bit only Body+Bit
BTD32 BTC4516T BTD32-134T @rLLlisd AEl @bs
#D
Blad Dimensions (mm) o I Option Bit @LED
WtoGTeth e aes ®D | ¢Ds | ¢dn | ¢d L 8s en 4 S Model. No Dimensions (mm)
4985] 28 190 65 | 98 . o ¢D od L
SUCERARE T q3a6|1128| 4 | 32 |2328| 125 |107.8] 526 | 109 45
BTC4516T 16 20 115
BTD32 49 | 32 |180.2| 125 | 552
3 Inset is not supplied as standard accessory. Please order separately.
3 Lock Pin, set screw and wrench supplied as standard accessory . .
- Option Bit N
@3» mBTC3016T @) mBTC6016T
‘ L L
-
Model. No. Dimensions (mm) Model. No. Dimensions (mm)
oD od L oD od L
BTC3016T 16 20 119 BTC6016T 16 20 115
MBTC3016T(Option) is mounted ¢28mm~ ¢ 138mn I BTC6016T(Option) is mounted $28mn~@126mn
Blad Dimensions (mm) - Blad Dimensions (mm) o
a0eS ~ 5D [oDs | @dn | @d | L | & | en | Z | S 408" %D [ oDs | odn | od | L | s | en | z | S
5482 | 28 190 65 | 9.8 . 4337 | 28 190 65 | 9.8 .
T Y306 1128| 4 | 32 |2324| '®5 |1074 506 | 77 | V282 1128 % | 32 |o325| 125|075 505 | 133 | 0
Round corner Periphery
Chamforing WBTC3R16T Chamforing EBTCBCI16T
L L -l
y————==uul i
Estimated numeral setting Dimensions (mm) Dimensions (mm)
R1 X=18.95~61.32 Z=598 Model. No. oD ?d L Model. No. oD ?d L
R2 X=18.43~60.80 Z=6.48
R3 X=17.93~6030 Z=6.98 BTC3R16T 16 20 115 BTCBC16T 16 24 126
Regarding the X value,
and is a reference value.
HBTC3R16T(Option) is mounted R1~R3 [l BTCBC16T(Option) is mounted ¢28mn~¢133mn
Blades Dimensions (mm) o Blad Dimensions (mm) o
#D | ¢Ds | ¢dn ¢d L 8s en z S ades @D | Ds | D8 | ¢pdn | ¢d L 2s | en Z H S
499 | 28 190 65 | 9.8 . 506 | 28 [71.5 194 69 |139 e
U |13a6 | 1128| 0 | %2 |2324| '2® |107.4] 526 | 199 | #° U lisaz|1128|1552] 49 | %2 |2ses| 125 |111.5] 56,4 [(129)] 109|745
N\ J

¥ Inset is not supplied as standard accessory. Please order separately.
3 Lock Pin, set screw and wrench supplied as standard accessory
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1Blade

Round corner
Chamfering

Periphery
Chamfering

Il Processing Example

[#50 Bore chamfering (C5)] Dry cutting

W Body :BTD32-134T
M Insert : TT32GUR NK2001

Corner chamfering

Bore Chamfering

© Cutting Oil====-- None

Good! No secondary burrs and No chattering after processing

© Table feed=====+ 24/min .
® Cuting Depth----C5 \ 5:‘2

: <
o\

[l Cutting Conditions

Material Model TC16N
Material Feed per blade (fz) Cutting speed (m / min)
Material Model NK2001 \ NK1010 \ NK2020 \ NK3030 \ AC16N H“t'feSiz}‘ig:eS"W steel 0.02~0.05 150~200
Material Feed per blade (fz) Cutting speed (m / min) Titanium alloy
0.08~02 200~250 150~200 150~200 (64 Titanium alloy etc.) 0.027005 1907200
General Steel - -
Alloy Steel 0.08~0.2 200~250 150~200 150~200
Material Model TCI16N
i 0.08~0.2 100~150 100~150 100~150 5
Stainless Steel Material Feed per blade (fz) Cutting speed (m / min)
Aluminum,Resin,Brass Quegched alloy etc.
= b 0.08~0.2 150~200
Castings 0.08~0.2 20022%° | 100~150 (HRCB0~65)
Material Model NK2001 NK1010 NK2020 NK3030 NK5050 ‘ NK8080 ACI5N HSS HSS TiN
Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.08~0.2 200~250 150~200 150~200 150~200 13~23 15~25
Alloy Steel 0.08~0.2 200~250 150~200 150~200 150~200 10~20 13~22
Stainless Steel 0.08~0.2 120~180 150~200 120~180 lo0z=00) 150~200 10~15 11~17
Aluminum,Resin,Brass 0.08~0.3 250~800 250~800 300~1,000 31~40 31~47
Castings 0.08~0.3 200250
According to the shape of work, large or small chamfering, amount and position of blade, the cutting condition will have to be adjusted.
In case of process with large amount chamfer, please reduce cutting condition
Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting
For Bore Chamfering, please reduce the cutting condition to 1/3
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
T32MOR . T32MOR NK2001 Honing edge 6 12
0 \ € ) t&o 32MO 00 Cermet g edg None
T32MOR NK1010 Carbide K10 Sharp edge None 6 12
T32MOR NK2020 Carbide M20 Honing edge None 6 12
T32MOR NK3030 Carbide M20 Honing edge TiN 6 12
$9.525 3.18 T32MOR AC16N Fine particles Carbide Honing edge AICIN 6 12
TT32GUR NK2001 Cermet Honing edge None 2 12
TT32GUR NK1010 Carbide K10 Sharp edge None 2 12
TT32GUR NK2020 Carbide M20 Honing edge None 2 12
TT32GUR NK3030 Carbide M20 Honing edge TiN 2 12
TT32GUR NK5050 Carbide K10 Sharp edge TiN 2 12
TT32GUR NK8080 Carbide K10 Honing edge TiALN 2 12
TT32GUR AC15N Fine particles Carbide Sharp edge AICIN 2 12
TT32GURF TC16N Fine particles Carbide Honing edge TiSiN 2 12
TT32GUR HSS HSS Sharp edge None 2 12
TT32GUR HSS TiN HSS Sharp edge TiN 2 12
TNEA160304 TC16N | Fine particles Carbide Honing edge TiSiN 6 12
R0.4 (T32GSR) 90° .
R o T ....bL T32GSR-1R NK2020 Carbide M20 None 3 3
T32GSR-2R NK2020 Carbide M20 None 3 3
l_l T32GSR-3R NK2020 i 3 3
29525 578 Carbide M20 None

When mounting insert, please do not take reverse tightening.
Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not. |

Attention ---P.114 > ]
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Chamfering Series

Various sizes

Bore Chamfering process from ¢ 1.0mm~ ¢ 81.4mm is possible !

¢d

S

8s

A2

Al

Clamp Screw

L-15

Wrench ‘

N-7 |
¢Ds
¢D |

B1 - B2 is an auxiliary blade.
Cutting conditions, please be calculated with a single blade.

Choumen

BBlade
Bore Chamfering Model. No. Capacity
Bore chamfering
TYOU3082T ¢1.0nm~¢p81.4mm
TYOU4567T 1.2mm~$66.6mm
TYOU6066T $20.4nm~ ¢66.8mm

3% we recommend the 10C below for chamfering amount.

Model. No. [: Remaining stage(step) Range
TYOU3082T (¢26.59mm~ ¢28.46mm)and (¢ 54.33mm~ ¢56.20mm)
TYOU4567T  |(921.63mm~ ¢23.76mm)and (44.15mm~ $46.27mm)
TYOUB066T  |(34.93mm~ ¢36.02mm)and (¢50.95mm~ ¢52.04mm)
M Body
Dimensions (mm)
Model. No. a’
Bl ¢D | ¢Ds | od L 8s en S
TYOU3082T 5 821 | 071 | 32 | 145 | 80 | 65 | 235 30°
TYOU4567T 5 67.0 | 0.88 32 145 80 65 33.1 45°
TYOU6066T 5 670 | 200 | 32 | 155 | 80 | 75 | 40.7 60°

¥ Inset is not equipped as standard accessory. Please purchase it separately.
3 Clamp screw is equipped as standard accessory

Z-value compensate standard
Please note that this value may be getting little errors

a’=30" = +0.20

a’=45" = +0.44

a’=60"=> +17.32

[Example]

In case of ¢ 5mm Centering process at a °= 45°
Correct Z-value (-2.5)to -2.06

[ Cutting Conditions

Material Model ZAT0N AC15N
Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.05~0.1 20~50
Alloy Steel 0.05~0.1 20~50
Stainless Steel 0.05~0.1 20~50
Aluminum,Resin,Brass 0.05~0.1 40~100
Castings 0.05~0.1 20~50

According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.

Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting

B Processing Example

[#25 C10 Bore Chamfering]

¥ Body : TYOU4567T

W Insert : TXMT16T306

© Material========x SUS304
®Rotation Speed=++=320r.p.m.
®Feed (Z-axis) =+=+19.2/min
® Cutting Depth=-+-C10

® Cutting Oil======+ Yes

Result
Good! No secondary burrs and
No chattering after processing

Wet Processing

Y

M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(TXMTI16T306)
so;i .
TXMT16T306 ZA10N Carbide K10 Sharp edge None 3 12
]ZF
- S
&
N E
TXMT16T306 AC15N | Fine particles Carbide Honing edge AICTN 3 12
9525 3969
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Chamfering Series C hou m en B 3Blade

o) 1) Bore Chamfering Madsl. No. Capacity :
arjous sizes
TYOU3068TB $14.87nm~p67.6mn
Bore Chamfering Various large and small ! TYOU4555TB ¢12.5mm~$55.4mm
TYOU6B058TB $28.36mm~¢58.8mn

3% we recommend the 10C below for chamfering amount.

Model. No. Z:: Remaining stage(step) Range
TYOU3068TB $40.46mm~ 42.33mm
TYOU4555TB $33.25mn~ ¢34.65mm
TYOUB058TB ®42.94mm~ $p44.03mm

[ Body

Dimensions (mm)

Model. No. Blades a’
¢D | ¢Ds | ¢d L es en S

TYOU3068TB 3 682 | 146 | 32 125 | 80 45 | 165 30°
TYOU4555TB 3 558 | 121 32 130 | 80 50 | 21.8 45°
TYOUG058TB 3 59.0 | 28.0 | 32 130 | 80 50 | 26.8 60°

% Inset is not equipped as standard accessory. Please purchase it separately.
3% Clamp screw is equipped as standard accessory

[ Cutting Conditions

Material Model ZA10N AC15N

Clamp Screw
L-15

Wrench Material Feed per blade (fz) Cutting speed (m / min)

N-7

General Steel 0.05~0.1 20~50

Alloy Steel 0.05~0.1 20~50

Stainless Steel 0.05~0.1 20~50

Aluminum,Resin,Brass 0.05~0.1 40~100

Castings 0.05~0.1 20~50

According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.

Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting

M Processing Example

[#21 C10 Bore Chamfering]

¥ Body : TYOU4555TB

[ Insert : TXMT16T306 AC15N
© Material========= SUS304

® Rotation Speed++=400r.p.m.
®Feed (Z-axis) *-*-Manual feed
©® Cutting Depth=+=-C5mm

©® Cutting Qil======= none

‘ Good! No secondary burrs and
No chattering after processing

B1 = B2 is an auxiliary blade.
Cutting conditions, please be calculated with a single blade.

¥ Insert

Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box

(TXMTI6T306)

BOA

TXMT16T306 ZA10N Carbide K10 Sharp edge None 3 12

TXMT16T306 AC15N |Fine particles Carbide Honing edge AlCIN 3 12
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Round corner Chamfering Series

Possilble R-Chamtering And

C-Chemfering process !

@ 8 corners of inserts can be usable.

® Possible R-Chamfering And C-Chamfering
process ensured by changing insert

8s

M Setting numerical values

1Blade

R Chamfering

Processing R X-axis position (mm) | Z-axis position (mm) '
R1 4.46 3.46 .
R2 3.99 3.94
R3 353 4.43 | .
A
R4 3.09 4.91 ey
=2
R5 267 5.40 ~
e
numeric value might get some errors, please acknowledge. B

M Cutting Conditions

C-Chamfering

Clamp Screw
M-1

Material Feed per blade (fz) | Cutting speed (m/min)
General Steel 0.05~0.2 100~150
Alloy Steel 0.05~0.2 100~150
Stainless Steel 0.05~0.2 80~120
Aluminum,Resin,Brass 0.08~0.25 150~400
Cast Steel 0.05~0.2 100~150
M Body

Dimensions (mm)
Model. No.
blades ¢d @dn L es en
MR20-16S 1 20 15.6 120 80 40

% Insert is not equipped as standard accessory. Please purchase it separately
* Clamp screw, screw,wrench and locator are supplied as standard accessories

B Processing Example (Mini-R)
[Periphery R3 Chamfering process]
M Body :MR20-16S
M Insert: : SNEQ090308-3RM ZA20N
© Material <=+-+-v--- SUS304 I -
@ Rotational speed - - - 3,000r.p.m. =
@Table feed - ------ 150mm/min o .{!.r; -
T
Surface Accuracy is good when the processing T
@DN1 N . —
was made without rough cutting -
M S32MOZ Insert Dimension Table
Dimensions (mm) ability (mm)
Model. No. insert blades
¢d ¢dn L es en @Ds D S ¢DN1 ®DN2 S1 s2
MR20-16S $S32M0Z 1 20 15.6 119.61 80 39.61 5.15 15.12 5.1 5.53 14.66 023 4.89
M Insert »XRM, you can not use
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(SNEQ090308-_]RM) \'ﬁ] SNEQ090308-1RM ZA20N Carbide M20 The Same R None 8 12
SNEQ090308-2RM ZA20N Carbide M20 Tho SamoiR None 8 12
SNEQ090308-3RM ZA20N Carbide M20 The Same R None 8 12
SNEQ090308-4RM ZA20N Carbide M20 ThoSamelR None 8 12
SNEQ090308-5RM ZA20N Carbide M20 The Same R None 8 12
S32MOZ NK2001 Cermet Honing edge None 8 12
$32M0OZ NK2050 Cermet Honing edge None 8 12
S32MOZ ABO1F Cermet Honing edge AICTN 8 12
S32MOZ NK1010 Carbide K10 Sharp edge None 8 12
$32MOZ NK2020 Carbide M20 Honing edge None 8 12
S32MOZ NK3030 Carbide M20 Honing edge TiN 8 12
S32MOZ AC15T Fine particles Carbide Honing edge AICTN 8 12
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Smapa R Cindo-Cutter Tots

M Setting numerical values R Chamfering C-Chamfering
E ﬁ@]g @ awn @ gg Processing R |X-axis position (mm)| Z-axis position (mm) I l

@ Possible R-Chamfering And C-Chamfering R1 6.40 5.81
process ensured by changing insert R2 5.90 6.30
C R3 5.40 6.78 i - T
‘ numeric value might get some errors, please acknowledge. -
R1~R3 .
B Processing Example
Winsert [Periphery R3 Chamfering process]
sé M Body :CR25-05T
M Insert : T32GSR-3R NK2020
. @®Table feed «-+----- Bakelite
a Material = 'zer’)B'ade c‘g;"}gr:fne)ed OMaterial -+ -+ 4,000r.p.m.
@Rotational speed - - - 800mm/min
General Steel 0.08~0.2 150~200 - D -
Alloy Steel 0.08~0.2 150~200 ry cutting
- Stainless Steel 0.08~0.2 120~180 ;
Aluminum,Resin,Brass 0.08~0.3 200~800 P —
. Castings 0.08~0.2 150~200
Lock Pin L
L-6 Good discharge of chips, surface accuracy
also good Results came out.
e M Body
= =
= Dimensions (mm)
Model. No. | a
blades @D ®Ds ¢d L 8s en S
CR25-05T 1 25 3.8 25 150 | 100 50 10.6 45°
% Inset is not Included. Please Order Spearately.
% Lock pin Wrench we have Standard Equipment.
When mounting insert, please do not take reverse tightening.
S ADue to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not.
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(T32GSR) ° .
MO‘ , [0 T32GSR-1R NK2020 Carbide M20 None 3 3
T32GSR-2R NK2020 Carbide M20 None 3 3
[ T32GSR-3R NK2020 Carbide M20 None 3 3
®9.525 3.18
G (T32MOR) o T32MOR NK2001 Cermet Honing edge None 6 12
joq T32MOR NK1010 Carbide K10 Sharp edge None 6 12
[se]
S .
s T32MOR NK2020 Carbide M20 Honing edge None 6 12
u T32MOR NK3030 Carbide M20 Honing edge TiN 6 12
09.525 3.18 T32MOR AC16N Fine particles Carbide Honing edge AICIN 6 12
TT32GUR NK2001 Cermet Honing edge None 2 12
TT32GUR NK1010 Carbide K10 Sharp edge None 2 12
TT32GUR NK2020 Carbide M20 Honing edge None 2 12
TT32GUR NK3030 Carbide M20 Honing edge TiN 2 12
TT32GUR NK5050 Carbide K10 Sharp edge TiN 2 12
TT32GUR NK8080 Carbide K10 Sharp edge TiALN 2 12
TT32GUR AC15N Fine particles Carbide Honing edge AICIN 2 12
TT32GURF TC16N Fine particles Carbide Sharp edge TiSiN 2 12
TT32GUR HSS HSS Sharp edge None 2 12
TT32GUR HSS TiN HSS Sharp edge TiN 2 12
TNEA160304 TC16N | Fine particles Carbide Honing edge TiSiN 6 12
®9.525 3.18




Round comer Chamfering Series R - S peC | a | J r . / R - S peC I a I

R-Special Jr.

Easy Radlius ehange I

@ Various Radius chamfering can be made by just exchanging Inserts
1Blade
[ Setting numerical values R Chamfering
Processing R X-axis position (mm) | Z-axis position (mm)
RO.5 8.05 4.42
R0.75 7.93 4.55
8 R1 7.80 4.67
R1.5 7.55 4.92
R2 7.30 517
R2.5 7.06 5.42
=
Clamp piece R3 6.81 5.67
CL-18 R3.5 6.56 5.91
R4 6.31 6.16 q
R4.5 6.06 6.41 .
. R5 5.82 6.66
Wrench - :
K-3 numeric value might get some errors, please acknowledge.
Lock Pin § B Body
L-14 w Dimensions (mm)
Model. No. Blades
Wrench Z @D ¢Ds @d L 2s en
K-4 NK20-05R 1 25 8.4 20 120 80 40
NK25-05R 1 25 8.4 25 120 80 40
oD ¥ Inset is not supplied as standard accessory. Please order separately.
% look pin and wrench are supplied as standard accessory.

e Easy Radius ehange Il

@ Various Radius chamfering can be made by just exchanging Inserts
M Setting numerical values R Chamfering
Pr ing R X-axis position (mm) | Z-axis position (mm)
RO.5 23.54 4.42
R0.75 23.42 454
§ R1 23.29 466
S R1.5 23.04 491
R2 22.79 5.16
R2.5 2254 5.41
= R3 22.29 566
R3.5 22.04 591
Lock Pin R4 21.78 6.16
L-12 » R4.5 21.53 6.41 ”
R5 21.28 6.65 _
Wrench v numeric value might get some errors, please acknowledge. T
K-4
. B Body
=) Dimensions (mm)
s Model. No. Blades oD #Ds od L s en
| X NK20-40R-3 3 56 | 393 | 20 115 85 30
\ #Ds NK25-40R-3 3 56 39.3 25 115 85 30
NK32-40R-3 3 56 39.3 32 115 85 30
@D

When mounting insert, please do not take reverse tightening.
Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred
When replacing insert, please confirm twhether you have been taking reserve tightening or not.
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M Processing Example (R-Special Jr.)

[R5 Chamfering process of ¢ 20 hole Result]

M Body: NK25-05R Dry cutting

M Insert: NA3GXR8-5R NK2020

@ Material =+ --v-vee S45C »
@®Rotational speed - - - 2,500r.p.m. - o
@Table feed -+ ---- - 400mm/min .

Surface Accuracy is good when the processing was made without rough cutting

3Blade

R-Special

M Processing Example (R-Special)

[Periphery R4 Chamfering process]

[N Body: NK32-40R-3
M Insert: NA3GXR8-4R AC16N

TBlade

R-Special Jr.

Dry cutting

O Material +--------- SKD11
®Rotational speed - - - 1,200r.p.m.
®Table feed - ------ 576mm/min

Surface Accuracy is good when the processing was made without rough cutting

M Cuttinng Conditions

Material Model NK?2001 NK1010 NK2020 AC16N
Material Feed Per Blade (1) Cutting Speed (m / min)
General Steel 0.1~0.2 100~250 100~200
Alloy Steel 0.1~0.2 100~250 100~200 150~200
Stainless Steel 0.1~0.2 80~160 150~200
Aluminum,Resin,Brass 0.1~0.3 150~300 150~300
Castings 0.1~0.3 gg;(;[;%o 80~150 80~150
According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.
Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
N43GXR8 NK2001 Cermet R1-2-3-4 None 8 3/12
N43GXR8-1R NK2001 Cermet The Same R Each corner None 8 3/12
(N43GXR8) N43GXR8-2R NK2001 Cermet The Same R Each corner None 8 3/12
N43GXR8-3R NK2001 Cermet The Same R Each corner None 8 3/12
: N43GXR8-4R NK2001 Cermet The Same R Each corner None 8 3/12
q Semi standard
i RO.8 B N43GXRE-5R NK200T Cermet The Same R Each corner None 8 3/12
127 \m‘ N43GXR NK1010 Carbide K10 R1-2:3:4 None 4 3/12
CQED N43GXR8 NK2020 Carbide M20 R1-2-3-4 None 8 3/12
CED N43GXR8-1R NK2020 Carbide M20 The Same R Each corner None 8 3/12
QE N43GXR8-2R NK2020 Carbide M20 The Same R Each corner None 8 3/12
CQED N43GXR8-3R NK2020 Carbide M20 The Same R Each corner None 8 3/12
(N43GXR) ) CQED N43GXR8-4R NK2020 Carbide M20 The Same R Each corner None 8 3/12
. @ z @D N43GXR8-0.5R  NK2020 Carbide M20 The Same R Each corner None 8 3/12
: - o m |GG N43GXR8-0.75R NK2020 Carbide M20 The Same R Each corner None 8 3/12
3 ,ﬁ b Ros o 3;]'3 % @D N43GXR8-1.5R  NK2020 Carbide M20 The Same R Each corner None 8 312
' = a2 | @D N43GXR8-25R NK2020 Carbide M20 The Same R Each corner None 8 3/12
127 ﬁ 4 | GDN43GXRE-35R NK2020 Carbide M20 The Same R Each corner None 8 3/12
irl (ED N43GXR8-4.5R  NK2020 Carbide M20 The Same R Each corner None 8 3/12
d |ED N43GXR8-5R  NK2020 Carbide M20 The Same R Each corner None 8 3/12
CQED N43GXR8 AC16N Fine particles Carbide R1:2:3-4 AICIN 8 3/12
QED N43GXR8-1R AC16N | Fine particles Carbide | The Same R Each corner AICTN 8 3/12
(N43GXRS Semistandard Insert) @ N43GXR8-2R AC16N | Fine particles Carbide | The Same R Each corner AICrN 8 3/12
bﬁ] ) QED N43GXR8-3R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
) ; QD N43GXR8-4R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
iy | ey S | @D N43GXR8-0.5R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
M s ]g :, (ED N43GXR8-0.75R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
5 L ; @D N43GXR8-15R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
12.7 476 ; (@D N43GXR8-25R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
g (@D N43GXR8-3.5R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
§ggrfi:gf‘fai['ﬁnfs'eﬁf';l:‘je“::dbjgmf“ 2 @D N43GXR8-45R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3/12
d |@ED N43GXR8-5R  AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 312
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Round comer Chamfering Series R_ N Ouveau J r_ / R - N Ouveau

Roweau or. - - Easy Radlus change {f

m @ Various Radius chamfering can be made by just exchanging Inserts
1Blade
giamp piece M Setting numerical values R Chamfering
Processing R X-axis position (mm) | Z-axis position (mm)
R5 6.00 6.70
R6 5.41 7.21
Wrench &
R7 5.64 8.42
K-3 R8 6.00 9.65
R9 5.41 10.16
. R10 6.00 11.62
numeric value might get some errors, please acknowledge.
</ r
S :'5 g
Lock Pin
L-12 IS M Body
Dimensions (mm)
Wrench Model. N Blad
K-4 z odel. To. ades D | ¢Ds | od L es en
‘ X NK20-10R 1 35.4 8.9 20 120 80 40
‘ NK25-10R 1 35.4 8.9 25 120 80 40
®Ds
X Inset is not supplied as standard accessory. Please order separately.
@D 3 look pin and wrench are supplied as standard accessory.

R-Nouveau

Easy Radlius ehange Il

R5~R10 @ Various Radius chamfering can be made by just exchanging Inserts
3Blade
B Setting numerical values R Chamfering
Processing R X-axis position (mm) | Z-axis position (mm)
R5 22.80 6.80
R6 2225 7.32
1]
) R7 22.49 8.56
R8 22.80 9.80
Clamp piece R9 22.25 10.32
CL-18 . R10 22.80 11.80
numeric value might get some errors, please acknowledge.
Wrench <
K-3
=gyl
Lock Pin
L-12 5 [} Body
Wrench Dimensions (mm)
K-4 z
Model. No. Blades oD #Ds od L s en
NK25-70R 3 69.2 423 25 130 90 40
NK32-70R 3 69.2 423 32 130 90 40
NK32-70RL 3 69.2 423 32 200 150 50
¢D X Inset is not supplied as standard accessory. Please order separately.

3 look pin and wrench are supplied as standard accessory.

Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred

: When mounting insert, please do not take reverse tightening.
When replacing insert, please confirm twhether you have bheen taking reserve tightening or not.
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TBlade | 3Blade

R-Nouveau Jr. | R-Nouveau

Ml Processing Example (R-Nouveau Jr.) Il Processing Example uveau)
[Periphery R10 Chamfering process]
W Body : NK25-10R : M Body :NK32-70R .
M Insert : N5S4GCR-10R NK2020 Dry cutting B Insert : NS4GCR-10R NK2020 Dry cutting
© Material +=++vc--- Aluminum @ Material ~++--+-v-- S50C
@ Rotational speed - -+ 4,000r.p.m. @ Rotational speed --- 1,300r.p.m.
@ Table feed =+-+---- 800mm/min "__ @ Table feed ++ -+ 700mm/min
Result
Surface Accuracy is good when the processing was made without rough cutting Surface Accuracy is good when the processing was made without rough cutting
M Insert
NK2020 NK6060
Material Feed PerBlade (fz) Cutting speed(m / min)
General Steel 0.1~0.3 100~250
Alloy Steel 0.1~0.3 100~250 150~250
Stainless Steel 0.1~0.25 80~160 150~250
Aluminum,Resin,Brass 0.1~0.3 150~400
Castings 0.1~0.3 80~200

According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.

Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting

M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(N31GCR) N54GCR-5R NK2020 Carbide M20 None 1 3
N54GCR-8R NK2020 Carbide M20 None 1 3
N54GCR-10R NK2020 Carbide M20 None 1 3
N54GCR-5R NK6060 Carbide M20 TiAZN 1 3
N54GCR-8R NK6060 Carbide M20 TiALN 1 3
N54GCR-10R NK6060 Carbide M20 TiAZN 1 3
s .
¢ | NS4GCR-6R NK2020 Carbide M20 None 1 3
s
1| N54GCR-7R NK2020 Carbide M20 None 1 3
i
a q
% Semi standard Insert have no breaker a N54GCR-9R NK2020 Carbide M20 None 1 3
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Round corner Chamfering Series

3Blade

M Setting numerical values R Chamfering

E@SW Rﬁ@ S @mm@ g g Processing R |X-axis position (mm)|Z-axis position (mm)
R11 17.50 11.77
g 5 g q . R12 17.50 12.70
@ Various Radius chamfering can be made by just exchanging Inserts 13 1750 1363
od R14 17.50 14.56
R15 17.50 15.48
R16 17.50 16.41
NK32-75RS R17 17.50 17.34
R11~R15 R18 17.50 18.27
R19 17.50 19.20
NK32-75RL R20 17.50 20.12
R16~R20 numeric value might get some errors, please acknowledge.
()]
=)
M Cuttinng Conditions
(B BER Material model number NK2020
L-16 .
Material
Wrench _ General Steel 0.1~0.3 100~250
BT-20 v
Alloy Steel 0.1~0.3 100~250
Stainless Steel 0.1~0.25 80~160
Aluminum,Resin,Brass| 0.1~03 150~400
c Castings 0.1~0.3 80~200
=%
According to the shape of work, clamp condition and large or small chamfering
amount, the cutting condition will have to be adjusted.
Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting
Z
5 Il Processing Example
[Periphery R20 Chamfering process] :
oDs W Body : NK32T5RL
M Insert : XNEW3004-20R NK2020
@®D @ Material =+ --v-v-- S50C
- " @ Rotational speed - -+ 750r.p.m.
@Table feed ««------ 225mm/min
This is not standard production model.
Please check the delivery time when ordering Result
Surface Accuracy is good when the processing
was made without rough cutting
[l Body
Dimensions (mm)
Model. No. Blades oD #Ds od L os on
NK32-75RS R11~R15 3 75.5 35 32 165 90 75
NK32-75RL R16~R20 3 755 35 32 165 90 75
% Insert is not equipped as standard accessory. Please purchase it separately
% Clamp screw, screw,wrench and locator are lied as standard ies
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
XNEW3004-11R NK2020 Carbide M20 Honing edge None 2 3
(XNEW3004) [130 XNEW3004-12R NK2020|  Carbide M20 Honing edge None 2 3
XNEW3004-13R NK2020 Carbide M20 Honing edge None 2 3
:‘_'\ ~ 9 j% XNEW3004-14R NK2020|  Carbide M20 Honing edge None 2 3
T
XNEW3004-15R NK2020 Carbide M20 Honing edge None 2 3
) u XNEW3004-16R NK2020 Carbide M20 Honing edge None 2 3
(‘7
@ 4.76 XNEW3004-17R NK2020|  Carbide M20 Honing edge None 2 3
XNEW3004-18R NK2020 Carbide M20 Honing edge None 2 3
This is not standard production model. XNEW3004-19R NK2020 Carbide M20 Honing edge None 2 3
Please check the delivery time when ordering | XNEW3004-20R NK2020 Carbide M20 Honing edge None 2 3
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Round comer Chamfering Series Ry anmenc u-t_ R [ N T Y P E ] Sx;lg::;d

R Chamfering

Possible R-Chamfering And
C-Chemfering proeess !
B g ot o Ao Coohetotin

process ensured by changing insert

C-Chamfering

@D1
@Ds1

M Cutting Conditions

Material model number| NKKe001 | NK1010 | NK2020 [ ACIEN
Material Feed per blade (fz) Cutting speed (m/min)
General Steel 0.1~0.2 100~250 100~200
ﬁi)a., Alloy Steel 0.1~02 100~250 100~200 | 150~200
Stainless Steel 0.1~0.2 80~160 | 150~200
Aluminum,Resin,Brass 0.1~0.3 150~300 | 150~300
- ebs = Cast Steel 0.1~03 80°450 [ go~150 | 80~150

It becomes the size when mounting N43 MOZ. " " "
€ According to the shape of work, clamp condition and large or small chamfering

amount, the cutting condition will have to be adjusted.
Yellow marked condition is recommended for the material listed
In case of chamfering process of Stainless steel, kindly take down cutting

] Il Processing Example
. ‘S[ 3 [Periphery R5 Chamfering process]

M Body : RR25-48N
M Insert: : N43GXR8-5R NK2020

f © Material «+«-v-cv-- SUS304
lock pin
P @ Rotational speed - -- 3,000r.p.m.
L-1% @ Table feed «- -+ 200mn/min

wreneh [ Resut |
K- Result

Surface Accuracy is good when the processing
was made without rough cutting

[l Body
Dimensions (mm)
. No. blades
Model. No oD #Ds od L 2s en L3
RR25-48N 4 48 31.3 25 200 175 25 20.5

% Insert is not equipped as standard accessory. Please purchase it separately
* Clamp screw, screw,wrench and locator are supplied as standard accessories

M Setting numerical values

Processing R X-axis position (mm) Z1-axis position (mm) 72-axis position (mm)
RO.5 19.55 4.42 16.08 C chamfer insert
R0.75 19.42 4.54 15.96 .
o 1550 o6 eoa For details, see P105
R1.5 19.05 4.91 15.59
R2 18.80 5.16 15.34
R2.5 18.55 5.41 15.09
R3 18.29 5.66 14.84
R3.5 18.04 5.91 14.59
R4 17.79 6.16 14.34
R4.5 17.54 6.41 14.09
R5 17.29 6.65 13.85

numeric value might get some errors, please acknowledge.

Insert Processing type RR25-48N
&P #D1 #Dsl s1 s2 s3 sS4 a
N43MOZ C-Chamfering 32.99 46.32 - 6.62 12.22 18.84 45°

C-Chamfering- - - RR25-48N (N43MOZ : ¢33.57~®45.73)
numeric value might get some errors, please acknowledge.

When mounting insert, please do not take reverse tightening.

Due to the eccentricity looking mechanism ,poor accuracy or breakage of insert may be occurred

When replacing insert, please confirm twhether you have been taking reserve tightening or not.
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Round comer Chamfering Series Ry an m e n C u‘t_ R [ S T Y P E ]

C-Chamfering

Possfble R-Chamiering And R Ghamirg
C-Chamfering process I

® 8 corners of inserts can be usable.
@ Possible R-Chamfering And C-Chamfering process ensured by changing insert

¢d m C-Chamfering
0 @®D1

@Ds1

o ANV M Cutting Conditions

%" mT @ ‘ Material Feed per blade (fz) Cutting speed (m/min)
)

es
s3

General Steel 0.05~0.2 100~150
Xt becomes the size when mounting $32M0Z
- Alloy Steel 0.05~0.2 100~150

@®Ds Stainless Steel 0.05~0.2 80~120
Aluminum,Resin,Brass 0.08~0.25 150~400
| Cast Steel 0.05~0.2 100~150

- Il Processing Example

0> e
A % 71 ‘
Clamp Screw

oD W1

Wrench i Surface Accuracy is good when the processing
VAT e N was made without rough cutting

[Periphery R4 Chamfering process]

M Body : RR25-40S-4R

M Insert: : SNEQO090308-4RM ZA20N
© Material ==-------- SUS304
@ Rotational speed - - - 3,000r.p.m.
@Table feed +------- 200mm/min

Wet Processing

en

L3

72

[l Body

Dimensions (mm)

. No. Blades
Model. No #D #Ds od L 2s en L3

RR16-30S-4R
RR16-30S-5R
RR25-40S-4R
RR25-40S-5R

% Insert is not equipped as standard accessory. Please purchase it separately
% Clamp screw, screw,wrench and locator are supplied as standard accessories

M Setting numerical values

30 17.9 16 200 175 25 16
30 17.9 16 200 175 25 16
40 27.8 25 200 175 25 16
40 27.8 25 200 175 25 16

BIAIN|N

. RR16-30S RR25-40S
Insert it i3 X-axis position (mm) |Z1-axis position (mm) | Z2-axis position (mm)| X-axis position (mm) | Z1-axis position (mm) | Z2-axis position (mm)
SNEQO090308-1RY ZA20N 1R 9.48 1.53 14.47 14.44 1.53 14.47
SNEQO090308-2RY ZA20N 2R 9.48 252 13.48 14.44 252 13.48
SNEQO090308-3RY ZA20N 3R 9.48 3.52 12.48 14.44 3.52 12.48
SNEQO090308-4RY ZA20N 4R 9.48 4.51 11.49 14.44 4.51 11.49
SNEQO090308-XRY ZA20N 1-2:3-4R - - - - - -
SNEQO090308-1RM ZA20N iR 11.44 i8I5S 12.45 16.42 BI5S 12.45
SNEQO090308-2RM ZA20N 2R 10.94 4.04 11.96 15.92 4.04 11.96
SNEQO090308-3RM ZA20N 3R 10.45 4.54 11.46 15.42 4.54 11.46
SNEQO090308-4RM ZA20N 4R 9.95 5.04 10.96 14.92 5.04 10.96
SNEQO090308-5RM ZA20N 5R 9.46 5.50 10.5 14.42 515 10.5
SNEQO090308-XRM ZA20N 1-2:3-4R - - - - - -
Insert Processing type AR16-30S AR25-40S
¢D1 | ¢Dsl S1 S2 S3 S4 a’ ¢D1 | ¢Dsl S1 S2 S3 sS4 a
S32M0z C-Chamfering 29.19 | 18.70 0.40 5.64 10.36 | 15.60 45° 39.19 | 28.61 0.40 5.64 10.36 | 15.60 45°
C-Chamfering== -
RR16-30S(S32MOZ : ¢19.16~¢28.72) RR25-40S(S32MOZ : ¢29.08~¢38.72)
numeric value might get some errors, please acknowledge.
[ /\  Notes on using RY Insert Please install on the reverse side, front side correctly. ]
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Staggered | Staggered
2Blade | 4Blade

(SNEQ090308-XRY ) (SNEQ090308-XRM)
.y
T Misaligned from center R o
T @Economical can use both sides
b ‘ 1

-

Back chamfering . .
@Economical can use both sides

‘ Surface chamfering ‘

It is the table
that it is notation 1234.

4

Xa‘ il X-axis position differs
‘ Taccording toR

. Back chamfering /L

N 1,234 X-axis position
/ X | is the same in all the R Surface chamfering ‘ ’ i

2
X ‘ X-axis position ! ) ‘ ‘ Lx-axis position differs
71,234 is the same in all the R ‘ 7 Xﬂ i according to R

M Insert

Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box

<SNEQ090308-DR31EEJ= SNEQ090308-1RY ZA20N Carbide M20 hersamel None 4+4 i

t SNEQ090308-2RY ZA20N Carbide M20 The Same R None 444 12

0 RO8 SNEQO30308-3RY ZA20N Carbide M20 e SamolR None 4+4 12

% %l SNEQ0903084RY ZA20N Carbide M20 Lhe Same R None 4+4 12

Misaligned from center R SNEQ090308-XRY ZA20N Carbide M20 R1:2:3-4 None 4+4 12

(SNEQ090308- TRM) Lo SNEQO90308-1RM ZA20N|  Carbide M20 The Same R None 8 12

SNEQO90308-2RM ZA20N|  Carbide M20 Tho samel None 8 12

SNEQO90308-3RM ZA20N | Carbide M20 The Same R None 8 12

SNEQO90308-4RM ZA20N|  Carbide M20 hocamslR None 8 12

SNEQO90308-5RM ZA20N | Carbide M20 The Same R None 8 12

SNEQ090308-XRM ZA20N Carbide M20 R1234 None 8 12

$32MOZ NK2001 Cermet Honing edge None 8 12

S32MOZ NK2050 Cermet Honing edge None 8 12

S32MOZ ABO1F Cermet Honing edge AICIN 8 12

$32MOZ NK1010 Carbide K10 Sharp edge None 8 12

$32M0OZ NK2020 Carbide M20 Honing edge None 8 12

$32M0OZ NK3030 Carbide M20 Honing edge TiN 8 12

S32MOZ AC15T Fine particles Carbide | Honing edge AlCIN 8 12
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Round corner Chamfering Series

R-Bit

Specific
agency
ltems

lock pin
L-12

10R-Bit 1Blade
| R5~R10 |

Clamp Screw
CL-1S

Wrench
K-3

lock pln
L-12

I

Wrench
K-4

R-Bit 7 10R-Bit

]

30mm

1 Blade

Il For general-

RURPOSERE e,

R0.5~R4 Chamfering process can be made by lathe () I

EBODY

Dimensions (mm)

Model No. Inserts
Product name odel No. | blades | D2 L
R-Bit N43GXR NK1010
1 1 2 12
Specific agency ltems 20X ° 0 6 N43GXR8-0.5R~4R

¥ Inset is not supplied as standard accessory. Please purchase it separately.
3 Lock Pin and wrench are supplied as standard accessory

Insert information P.102

Round corner Chamfering

r

I For general-
purpose laihe

@®R5~R10 Chamfering process can be made by lathe

/

B BODY

Product name

Dimensions (mm)

di D2 L

Inserts

Model No. | blades

10R-Bit 25CR 1 25 25 | 150 | N54GCR-5R~10R

Insert information P.103

Poor accuracy or finish or breakage of insert may be occurred due to the Eccentricity looking mechanism

When mounting insert, please do not take reverse tightening.
A When replacing insert, please make sure that the reserve tightening Was not made.
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Round corner Chamfering Series

Sumicco R-Bit

Clamp Screw
L-15

Wrench
N-6

dl ‘77

o

|

36mm

X

Dekasumi R-Bit

Clamp Screw
L-16

di
e —
- 8

¢ S

Wrench
BT-20

= 1

36mm

[

Sumicco R-Bit /Dekasumi R-Bit i

I Bor general-

purpose laihe

®R0.5~R5 Corner round chamfering process

can be made by Lathe

e

Corner R shoulder processing

blad Dimensions (mm)
Model No. ades Inserts
Product name . B 3

Sumicco R-Bit 25SKB 1 25 25 150 A52GNR-0.5R~5R

% Inset is not supplied as standard accessory. Please purchase it separately.
#% Lock Pin and wrench are supplied as standard accessory

g@ Insert information P.107

I1 For general-

Corner R shoulder processing

purpose lerhe S
@R5~RE10 Corner round chamfering process _
can be made by Lathe . r‘ I ~
B BODY
blad Dimensions (mm) -
ades nserts
Product name Model No. = 0 L
Dekasumi R-Bit 25DCB 1 25 25 | 150 |ADEW19T3-5R~10R

¥ Inset is not supplied as standard accessory. Please purchase it separately.
3 Lock Pin and wrench are supplied as standard accessory

X

Insert information P.107
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Countersink and Chamfering of Cap Screw

Back Counter Bore Series

¢D

M4~M6

@ Eaglecut
| M4~M6

¢d

|

|

|

|

‘ &

‘ |

|

‘ 45°

I 45

\ 5

%
¢Ds Clamp screw

L-18 (M4 - M5)

#D1 o) L-19 (M6)

&

Eaglecut / Birdiecut

Sheriening Hhe processy

@ By using our original Geometric insert,we successfully
secured shortening time and saving manufacturing cost
tremendously

geometric Insert

—— Lower stage when using corner

— >
Upper stage when using corner
Our own geometric Insert
W realized cost down and shorten
/ the working time very much

Also the depth of the spot
facing Freely adj
L

© Eaglecut

| 4

Wrench
N-4 - -

B Processing Example

Clamp screw
L-19 (M8)

M-1 (M10-M12)
L-15 (M14-M16)

Clamp screw
L-19 (M8)

M-1 (M10-M12)
L-15 (M14-M16)

4 13

MA-1 (M10-M12)
N-7 (M14-M16)
BT-20 (M18~M30)

Data Example 1

[Insert life test]
M Body : EC12-8XX-M4
M Insert : XX21MNX-M4 NK2020

@ Material-s-===ssssrs-
@ Cuttinng Conditions----

SKD11

S$3000 F100
Water-soluble coolant
0.5 step sends

1760 places / 1 Corner
Good surface finish and a stable cutting
result is obtained

0 L-16 (M18~M30)
@D1 -o02 Wrench L-16 (M18~M30)
renc Wrench
N-4 (M8) N-4 (M8)

MA-1 (M10-M12)
N-7 (M14-M16)
BT-20 (M18~M30)

[Insert life test]
Body : EC16-14XS-M8
Insert : XS22MNX-M8 NK6060

Materials««esveeeses SUS304

Cuttinng Conditions---- 81600 F70
Water-soluble coolant
0.5 step sends

510 places / 1 Corner
Good surface finish and a stable cutting
result is obtained
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1Blade | 2Blade | 1Blade

Eaglecut Birdiecut -
(M4 * M6) (M8 * M30) Birdiecut
[
Dimensions (mm)
Model No. Fig. blades Inserts
@D @D1 ®Ds ¢d L es en
EC12-8XX-M4 (1) 1 105 8 4 12 96 80 16 XX21MNX
EC12-9.5XX-M5 o 1 11 9.5 5 12 99 80 19 XX21MNX
EC12-11XX-M6 (1) 1 13 11 6 12 102 80 22 XX31MNX
EC16-14XS-M8 (2) 2 19 14 8.4 16 108 80 28 XS22MNX
EC20-17.5XS-M10 9 2 24 175 10.2 20 115 80 35 XS22MNX
EC25-20XS-M12 (2) 2 26.6 20 13 25 120 80 40 XS22MNX
Eaglecut EC25-23XS-M14 (2] 2 30.5 23 15 25 126 80 46 XS32MNX
EC32-26XS-M16 (2) 2 33.7 26 17 32 132 80 52 XS32MNX
EC32-29XS-M18 2] 2 38 29 18.4 32 138 80 58 XS42MNX
EC32-32XS-M20 (2) 2 4.7 32 20.4 32 144 80 64 XS42MNX
EC32-35XS-M22 2] 2 44.6 35 22.8 32 150 80 70 XS42MNX
EC32-39XS-M24 (2) 2 50.2 39 242 32 158 80 78 XS53MNX
EC32-43XS-M27 (2] 2 541 43 282 32 166 80 86 XS53MNX
EC32-48XS-M30 (2) 2 60.5 48 31.2 32 176 80 96 XS53MNX
BC16-14XS-M8 3] 1 14 8.4 16 108 80 28 XS22MNX
BC20-17.5XS-M10 (3} 1 175 10.2 20 115 80 35 XS22MNX
BC20-20XS-M12 3] 1 20 13 20 120 80 40 XS22MNX
BC25-23XS-M14 (3) 1 23 15 25 126 80 46 XS32MNX
BC32-26XS-M16 3] 1 26 17 32 132 80 52 XS32MNX
Birdiecut BC32-29XS-M18 (3] 1 29 18.4 32 138 80 58 XS42MNX
BC32-32XS-M20 3] 1 32 20.4 32 144 80 64 XS42MNX
BC32-35XS-M22 (3) 1 35 228 32 150 80 70 XS42MNX
BC32-39XS-M24 (3] 1 39 242 32 158 80 78 XS53MNX
BC32-43XS-M27 (3} 1 43 282 32 166 80 86 XS53MNX
BC32-48XS-M30 3] 1 48 31.2 32 176 80 96 XS53MNX

¥ Above Tools are supplied with NK2020 Insert

W Cutting Conditions

Simultaneous chamfering of

material Model NK2020 NK6060
. counterbore and top hole, bottom hole!
Material Feed per blade (fz) Cutting speed (m / min) "
Eaglecut!!
General steel 0.05~0.1 50~100 50~100
Alloy steel 0.05~0.1 50~100 50~100
Stainless steel 0.05~0.1 40~80 40~80
Alu.minum, x x x
feslnirzss Depth of counter boring
Cast steel 0.05~0.1 50~100 50~100 process freely!

Birdiecut!!
According to workpiece shape, large or small chamfering amount and position of blade the cutting conditions will have to be adjusted
When chamfering in large amount, please take lowering cutting condition
Coolant will be recommended

Inset recommended for the workpiece

#D3 Eaglecut Processing Dimensional drawing
) M4 M5 M6 M8 | M10 | M12 | M14 | M16 | M18 | M20 | M22 | M24 | M27 | M30
= oe @d3 | p4.5mm | ¢5.5mm | p6.6mm | dOmm | d11nm | p14mm | 16mm | H18mm | 20mm | p22mm | G24mm | 26mn | $30mm | H33mm
L @ @D3 | ¢8mm | $9.5mm | ¢p11mm | p14mm |H17.5mm| $20mm | ¢p23mm | p26mm | ¢29mm | p32mm | 35mm | H39mm | H43mm | H48mm
CA C0.3 | C03 | CO.3 | CO5 | CO5 | CO5 | CO5 | CO5 | CO5 | CO5 C1 C1 C1 C1
CB C05 | CO5 | CO5 C1 C1 C1 C1 C1 C1 C1 C1 C1 C1 C1
Qq H 44mm | 54mm | 6.5mm | 8.6mm | 10.8mm | 13mm | 15.2mm | 17.5mm | 19.5nm | 21.5mm | 23.5mm | 25.5mm | 29mm | 32mm
®d3 F 4.95mm | 595mm | 7.1mm | 9.4mm | 11.7nm | 14nm | 16.2nm | 18.5mm | 20.8mm | 22.8mm | 25.1mm | 27.4mm | 30.9mm | 33.9mm
#D3 Birdiecut Processing Dimensional drawing
M8 M10 M12 M14 M16 M18 M20 mM22 M24 M27 M30
@ ¢d3 $9mm d1imm | ¢14mm | ¢16mm ¢18mm | $20mm ¢22mm | ¢24mm | $26mm | $30mm | $33mm
R ®D3 ¢14mm | ¢17.5mm | »20mm $23mm $26mm $29mn $32mm $35mm $39mm $43mn $48mm
‘\O
¢d3 N CA C0.5 Cco0.5 C0.5 Cco.5 Cc0.5 C0.5 Cco0.5 C1 Ci1 C1 Ci1

Insert information P.104
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Countersink and Chamfering of Cap Screw
Back Counter Bore Series

a a p -
Drilling macning for
=)
5001 fasing tool
@ It has designed to fit the size of the cap bolt.
©® M4,M5M6,M8M10,M12 6 kinds of available

Body SKH51 Adoption

M6,M8,M10,M12,Guide section only

Nyoro nyoro

2 Blade

ONYM10

Spot facing processing

N
-
Body
Insert
Guide
| l (M6~M12)
Clamp Screw
| " NH-3
= Wrench
K-1.5
3For the right rotation
. J
M Body
Dimensions (mm) guide(option)
Model. No. Inserts
blades @D D1 od 2s em L Model. No.
NYM4 8 4.3 5 39 6 45 NBI104 HSS
NYM5 9.5 5.3 5.3 39 6 45 NBI05 HSS
NYM6 5 11 6.4 6.4 52 8 60 NG-6 NBI06 HSS
NYM8 14 8.8 8.8 60 10 70 NG-8 NBI08 HSS
NYM10 17.5 10.8 10 70 10 80 NG-10 NBI10 HSS
NYM12 20 13.8 10 73 12 85 NG-12 NBI12 HSS
@ Inset is not ied as standard y. Please order spearately.
@ Clamp screw wrench are supplied as standard accessory.
M Cuttinng Conditions
Model. No. size Rl Insert M Processing Example
NYM4 M4 600~1,000 NBO4 HSS [ Spot facing processing ] :
NYM5 M5 500~1,000 NBO5 HSS B Body : NYMS Dry cutting
NYM6 M6 400~800 NBO6 HSS M Insert : NBOSHSS
NYM8 M8 350~700 NBO8 HSS @ Material «------- SKD11 —
NYM10 M10 300~600 NB10 HSS @ Rotation Speed - - - - 500r.p.m. - _
NYM12 M12 200~500 NB12 HSS @ Use machine ---- Bench type Drilling Machine
Depending on the Machine’ s rigidity, above conditions may not be Suitable. “
In case the chattering is occurred,
rotation speed will have to be reduced and use cutting oil Good!
Please use our original Insert for our tool Without secondary burrs and chattering
M Insert
Figure Model. No. D ¢dt Material Blade Shape Coating Usable Corner Quantity per box
D NBI04 HSS 3 HSS Sharp edge None 1Corner 2Blade 3
‘ ‘ NBI05 HSS 9.5 3 HSS Sharp edge None 1Corner 2Blade 3
— e—
NBI06 HSS 11 4 HSS Sharp edge None 1Corner 2Blade 3
NBIO8 HSS 14 4 HSS Sharp edge None 1Corner 2Blade 3
» .
3 | I NBI10 HSS 175 4 HSS Sharp edge None 1Corner 2Blade 3
NBI12 HSS 20 4 HSS Sharp edge None 1Corner 2Blade 3
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ekl  Urazaguru-solid 1Blade

[ | Cuttinng Conditions Back Counter Bore processing
[BHF Back Counter -
< < Material Model
None | AN
@ @ -l- -’- mg Material Feed per blade (fz) Cutting speed (m / min)
General steel 0.08~0.12 — 30~50
@ Back Counter Bore processing are ensured
without turning workpiece Alloy steel 008~012 B 30~50
@ Designed for Cap bolt sizes Stainless Steel | 0.02~0.05 _ 20~40
@ M6,M8,M10 and M12 Back Counter Bore e
Cutters are available Aluminum, 0.08~0.12 60~90 -
resin,brass
Cast steel 0.08~0.12 30~50 -

Coolant will be recommended

B Body
Dimensions (mm)
Model. No. Blades
® @D (¢D2| ¢d | L | s | 2n |8n-s| S T E
Set screw =

CQED UZHS-M6 1 56| 11 | 20 106 | 80 | 26 |20.5| 55 | 15 | 2.7

) = CED UZHS-M8 1 8 |14 | 25 [113| 80 | 33 |255( 75| 20 | 3
Wrench O QED UZHS-M10 1 10 |17.5| 32 | 140|100 | 40 |[30.5| 9.5 | 25 |3.75
K-2 (M6-M8) GED UZHS-M12 1 13 | 20 | 32 [152 100 | 52 |40.5/11.5| 35 | 35

K-2.5(M10-M12)
3 Inset is not supplied as standard accessory. Please order separately.

3 Set screw and wrench are supplied as standard accessory.

M Set screw }
Set screw
. Model.No size | @
M6 M4x10 c H
Mo hp [ a0 ] 5 Il Processing Example
Wo | e [ Meaz v ol [Eccentric Back Counter Bore Cutter-TEST]
%H-2=(M4x10) 2pieces Xinput (o) M Body : UZHS-M12 :
%H-3=(M5x12) 2pieces Xinput i M Insert: UZHS-M12B Dry cutting
oD @ Material ======"" 850C
@ Rotation Speed == 320r.p.m.
¢De @ Cutting Speed ==+ = 20m/min
@ Table Feed =x==x- 10mm/min

@Blade Feed sunuus 0.03mm/tooth
@ Hole diameter ==+« 14mm
@ Cutting Depth ==+*= 13mm

Good! Without secondary burrs and chattering

m Example program [UZHS-M12]

H o NI

| ® G90 GO0 G54 X-3.5 YO M19

H @G43 Z5.0 H3 T1leecererencncenen )
©®Z—49.0 F200

® M3 S320

o M8

f @ G0] Z—335 F22:cvosseuennonaas @
‘ @Z—49.0 F200--cvvrcvvrrmnsenneenn ®

| o M19
=

‘Di D \J DG ©®G91 G30 20

\ € ¢ P ‘ Max, processing thickness: T

j j Chamfer amount: LZ Z = -(T+S-L2)
@20 a5

) ® O] ® ® @

3 Correction will be necessary according to the specification of the machines to be used when using this cutter

35

5
—-—— —_—-
= —=—- - -
—-—— —_—-
—-—— —t
[ X J [ )
N @ x
58 5
o 8
0 :
& 2
=l 8
9® :

See——
L e :
SEe——
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M Insert
Figure Model.No. D L Material Coating Usable corner Quantity per box

UZHS-M6B 5.6 46 Fine particles Carbide None 1 1

UZHS-M8B 8 53 Fine particles Carbide None 1 1

UZHS-M10B 10 65 Fine particles Carbide None 1 1

%E e — UZHS-M12B 13 80 | Fine particles Carbide None 1 1

‘ T UZHS-M6BC 5.6 46 Fine particles Carbide AICIN 1 1

‘ L | UZHS-M8BC 8 53 | Fine particles Carbide AICIN 1 1
UZHS-M10BC 10 65 Fine particles Carbide AICIN 1 1

UZHS-M12BC 13 80 Fine particles Carbide AICIN 1 1
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st (Jrazaguru Blade
B Cuttinng Conditions Back Counter Bore processing
TA type Back Coumniter

Material Model AC15N ZA10N
@m@ @ + "' Fg Material Feed per blade (fz) Cutting speed (m / min)
@ Back Counter Bore processing are ensured General steel | 005~005 19720 -
without turning workpiece Alloy steel 0.03~0.05 15~20 -
@ Designed for Cap bolt sizes Aluminum, -
q 0.03~0.05 35~80
®M14M16,M18 and M20 Back Counter Bore lBSIm.DiEs
CU“GI’S are avai|ab|e Cast steel 0.03~0.05 30~40 -

od Coolant will be recommended

|

B Body

Dimensions (mm)

Model. No. Blades
@D |¢D2| ¢d | L | 2s | en |8ns| S | T | E

£s

QED UZH25-16T-M14CS 1 14 | 23 | 25 |133| 80 | 53 | 45 | 8 | 40 |4.55
CED UZH25-18T-M16CS 1 16 | 26 | 25 [146| 80 | 66 | 55 | 11 | 50 |5.04
CQED UZH32-20T-M18CS 1 18 | 29 | 32 |158| 80 | 78 | 67 | 11 | 61 |5.54
= CQED UZH32-22T-M20CS 1 20 | 32 | 32 [168| 80 | 88 | 77 | 11 | 71 |6.03

% Inset is not supplied as standard accessory. Please order separately.
3¢ Clamp screw and wrench are supplied as standard accessory.

Cl; S 0
L-?$;M1ZET\AW18-M20) t B Processing Example
L-18(M14,

- § [Eccentric Back Counter Bore Cutter-TEST]
N-5(M16-M18-M20)
N-4(M14) //‘ . | IBodyt: UMZH25-16S-M14CS
M Insert: SPET06T104 NK2020 ;
| R et SPETORTION
' @ Rotation Speed === 415r.p.m.
‘ ¢D @ Cutting Speed = === 30m/min
oD @ Table Feed sunuus 12.45mm/min
- @ Blade Feed »nxu=- 0.03mm/tooth

@ Hole diameter = === 16mm
@ Cutting Depth = === 152mm

Good!
Without secondary burrs and chattering

How to use and Example Example program [UZH25-18T-M16CS(M16)]
, ®N10
‘ ) - ‘ o @ G390 GO0 G54 X-5.04 YO M19
i B M v ©G43 750 H3 T11 ®
; ' ' ®Z-46.0 F200 @
‘ { @ X0evovvrrrrer e
| g % ; @ M3 S415
| ' | oMs
500 |11 @GOl Z—235 Fl2evvrerenrenennns @
. 1 ) @ Z—46.0 F00:-+-rrverrrrenncennss ®
#18 = o M19
@ GO0 X—5.08:+wevesvenennennnns ®
@ 2100 ¢+ rveecenrcmeccnareaacanns @
@® @ ® @ @ ® Gl G20 20
3% Correction will be necessary according to the specification of the machines to be used when using this cutter gﬁ:&?;??r:zwﬁtt[';kr%es:si(1.}+s_c)
M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
oM14
. (TXMT080206)
Goji TXMT080206 ZA10N Carbide K10 Sharp edge None 3 12
TXMT080206 AC15N | Fine particles Carbide Honing edge AICIN 3 12
®M16-M18-M20
o (TXMT110306) .
GOA TXMT110306 ZA10N Carbide K10 Sharp edge None 3 12
@
S
TXMT110306 AC15N Fine particles Carbide Honing edge AICIN 3 12
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Countersink and Chamfering of Cap Screw
Back Counter Bore Series

Exdusive Currrer for
Countrer
Bore processingl

@ Chamfering can be done for Counter Boring mouth

@ Designed for Cap bolt sizes

@®M14,M16,M18 and M20 Back Counter Bore
Cutters are available

—

1

[

@Ds
% N
()

es

Clamp Screw
L-19

en-s
en

d
o2
I
¢D
De

Urazagurimen-C

1Blade

Model. No. Hole diameter L‘"ty,
Bore chamfering
UMZH25-16S-M14CS @16mm ®23mm~27mm
UMZH25-18S-M16CS ¢18mm 26mm~¢30mm
UMZH32-20S-M18CS »20mm $29mm~ 33mm
UMZH32-22S-M20CS @»22mm $32mm~ p36mm
B Cuttinng Conditions
Material Model NK1010 NK2020 NK6060
Material Feed per blade (fz) Cutting speed (m / min)
General steel 0.03~0.05 - 25~30 25~30
Alloy steel 0.03~0.05 - 25~30 25~30
Stainless steel 0.03~0.05 - 20~25 25~30
Aluminum, 0.03~0.05 30~40 - -
resin,brass
Cast steel 0.03~0.05 10~30 - —
Coolant will be recommended
M Body
Dimensions (mm)
Model. No. Blades
@D |¢pDe|¢Ds| ¢d | L | 2s | en |8ns| S | T | E
UMZH25-16S-M14CS 1 14 | 27 | 23 | 25 |132] 80 | 52 |45.5/ 6.5 | 40 |6.52
UMZH25-18S-M16CS 1 16 | 30 | 26 | 25 |142| 80 | 62 |55.5| 6.5 | 50 |7.01
UMZH32-20S-M18CS 1 18 | 33 |29 | 32 |154| 80 | 74 |67.5/ 6.5 | 61 |7.51
UMZH32-22S-M20CS 1 20 | 36 [ 32 [ 32 (164 | 80 | 84 [77.5/6.5| 71 |8.01

3 Inset is not supplied as standard accessory. Please order separately.
% Clamp screw and wrench are supplied as standard accessory.

[Eccentric Back Counter Bore mouth Chamfering-Test]

M Body : UMZH25-16S-M14CS
M Insert: SPET06T104 NK2020
@ Material ===="==" 50C
@ Rotation Speed === 420r.p.m.
@ Cutting Speed ===+ 30m/min

@ Table Feed swxuss 21/min
@ Blade Feed ==« xx- 0.05mm/tooth
@ Hole diameter « === 23mm
@ Cutting Depth === Tmm
Result
Good!

Without secondary burrs and chattering

B Processing Example

®N10

®

3 Correction will be necessary according to the specification of the machines to be used when using this cutter

® O]

® M3 S370
®G01 Z—-35.49 F19

o M19

® G91 G30 20

®

@Z—4365 F200:-------

Example program [UMZH25-18S-M16CS(M16)]

® (90 GO0 G54 X-7.01 YO M19

Max, processing thickness: T
Chamfer amount: C Z = -(T+S-C)

M Insert
Figure Model.No. Material Blade Shape Coating Usable corner Quantity per box
(SPET06T104) .
1 SPETO06T104 NK1010 Carbide K10 Sharp edge None 4 12
A3
[de}
s / SPETO06T104 NK2020 Carbide M20 Honing edge None 4 12
SV — L
E 3'«4 R) 1984
xcept nose . .
SPET06T104 NK6060 Carbide M20 Honing edge TiAZN 4 12
(Excem'nnse R)
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il Acromill / NEW Tiko Cutter
gﬁ@?//@iﬂ gﬁ@ﬁk i Face Milling (Aeromill)

@ Consider to use this Aeromill for
Non-Rigidity Machines like Tapping Center !

@ Choose various workpiece with Negative and
Positive type Face Milling Cutters !

Aeromill

¢@30mme g»40mm

¢30mm - p40mm

Face Milling (NEW Tiko Cutter, NS type)

S
7

¢@60mm - ¢80mm

Wl W@ijﬁ@@i@@@
oroeessingy

NEW Tiko Cutter

¢@60mme g»80mm

© Aeromill O Aeromill © NEW Tiko Cutter O NEW Tiko Cutter

@_{

8s
8s
8s

en
en
en

; %45” @ 1{\45 s s ‘. @ 45°
] o |\ s L b

. D1 ) ¢D1
lock pin w Clamp Screw lock pin Clamp Screw
L6 L-15 L-21 L-15
Wrench Wrench = Wrench Wrench —
K-3 N-6 K-3 N-6

Hl Body
: Dimensions (mm) Weight
Product name Model No. Fig. | blades e e pe L os o = @ Inserts

ARN12-30S [7) 3 30 42 12 85 60 25 5.0 132 S32M0Z / S32GUR

A " NS ARN16-40S 1) 3 40 52 16 85 60 25 50 210 S32M0Z / S32GUR
eromi pg | ARP1230 2} 3 30 | 432 | 12 85 60 | 25 | 60 | 116 S3H3MNZ / S3H3GNZ
ARP16-40S [2) 3 40 53.6 16 85 60 25 6.0 204 S3H3MNZ / S3H3GNZ

TKN20-60S-03 [3) 3 60 73 20 120 80 40 5.0 668 S32M0Z / S32GUR

N TKN20-80S-03 [3) 3 80 93 20 120 80 40 5.0 826 S32M0Z / S32GUR

N TKN32-60S-03 [3) 3 60 73 32 120 80 40 5.0 968 S32M0Z / S32GUR

NEW Tiko Cutter TKN32-80S-03 [3) 3 80 93 32 120 80 40 50 | 1,126 S32M0Z / S32GUR
TKP20-60S-03 [2) 3 60 74 20 120 80 40 6.0 600 S3H3MNZ / S3H3GNZ
S TKP20-80S-03 [2) 3 80 94 20 120 80 40 6.0 780 S3H3MNZ / S3H3GNZ
P TKP32-60S-03 [2) 3 60 74 32 120 80 40 6.0 900 S3H3MNZ / S3H3GNZ
TKP32-80S-03 [2) 3 80 94 32 120 80 40 60 | 1,070 S3H3MNZ / S3H3GNZ

X Insert is not supplied as standard accessory
% Clamp Screw, Lock Pin and wrench are supplied as standard accessories

Do not take reverse tightening when mounting or replacing insert

Due to the eccentricity locking mechanism, poor accuracy or breakage of Insert may be occurring.(Excepting PS type)
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3Blade

l Cutting Conditions B Processing Example (A il

Material Model | NK2001 | NK2050 | ABOIF | NK1010 | NK2020 | NK3030 | AC15T [Face Milling (Ps type)]
Material Feed per blade (fz) Cutting speed (m / min) [l Body : ARP16-40S A s
General Steel 0.1~0.3 | 200~300 | 200~300 | 200~300 150~200 | 150~250 M Insert : S3H3MNZ NK1010
Aloy Steel 0.1~03 [200~250 | 200~250 | 200~250 150~200/ 150~250 © Material-««~---- A5052
@ Rotation Speed-+ 1,000r.p.m.
Stainless Steel 0.1~0.25 120~180 | 150~200 150 @® Table feed:«----- 300mm/min
Aluminum, ® Depth of Cut=+-+ 0.5mm
Resin,Brass i HEERRRE]
. - 0550 200250 @ Cutting Oil None
Castings 01~0.3 #FCD wrcp | 190~200 Result

© Chamfered Insert nose increase feed speed per I-blade and make a good surface finishing Machined f d
L4 Yellow marked rate is recommended for the workpiece listed achined surrace good.
; Il Processing Example (NEW TikoCutter)
Material Model | NK2001 | NK1010 | NK2020 | NIKK3030 | NK5050 | NK60B0 | NKK8080 | DIA
Material Fead per blade (f2) Cutting speed (m / min) [Face Milling (Ps type)] D n
General Steel 0.08~0.2 |200~300 150~200 M Body : TKP32-808-03
pr— 0.08~02 |o00~250 150~200 M Insert : §3H3MNZ NK1010
©® Material======--- S50C

Stainless Steel | 0.08~0.2 120~180|150~200 150~250| 190250 @ Rotation Speed-+ 1,060r.p.m. : 7 -
Aluminum ® Table feed------+ 636mm/min ; [ J

il 0.08~0.3 250~800 200~800 200~800] 500~2000 \ 8
Resin,Brass ® Depth of Cut==+- 3mm Sl
Castings 0.08~0.2 [200~2501100~150 @ Cutting Oil===--- None

©Insert breaker ensures sharp processing and R shaped nose ensure less cutting resistance, Result

and recommended the workpiece which are easily chattered and a distortion arises .
Machined surface good.

o Yellow marked rate is recommended for the workpiece listed
Material Model | NK2001 | NK2020 | ACISD | NKIOIO | NKS030 [Face Milling (NS type)] o=
Material Feed per blade (f2) Cutting speed (m / min) M Body : TKN32-60S-03 Dry processing
General Steel 0.08~02 | 200~300 | 150~200 M Insert : S32MOZ AC15T
@ Material=======+ SUS304
Alloy Steel 0.08~0.2 | 200~300 | 150~200 @ Rotation Speed-+ 1,000r.p.m.
Stainless Steel 0.1 150 @ Table feed:«---- 300mm/min
i ® Depth of Cut=+++ 2mm
Aluminum, - . -
Resin,Brass 0.1~0.2 SO~ {00)|S=11{ety @ Cutting OQil=====- None
Castings Result
© Chamfered Insert nose increase feed speed per I-blade and make a good surface finishing Machined surface good
[ Yellow marked rate is recommended for the workpiece listed .
M Insert
Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
o NegativeType $32MOZ NK2001 Cermet Honing edge None 8 12
(S32MOZ) @
= S32MOZ NK2050 Cermet Honing edge None 8 12
S32MOZ ABO1F Cermet Honing edge AICIN 8 12
S32MOZ NK1010 Carbide K10 Sharp edge None 8 12
S$32MOZ NK2020 Carbide M20 Honing edge None 8 12
S32MOZ NK3030 Carbide M20 Honing edge TiN 8 12
S32MOZ AC15T Fine particles Carbide Honing edge AICIN 8 12
S32GUR NK2001 Cermet Honing edge None 8 12
S32GUR NK1010 Carbide K10 Sharp edge None 8 12
S32GUR NK2020 Carbide M20 Honing edge None 8 12
S32GUR NK3030 Carbide M20 Honing edge TiN 8 12
S32GUR NK5050 Carbide K10 Sharp edge TiN 8 12
Eoent nose ) 318 S32GUR NK6060 Carbide M20 Honing edge TIASN 8 12
7.1 Exoept nose R) S32GUR NK8080 Carbide K10 Sharp edge TIAIN 8 12
(S32GUR DIA) @
T
9 8
gl & - L $32GUR DIA DIA Sharp edge None 1 1
\“\,
R1.2 u
2.8 3.18
(Except nose R)
® PositiveType S3H3MNZ NK2001 QeI Honing edge None 4 12
(S3H3MNZ) (S3H3GNZ)
S3H3GNZ NK1010 Carbide K10 Sharp edge None 4 12
15 S3H3MNZ NK2020 Carbide M20 Honing edge None 4 12
8.2
(Except nose R)
S3H3GNZ NK9090 .
(Mirror polished finish) Carbide K10 Sharp edge None 4 12
S3H3MNZ AC15D Fine particles Carbide Honing edge AICTN 4 12
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Face/Shoulder Milling Series NeW Nlce Cut

NELY IO TTVE EVOLYTION

@ NS (negative S type) * PS (positive S type) * NT (negative T type)
Multi-Structure realized Negative/Positive face milling and Negative Shoulder milling
@ Exchangeable processing diameter by changing
BASE and again exchangeable processing type by changing ARM
@ 3-blades and 6-blades are available and can be used for high speed processing

$150

Clamp Screw
L-20

Wrench \(...-—/ B

N-6

Cap Screw(M6X 15)

Clamp Screw CP6-15

g =0
—— -

Wrench § K’_rs""“‘h Kl_rsench

N-6 \

e PS type (Positive S) e NT type (Negative T)
od od

Cap Screw(M6 X 15)
CP6-15

- -l -
N A
Bl Body
- Dimensions (mm) X |
Model No. ig. |Blades| oD |oD1]oDb] od | L | 2s] en| @ | s (g8 | a nserts base arm
NKN20-100S-03 | @ | 3 | 100 | 112 | 78 | 20 [123.5| 80 |435| 120 | 5.0 |1,525| 45 $32MOZ / S32GUR AMNS-03
NKN32-1005-03 | @ | 3 | 100|112 78 | 32 [1235] 80 [ 435 | 120 | 5.0 [1,825] 45 $32MOZ / S32GUR NK32078-03 AMNS-03
NKN20-1308-03 | @ | 3 | 130 | 142 | 108 | 20 [1235] 80 | 435 | 120 | 5.0 [2,755] 45 $32MOZ / S32GUR AMNS-03
NS NKN32-1308-03 | @ | 3 | 130 | 142 | 108 | 32 [123.5] 80 [ 435 | 120 | 5.0 [3,055] 45 $32MOZ / S32GUR NK32108-03 AMNS-03
NKN32-1505-03 | @ | 3 | 150 [1625| 128 | 32 | 120 | 85 | 35 [116.5| 5.0 |2,505| 45 $32MOZ / S32GUR NK32128-03 AMNS-03
NKN32-1008-06 | @ | 6 | 100|112 78 | 32 [1235] 80 [ 435 | 120 | 5.0 [1,890] 45 $32MOZ / S32GUR NK32078-06 AMNS-06
NKN32-1305-06 | @ | 6 | 130 | 142 | 108 | 32 [123.5] 80 |435| 120 | 5.0 |3,120| 45 $32MOZ / S32GUR NK32108-06 AMNS-06
NKP32-100S-03 ® | 3 [100|115] 78 | 32 [1235] 80 | 435 120 | 6.2 [1,834] 45 S3H3MNZ / S3H3GNZ NK32078-03 AMPS-03
NKP32-130S-03 ® | 3 | 130|145 108 | 32 [1235] 80 | 435 120 | 6.2 [3,064| 45 S3H3MNZ / S3H3GNZ NK32108-03 AMPS-03
PS NKP32-150S-03 ® | 3 [150 [1647] 128 | 32 | 120 | 85 | 35 |1165| 62 |2514| 45 S3H3MNZ / S3H3GNZ NK32128-03 AMPS-03
NKP32-100S-06 @®| 6 [100|115] 78 | 32 [1235] 80 |435]| 120 | 6.2 [1,908| 45 S3H3MNZ / S3H3GNZ NK32078-06 AMPS-06
NKP32-130S-06 ® | 6 |130| 145 | 108 | 32 [1235] 80 |435] 120 | 6.2 [3,138| 45 S3H3MNZ / S3H3GNZ NK32108-06 AMPS-06
NKN32-110T-03 ® 3 |10 78 | 32 [1235] 80 [ 435 ] 120 [ 145 [1,849] 90 | T33MOZ/T33MOR/ T33GUR | NK32078-03 AMNT-03
NKN32-140T-03 ® | 3 |10 108 | 32 [1235| 80 |435| 120 | 145 [3,079| 90 | T33MOZ/T33MOR / T33GUR | NK32108-03 AMNT-03
NT NKN32-160T-03 ®/| 3 | 160 128 | 32 | 120 | 85 | 35 |116.5| 14.5 |2,529| 90 | T33MOZ/ T33MOR / T33GUR | NK32128-03 AMNT-03
NKN32-110T-06 ®| & |10 78 | 32 [1235] 80 | 435 120 | 14.5 [1,938] 90 | T33MOZ/T33MOR/T33GUR | NK32078-06 AMNT-06
NKN32-140T-06 ®| s | 140 108 | 32 [1235| 80 |435| 120 | 14.5|3,168| 90 | T33MOZ/ T33MOR / T33GUR | NK32108-06 AMNT-06

X Insert is not equipped as standard accessories. Please order separately
3 Clamp screw, lock pin, cap screw and wrench are supplied as standard accessories

When mounting or replacing insert, please do not take reverse tightening.
[ Due to the eccentricity looking mechanism, poor accuracy or breakage of insert may be occurred by reverse tightening (NS, NT)
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o NS type Weight: 49 | (excluding Insert)
lock pin

L-21 »

‘ Wrench
B K-3

Clamp Screw
L-15

‘ Wrench
! 5 | N-6

O NT type Weight: 57¢ I (excluding Insert)

lock pin
I L-5
é l Wrench
B |

N

e PS type Weight: 52¢ | (excluding Insert)

‘ K-3

® Arm for New NICECUT cannot be used for Old model
HArm

Dimensions (mm)
Model No. Fig. |Blades A B Type | Quantity per box
AMNS-03 (4] 3 15.0 40.5 NS (Three 1 set)
AMPS-03 (5) 3 15.0 41.8 PS (Three 1 set)
AMNT-03 (6] 3 15.0 39.5 NT (Three 1 set)
AMNS-06 (4] 6 15.0 40.5 NS (Six 1 set)
AMPS-06 5) 6 15.0 41.8 PS (Six 1 set)
AMNT-06 (6) 6 15.0 395 NT (Six 1 set)

3% arm(3pcs/set or 6pcs/set) is supplied per set. Individual pieces Arm cannot be supplied
3% A set of arm will have to be purchased

X Insert, wrench is not equipped as standard accessories. Please order separately
3% Clamp screw, lock pin, as standard accessories

B Cutting Conditions

0
Material Model | NIKK2001 | NK2050 | ABOTF | NK1010 | NK2020 | NK3030 | AC15T

3Blade | BBlade

M Base

BBlade

¢100mm

@110mm
NK32078-06
Weight: 1,556¢

NK32078-03
Weight: 1,678g

3Blade

@130mm

@140mm
NK32108-03
Weight: 2,908g

6Blade

¢130mm

@140mm
NK?32108-06
Weight: 2,826¢

@' e

3Blade v - W
Standard Equipment

@ Clamp Screw==+ L-20 % (The number of blades)
@ Cap Screw(M6Xx 15)+++ CP6-15X (The number of blades)
@ Wrench--- N-6x1 K-5%1

I Processing Example

[Face Milling]

B Body : NKP32-100S-06
B Insert : SSH3MNZ NK2020
® Material»=+=+----SUS304
® Work length=++=+-700mm
@ Rotation Speed---500r.p.m
@ Feed (X-axis)===+300mm
@ Cutting Depth===-1mm

Good!
No secondary burrs and
no chattering process

@150mm

¢160mm
NK32128-03
Weight: 2,358¢

Material Feed per blade (fz) Cutting speed (m / min)

Material Model | NIK2001 | NK1010 | NKK2020 | NKK3030 | NKK5050 | NIK6060 | NK8080 | DIA
Material Feed per blade (f2) Cutting speed (m / min)

General Steel 0.1~0.3 |200~300|200~300 200~300|150~200(150~250

General Steel 0.08~0.2 [200~300 150~200

Aloy Steel 0.1~0.3  [200~250|200~250 200~250|150~200 150~250 Aloy Steel 0.08~0.2 |200~250 150~200

Stainless Steel | 0.1~0.25 120~180|150~200| 150 Stainless Steel | 0.08~0.2 120~180|150~200 150~250|150-250
Aluminum, Aluminum, —~ - ~ I~ I~
R D 0.08~0.3 250~800 200~800 200~800|500~2000
Castings 0.1~03 |200-25 200250 150~200 Castings 0.08~02 |200~250)100~150

® Our original Insert have”Chamfered nose” which ensure a good surface finishing
even feed speed per blade are increased

© Original Insert breaker realize a sharp prosessing. Insert nose chamfered
minimize cutting resistance. Suitable for thin materials(easy to deform or chatter) processing

[ Yellow marked rate is recommended for the workpiece listed L] Yellow marked rate is recommended for the workpiece listed
OR 0
Material Model NK2001 NK1010 NK2020 NK3030 NK6060 NK2001 NK1010 NK2020 NK3030 NK6060
Material Feed per blade (fz) Cutting speed (m / min) Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.1~0.2 200~220 150~180 | 150~220 General Steel 0.1~0.3 200~220 150~180 | 150~200
Alloy Steel 0.1~0.2 200~220 150~180 | 150~220 Alloy Steel 0.1~0.3 200~220 150~180 | 150~200
Stainless Steel 0.1~0.15 120~160 | 150~180 | 150~200 Stainless Steel 0.1~0.25 120~160 | 120~180 | 150~200
Aluminum, Aluminum,
Resin,Brass Resin,Brass
Castings 01~02 | 200220 | 150~180 Castings 01~03 | 200220 | 150~180

© Original Insert breaker realize a sharp prosessing. Insert nose chamfered
minimize cutting resistance.
(] Yellow marked rate is recommended for the workpiece listed

©® Our original Insert have”Chamfered nose” which ensure a good surface finishing
even feed speed per blade are increased o
] Yellow marked rate is recommended for the workpiece listed

NK2001 | NK1010 | NK2020 | NK3030 | NK5050 | NK6060 | NK8080 NK2001 NK2020 ACI15D NK1010 | NK9030
Material Feed per blade (fz) Cutting speed (m / min) Material Feed per blade (fz) Cutting speed (m / min)

General Steel | 0.08~02 |200~220 150~180 General Steel 0.08~02 | 200~300 | 150~200

Alloy Steel 0.08~0.2 [200~220 150~180 Alloy Steel 0.08~0.2 | 200~300 | 150~200

Stainless Steel | 0.08~0.2 120~180| 150~180 150~220| 197220 Stainless Steel 0.1 150

Aluminum, ~ " - " Aluminum, - N N

R 0.08~0.3 250~750 200~750 200~750 ReginBrace 0.1~02 500~1,000 | 500~1,000

Castings 0.08~0.2 |200-220 150~220 Castings

©® Original Insert breaker realize a sharp prosessing. Insert nose chamfered
minimize cutting resistance. Suitable for thin materials(easy to deform or chatter) processing
[ ] Yellow marked rate is recommended for the workpiece listed

© Our original Insert have”Chamfered nose” which ensure a good surface finishing
even feed speed per blade are increased

L] Yellow marked rate is recommended for the workpiece listed

~Insert information P.67
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Face/Shoulder Milling Series

New Nice Cut

M Insert
Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
(S32M0Z) b&o S32MOZ NK2001 Cermet Honing edge None 8 12
S32MOZ NK2050 Cermet Honing edge None 8 12
S32MOZ ABO1F Cermet Honing edge AICIN 8 12
S32MOZ NK1010 Carbide K10 Sharp edge None 8 12
S32MOZ NK2020 Carbide M20 Honing edge None 8 12
S32MOZ NK3030 Carbide M20 Honing edge TiN 8 12
S32MOZ AC15T Fine particles Carbide Honing edge AICIN 8 12
S32GUR NK2001 Cermet Honing edge None 8 12
S32GUR NK1010 Carbide K10 Sharp edge None 8 12
S32GUR NK2020 Carbide M20 Honing edge None 8 12
S32GUR NK3030 Carbide M20 Honing edge TiN 8 12
S32GUR NK5050 Carbide K10 Sharp edge TiN 8 12
S32GUR NK6060 Carbide M20 Honing edge TiAIN 8 12
7.1 Except nose R) S32GUR NK8080 Carbide K10 Sharp edge TiASN 8 12
(S32GUR DIA) |_ g
e
g £~ ©
2|\ } kS $32GUR DIA DIA Sharp edge None 1 1
N <
(Exceni nose R)
(SSH3MNZ) (S3H3GNZ) S3H3MNZ NK2001 Cermet Honing edge None 4 12
S3H3GNZ NK1010 Carbide K10 Sharp edge None 4 12
S3H3MNZ NK2020 Carbide M20 Honing edge None 4 12
S3H3GNZ NK9090 :
(Mirror polished finish) Carbide K10 Sharp edge None 4 12
S3H3MNZ AC15D Fine particles Carbide Honing edge AICIN 4 12
T33MOZ NK2001 Cermet Honing edge None 6 12
T33MOZ NK1010 Carbide K10 Sharp edge None 6 12
T33MOZ NK2020 Carbide M20 Honing edge None 6 12
T33MOZ NK3030 Carbide M20 Honing edge TiN 6 12
T33MOZ NK6060 Carbide M20 Honing edge TiAZN 6 12
T33MOR NK2001 Cermet Honing edge None 6 12
T33MOR NK1010 Carbide K10 Sharp edge None 6 12
T33MOR NK2020 Carbide M20 Honing edge None 6 12
T33MOR NK3030 Carbide M20 Honing edge TiN 6 12
T33MOR NK6060 Carbide M20 Honing edge TiAZN 6 12
T33GUR NK2001 Cermet Honing edge None 6 12
T33GUR NK1010 Carbide K10 Sharp edge None 6 12
T33GUR NK2020 Carbide M20 Honing edge None 6 12
T33GUR NK3030 Carbide M20 Honing edge TiN 6 12
T33GUR NK5050 Carbide K10 Sharp edge TiN 6 12
T33GUR NK6060 Carbide M20 Honing edge TiAUN 6 12
T33GUR NK8080 Carbide K10 Sharp edge TiAIN 6 12
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e @Blade
Face/Shoulder Milling Series Shurl | | In §
SBIade
Shoulder Milling (NC type)
Economical Milling Cutters !
The high feed b
Selectable R0.2, R0.4, and R0.8 nitbade
nose insert and usable 4-corners Capable of
high-speed cutting!
~ e
¢20mm~ ¢50mm ks Shurillin
gl
M Body
Dimensions (mm)
Weight
Model. No. blades ¢D ¢d L 2s en (8)
NC2-1620 2 20 16 100 80 20 152
NC3-2530 3 30 25 105 80 25 394
NC4-3240 4 40 32 105 80 25 656
NC5-3250 5] 50 32 105 80 25 752
® 3 Insert is not equipped as standard accessories. Please order separately
= 3% Clamp screw, and wrench are supplied as standard accessories
B Cutting Conditions
- Material Model NK1010 ‘ NK2020 ‘ NK3030
Material Feed per blade (f2) Cutting speed (m / min)
General Steel 0.08~0.2 100~200 100~200
Alloy Steel 0.08~0.2 100~200 100~200
Stainless Steel 0.08~0.2 100~150 100~150
Aluminum,Resin, 0.08~0.3 150~400
Castings 0.08~0.2 100~200 100~200
Il Processing Example
5 [Shoulder Milling (NT)] :
90 B Body : NC3-2530 Dry cutting
M Insert : C32GUR-0.8R NK3030
@ Material=======-- SUS304
® Work length====--- 300mm

i @ Rotation Speed---2,000r.p.m
® Feed (X-axis) ==+ -800mm/min
@ Cutting Depth===-1mm

@D —02
Clamp Screw ﬁ Result

il Good!
Wrench = No secondgry burrs and
MA-1 //f\’_, no chattering process
M Insert
Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
{C32GUR) C32GUR-0.2R NK2020 Carbide M20 Honing edge None 4 12
RO.E/RO.A/R&B}O C32GUR-0.4R NK2020 Carbide M20 Honing edge None 4 12
- e C32GUR-0.8R NK2020 Carbide M20 Honing edge None 4 12
o @©
éé- u I}g C32GUR-0.2R NK1010 Carbide K10 Sharp edge None 4 12
s 3;0;) %Tg‘ C32GUR-0.2R NK3030 Carbide M20 Honing edge TiN 4 12
8.9(R0.4) ) C32GUR-0.4R NK3030 Carbide M20 Honing edge TiN 4 12
(EX%E;F&E& R) C32GUR-0.8R NK3030 Carbide M20 Honing edge TiN 4 12
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Face/Shoulder Milling Series SUIT"CCO / Dekasuml

Corner R processing

® by the chip exchange, 24— *

It allows a wide variety of

Corner R processing.
R5~R10
?;g}'lcco Dekasumi
¢@60mm 8 8
- .|
Clamp Screw Clamp Screw
L-15 L-16
Wrench = Wrench '
N-6 r/ b BT-20
| w ‘ W0 g
9 1o -
0
D —03 R ¢D 03 R
Shoulder Milling (R) A Cautions
/Q\ #03~05°
(About)
Sumicco Sumicco Dekasumi ekasumi ) 7
ASR Type(RO5 * R2.5) ALR Type(R2.5 * R5) ASR Type(R5 * R7) ALR Type(R8 * R10) (Sumicco-Dekasumi are common.)
The peripheral cutting edge have about 0.3~0.5°
@ Please choose the body to match the Insert to be used. (Sumicco and Dekasumi are same)

M Body
e Dimensions (mm) Weight
Product name Model No. Fig. ades
) ¢d L 2s en s Inserts (g)
SK25-30ASR (1) 2 30 25 130 100 30 15 A52GNR-0.5R~2.5R 478
SK25-30ASRL (1) 2 30 25 200 170 30 15 A52GNR-0.5R~2.5R 748
SK25-30ALR (1) 2 30 25 130 100 30 15 A52GNR-2.5R~5R 474
SK25-30ALRL (1) 2 30 25 200 170 30 15 A52GNR-2.5R~5R 746
SK32-60ASR (1) 4 60 32 105 80 25 15 A52GNR-0.5R~2.5R 798
Sumicco SK32-60ASRL (1) 4 60 32 175 150 25 15 A52GNR-0.5R~2.5R 1,240
SK32-60ALR (1) 4 60 32 105 80 25 15 A52GNR-2.5R~5R 784
SK32-60ALRL (1) 4 60 32 175 150 25 15 A52GNR-2.5R~5R 1,240
SK32-80ASR (1] 4 80 32 105 80 25 15 A52GNR-0.5R~2.5R 1,100
SK32-80ASRL (1) 4 80 32 175 150 25 15 A52GNR-0.5R~2.5R 1,560
SK32-80ALR (1) 4 80 32 105 80 25 15 A52GNR-2.5R~5R 1,120
SK32-80ALRL (1) 4 80 32 175 150 25 15 A52GNR-2.5R~5R 1,550
DC32-40ASR 2] 2 40 32 135.0 100 35.0 18.1 ADEW19T3-5R~7R 820
i DC32-40ASRL (2) 2 40 32 185.0 150 35.0 18.1 ADEW19T3-5R~7R 1,140
Dekasumi DC32-40ALR o 2 40 32 1346 | 100 | 346 | 176 | ADEW19T3-8R~10R 813
DC32-40ALRL (2] 2 40 32 184.6 150 34.6 17.6 ADEW19T3-8R~10R 1,140
¥ Insert is not equipped as standard accessories. Please order separately
3 Clamp screw, and wrench are supplied as standard accessories
M Cutting Conditions
0 Deka
Material Model NK1010 NK2020 ACI6N Material Model NK1010 NK2020 ACI6N
Material Feed per blade (fz) Cutting speed (m / min) Material Feed per blade (fz) Cutting speed (m / min)
General Steel 0.1~02 100~150 150~200 General Steel 0.1~0.2 100~150 150~200
Alloy Steel 0.1~0.2 100~150 150~200 Alloy Steel 01~0.2 100~150 150~200
Stainless Steel 0.1~0.2 80~120 120~160 Stainless Steel 0.1~0.2 80~120 120~160
Aluminum,Resin, 0.1~0.3 250~600 Aluminum,Resin, 0.1~0.3 250~600
Castings 0.1~0.2 80~150 Castings 01~0.2 80~150
Work shape, clamping state, tool protrusion length, please adjust the conditions by cutting amount Work shape, clamping state, tool protrusion length, please adjust the conditions by cutting amount
You have been to the workpiece by recommended Insert. You have been to the workpiece by recommended Insert.
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[Shoulder Milling (R3)]

B Body : SK25-30ALR

B Insert : A52GNR-3R NK2020
® Material========+ SKD11

® Work length=====- 200mm

® Rotation Speed---1,600r.p.m
® Feed (X-axis)==*=320mm/min
® Down cut air blow

@ Cutting Oil==-=None

Good!
No secondary burrs and
no chattering process

B Processing Example Sumicco

[Shoulder Milling (R10)]

B Body : DC32-40ALR

B Insert : ADEW 19T3-R NK2020
® Material=«===x==+ 850C

® Rotation Speed---1,500r.p.m
® Feed (X-axis)= = =450mm/min
@ Cutting Depth==+=11mm

@ Cutting Oil==-+None

Good!
No secondary burrs and
no chattering process

28lade | 4page
Sumicco )
Dekasumi | Sumicco

B Processing Example Dekasumi

M Insert

Fig.

Model.No.

Material

Blade Shape Coating

Usable corner

Quantity per box

@ Sumicco % RO.5 Stocks in size.
A52GNR-0.5R
A52GNR-1R
A52GNR-1.5R
A52GNR-2R
A52GNR-2.5R
A52GNR-3R
A52GNR-3.5R
A52GNR-4R
A52GNR-4.5R
A52GNR-5R

(A52GNR)

9.525

NK1010
NK1010
NK1010
NK1010
NK1010
NK1010
NK1010
NK1010
NK1010
NK1010

Carbide K10

Sharp edge None

A52GNR-0.5R
A52GNR-1R
A52GNR-1.5R
A52GNR-2R
A52GNR-2.5R
A52GNR-3R
A52GNR-3.5R
A52GNR-4R
A52GNR-4.5R
A52GNR-5R

Vs
Il Blade length of the Insert (Except nose R)
Model.No. A

0.5R 15mm

1R 14.4mm

1.5R 13.9mm

2R 13.3mm

2.5R 12.8mm

NK2020
NK2020
NK2020
NK2020
NK2020
NK2020
NK2020
NK2020
NK2020
NK2020

Carbide M20

Honing edge None

3R 12.2mm
3.5R 11.7mm

4R 11.1mm A52GNR-1R
4.5R 10.5mm

= o A52GNR-1.5R
U Y, A52GNR-2R
A52GNR-2.5R
A52GNR-3R
A52GNR-3.5R
A52GNR-4R
A52GNR-4.5R
A52GNR-5R

A52GNR-0.5R

AC16N
AC16N
AC16N
AC16N
AC16N
AC16N
AC16N
AC16N
AC16N
AC16N

Fine Particles Carbide

Honing edge AICrN

@ Dekasumi

3% R1 Stocks in size.
(ADEW19T3)

ADEW19T3-5R
ADEW19T3-6R
ADEW19T3-7R
ADEW19T3-8R
ADEW19T3-9R
ADEW19T3-10R

NK1010
NK1010
NK1010
NK1010
NK1010
NK1010

Carbide K10

Sharp edge None

ADEW19T3-5R
ADEW19T3-6R
ADEW19T3-7R
ADEW19T3-8R
ADEW19T3-9R
ADEW19T3-10R

M Blade length of the Insert (Except nose R)

Model.No. A

NK2020
NK2020
NK2020
NK2020
NK2020
NK2020

Carbide M20

Honing edge None

R5 13.2mm
R6 12mm
R7 11mm
R8 9.8mm
R9 8.7mm
R10 7.7mm

ADEW19T3-5R
ADEW19T3-6R
ADEW19T3-7R
ADEW19T3-8R
ADEW19T3-9R
ADEW19T3-10R

AC16N
AC16N
AC16N
AC16N
AC16N
AC16N

Fine Particles Carbide

Honing edge AICrN
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Face/Shoulder Milling Series

Right angle processing!

The back and from corners are usable due to
nagative/positive Insert

Durability has been increased due to the
double clamp mechannism

M Body:

Shoulder Milling (T type)

[Shoulder Milling]

NK9050T

W Processing Example

M Insert : T33GURNK1010

@ Material====+-+--A5052

® Rotation Speed--+6,000r.p.m

@ Feed (X-axis)===+1,200mm/min
@ Cutting Depth=+++2mm

Good!
No secondary burrs and
no chattering process

M Cutting Conditions

- Material Model NK2001 NK1010 NK?2020 NK3030 NK6060
Material Cutting speed (m / min)
General Steel 0.1~0.3 200~220 150~180 150~200
Alloy Steel 0.1~0.3 200~220 150~180 150~200
Stainless Steel 0.1~0.25 120~160 120~180 150~200
Aluminum,
Resin,Brass
. — 200~220 —
Castings 0.1~0.3 HFCD 150~180
Our original Insert have “chamfereed nose”which ensure a good surface finishing
even feed speed per blade are increased
Yellow marked condition is recommended for the material listed
OR
Material Model | NK2001 NK1010 NK2020 NK3030 NK6060
Material Feed per blade (12) Cutting speed (m / min)
General Steel 0.1~0.2 200~220 150~180 | 150~220
Alloy Steel 0.1~0.2 200~220 150~180 150~220
Stainless Steel 0.1~0.15 120~160 150~180 150~200
Aluminum,
Resin,Brass
Castings 0.1~0.2 200=220 | 150~180

Clamp piece
CL-1S

Wrench
K-3

lock pin
L-5

Original Inser Insert breaker realiz
Yellow marked condition is

e a sharp processing. Insert nose chamfered minimize cutting resistance
recommended for the material listed

Wrench
K-3

Material Model| NK2001 [ NK1010 | NK2020 | NK3030 | NK5050 | NKE060 | NK8080
Material Feed per blade (f2) Cutting speed (m / min)

General Steel 0.08~0.2 |200~220 150~180

Alloy Steel 0.08~0.2 |200~220 150~180

Stainless Steel | 0.08~0.2 120~180 | 150~180 150~220 | 150~-220
Aluminum, - N - —
Resin Brass 0.08~0.3 250~750 200~750 200~750
Castings 0.08~02 (200220 150~220

Original Inser Insert breaker realize a sharp processing. Insert nose chamfered minimize cutting resistance
Suitable for thin materials(easy to deform or chatter)processing.
Yellow marked condition is recommended for the material listed

When mounting or replacing insert, please do not take reverse tightening.
Due to the eccentricity looking mechanism, poor accuracy or breakage of insert may be occurred by reverse tightening
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3Blade

M Body
Dimensions (mm)
Model. No. blades Weight

oD ¢d L es en (8)
NK9040T-20 3 40 20 120 85 35 0.52
NK9040T-25 3 40 25 120 85 35 0.64
NK9040T 3 40 32 120 85 35 0.7
NK9050T-20 3 50 20 120 85 35 0.54
NK9050T-25 3 50 25 120 85 35 0.68
NK9050T 3 50 32 120 85 35 0.8
NK9050T-42 3 50 42 120 85 35 1.1
NK9060T 3 60 32 120 85 35 0.95
NK9060T-42 3 60 42 120 85 35 1.3
NK9070T 3 70 32 120 85 35 1.2
NK9070T-42 3 70 42 120 85 35 1.4
NK9080T 3 80 32 120 85 35 1.2

X Inset is not included. Please order spearately.
X lock pin wrench clamp piece we have standard equipment.

Minsert
Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
60" (T33MOZ) b@ T33M0Z NK2001 Cermet Honing edge None 6 12
\ (Y E——
( f‘j 3 )

\ ) 8 T33MOZ NK1010 Carbide K10 Sharp edge None 6 12
‘ T33MOZ NK2020 Carbide M20 Honing edge None 6 12
T33MOZ NK3030 Carbide M20 Honing edge TiN 6 12
T33MOZ NK6060 Carbide M20 Honing edge TiASN 6 12
T33MOR NK2001 Cermet Honing edge None 6 12
T33MOR NK1010 Carbide K10 Sharp edge None 6 12
T33MOR NK2020 Carbide M20 Honing edge None 6 12
T33MOR NK3030 Carbide M20 Honing edge TiN 6 12
#9525 ' T33MOR NK6060 Carbide M20 Honing edge TIAIN 6 12
T33GUR NK2001 Cermet Honing edge None 6 12
T33GUR NK1010 Carbide K10 Sharp edge None 6 12

90°
T33GUR NK2020 Carbide M20 Honing edge None 6 12

[ee}

[s2]
© T33GUR NK3030 Carbide M20 Honing edge TiN 6 12
T33GUR NK5050 Carbide K10 Sharp edge TiN 6 12
®9.525 T33GUR NK6060 Carbide M20 Honing edge TiAZN 6 12
T33GUR NK8080 Carbide K10 Sharp edge TiAUN 6 12
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Face/Shoulder Milling Series Easy Order i ng

- Product Number notation example simple order ~

@ Base +++cccc--- Aluminum Body = @Arm--ccccc-----NS type
@ Processing diameter <« <+ @200mm ®Base Color ** =+ * - *RED
@ Blades=- <<+ ----- 6Blade

In the case of, please notation as described below with reference to the W~®) of “Easy Order” below.

@ Base Processmg @Blades @ Arm ®Base color
dlameter

Product model number, “"KK200-6NS-RD 3 This item only We will stock. It will be. ”
X In the case of base only, please put the last A product model number.

J
Model number notation @----- Steel Body is “"NK”, aluminum body will be "KK".
Steel Body (NK type) Aluminum body (KK type)
It's more commonly used for is, it will be the low-cost steel body. | |t weighs 1/3 compared to steel cutters and are available at
lower horsepower machines Aluminum body type.

Model number notation @- - - - - It will be 120-500.

Model number notation @----- It will be 3-36.

Model number notation@- - - - - It becomes the “NS” or “PS” or "NT”.
NS type PS type

FujiGen chattering is hardly out by its own negative-positive The “face pr ing Pojichippu” that enables optimum cutting in
method, it can be a good cut into thin processing. stainless by new materials and coating Inserts — [P Type]

The “shoulder processing” and — [T type]

Insert both sides is possible economic use of the
“face processing Negachippu” is — [S type]

GL
Model number notation ®- - - - - Steel Body is “BK”
Aluminum body will be “GL” or “SV” or "RD” or “BL” or "BK”.  ©



According to the machining and the size of the customer’s necessity will be provided!

MUCETUT .

Conventional nice cut series that had been our patronage (arbor type)
It becomes the order system, now that it can be widely available.

A combination of the diameter and number of blades
You can order We wish you the customer. According to the machining and the
size of the customer’s necessity will be provided!

Weight Table

Body type Steel Body
Cutter diameter ®120 = ¢ 140 ®150 = ¢ 190 \ $200 = ¢240 $250 * $290 \ 6300 - &340
Cutter height (L) 45 60 70
Arbor diameter
Number of blades 25.4 38.1 50.8 47.625
3 2.6kg 71.1kg 11.2kg 19.3kg 28.7kg
4 2.6kg 71.1kg 11.2kg 19.4kg 28.7kg
5 2.6kg 71.1kg 11.2kg 19.4kg 28.7kg
6 2.6kg 71.1kg 11.3kg 19.4kg 28.7kg
7 2.6kg 7.1kg 11.3kg 19.4kg 28.7kg
8 2.6kg 7.1kg 11.3kg 19.4kg 28.8kg
9 2.7kg 7.1kg 11.3kg 19.4kg 28.8kg
10 1.1kg 11.3kg 19.4kg 28.8kg
11 7.1kg 11.3kg 19.4kg 28.8kg
12 1.2kg 11.3kg 19.5kg 28.8kg
13 11.3kg 19.5kg 28.8kg
14 11.4kg 19.5kg 28.8kg
15 11.4kg 19.5kg 28.8kg
16 19.5kg 28.8kg
17 19.5kg 28.9kg
18 19.5kg 28.9kg
19 19.5kg 28.9kg
20 19.6kg 28.9kg
21 19.6kg 28.9kg
22 28.9kg
23 28.9kg
24 28.9kg
Body type Aluminum body
Cutter diameter $120 = ¢ 140 ®150 = ¢ 190 \ 6200 " ¢240 $250 " $290 \ 6300 = &340
Cutter height (L) 45 60 70
Arbor diameter
s 25.4 38.1 50.8 47.625
3 1.0kg 26kg 4.1kg 7.0kg 10.4kg
4 1.1kg 2.7kg 4.1kg 7.1kg 10.4kg
5 1.1kg 2.7kg 4.2kg 1.1kg 10.5kg
6 1.1kg 2.7kg 4.2kg 7.1kg 10.5kg
1 1.2kg 2.8kg 4.2kg 7.2kg 10.5kg
8 1.2kg 2.8kg 4.3kg 7.2kg 10.6kg
9 1.2kg 2.8kg 4.3kg 7.2kg 10.6kg
10 2.9g 4.3kg 1.3kg 10.6gk
11 2.9kg 4.4kg 7.3kg 10.6kg
12 29kg 4.4kg 1.3kg 10.7kg
13 4.4kg 7.4kg 10.7kg
14 4.5kg 7.4kg 10.7kg
15 4.5kg 7.4kg 10.8kg
16 7.5kg 10.8kg
17 7.5kg 10.8kg
18 7.5kg 10.9kg
19 7.6kg 10.9kg
20 7.6kg 10.9kg
21 1.6kg 11.0kg
22 11.0kg
23 11.0kg
24 11.1kg

X Cutter diameter, it will can offer to ¢ 10 unit.
¥Cutter diameter ¢ 350 more Arbor size and other will necessary separately estimates.

X Arbor diameter, it is determined by the cutter diameter, the Company in accordance
with the face mill arbor A type.

: @ can not be canceled after your order, please understand.

@ for non-standard products, made to order products.

Delivery times, each time please verify.

3 Depending on the cutter diameter, there are times
when it is not possible to put a Number of blades of hope.
¥ If you have any questions, please feel free to contact us. TEL. (06) 6911-3588

/4

Cutting conditions to P.66
Insert for more information to P.67

74



Use lathe

Creeily Inerease e of nser: I

Suitable for Inner Diameter and boring process with Turning Center etc

Sleeve with step structure cutting oil spread in whole places of insert during
processing of inner diameter and the life of insert has been increasing more Than 20%,

Adjustable screw is located at the front.
You can easily adjust the Boring bar length without removing from holder.

. Set screw
& Set screw 1 Vodel N Dimensions (mm)
ocel No. Set screw 1 Set screw 2
é Set screw 2 KH-18 M6X8 M6X10
KH-2S M8X6 M8X6
KH-3S M8X8 M8X8
Wrench
K-3(KH-1S) KH-4S M8X10 M8X8
K-4(KH-2S / KH-3S / KH-4S) KH-5S M10X8 M10X8
K-G(KHHGS / KH-65) KH-6S M10X8 M10X10

31SET include (each of set screw-1 and set screw-2)

aé

La®

2a%
)

2 23 |82 21

hs)
2
3 Wrench is not equipped as standard accessory
3% Set surew are supplied as standard accessory
Body
Dimensions (mm)
Model No. Set surew
@D »D1 oD2 od od1 L 21 L2 e3 L4 25 Ls F
KJD32S08 40 28 24 32 8 115 80 5 15 15 14 10 30 KH-1S
KJD32S10 40 25 — 32 10 115 80 5| 30 — 14 10 30 KH-2S
KJD32S512 40 25 — 32 12 115 80 5 30 — 14 10 30 KH-2S
KJD32S16 40 30 26 32 16 115 80 5 13 17 14 10 30 KH-2S
KJD32S20 40 32 - 32 20 115 80 5 30 - 13 11 30 KH-2S
KJD40S08 47 28 24 40 8 120 80 5 15 20 16 12 38 KH-1S
KJD40S10 47 32 28 40 10 120 80 5 15 20 15 13 38 KH-3S
KJD40S12 47 32 28 40 12 120 80 5| 15 20 15 13 38 KH-3S
KJD40S16 47 34 31 40 16 120 80 5 15 20 15 13 38 KH-4S
KJD40S20 47 35 — 40 20 120 80 5 35 — 15 13 38 KH-5S
KJD40S25 48 40 - 40 25 120 80 15 25 - 17.5 15 38 KH-6S
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Use lathe

L3 L4

omall diamaizr sleava for lainzg 1

Possible to holl small diameter tool bitsor drills

Suitable for small diameter boring or drilling

Set screw

1 F
Wrench
K-2(ESH-18)
K-3(ESH-2S) =
3 Wrench is not equipped as standard accessory

3% Set surew are supplied as standard accessory

Body Set screw
) ] Dimensions (mm)
Dimensions (mm) Model No.
Set screw 1SET
Model No. ESH-1S M4x4 3
¢d | ¢d1 | @d2 L L1 L2 L3 L4 L5 L6 F Set screw -
ESH-2S M6X6 3
ESL0416 16 4 10 100 5 11 17 83 20 80 15 ESH-1S 1SET include (set screw X 3)
ESL0516 16 5 10 100 5] 11 17 83 20 80 15 ESH-1S
ESL0616 16 6 10 100 5 11 17 83 20 80 15 ESH-1S
ESL0816 16 8 10 100 6 16 26 74 40 60 15 ESH-2S
ESL1016 16 10 12 100 6 16 26 74 40 60 15 ESH-2S
ESL0420 20 4 10 100 5] 11 17 83 20 80 19 ESH-1S
ESL0520 20 5 10 100 5 11 17 83 20 80 19 ESH-1S
ESL0620 20 6 10 100 5] 11 17 83 20 80 19 ESH-1S
ESL0820 20 8 10 100 6 16 26 74 40 60 19 ESH-2S
ESL1020 20 10 12 100 6 16 26 74 40 60 19 ESH-2S
ESL1220 20 12 14 100 6 16 26 74 40 60 19 ESH-2S
Use lathe

Centar nole maenhining Is possiols!

Shaped as outer tool bit, but used for innertool bit senter drill etc

Possible to use holders for outer cutting and shorten setup change time

Useful when the number of inner and diameter cutting tool holder is limited

Set screw

[N y
. ECH-1S/ECH-2S/ECH3S/ECH-4S 5 V S
\\, ECH-5S/ECH-6S ’
Wrench .
K-2(ECH-1S/ECH-5S)
K-2.5(ECH-2S/ECH-6S)
K-3(ECH-3S) 3% Wrench is not equipped as standard accessory

K-4(ECH-4S) 3% Set surew are supplied as standard accessory
Body Set screw
; ; Dimensions (mm)
Model No. Dmensions () Model No. Set screw 1SET
od di d2 L 21 22 H Set screw ECHiZLS M4x10 2
ECH-2S M5x10 2
ESB2020K05 5 20 20 125 35 15 30 ECH-1S ECH-3S M6x10 2
ESB2020K06 6 20 20 125 35 15 30 ECH-2S ECH-4S M8x10 >
ESB2020K08 8 20 20 125 35 15 30 ECH-3S ECH-5S M4x10 3
ESB2020K10 10 20 20 125 35 15 30 ECH-4S ECH-6S M5x10 3
ESB2020K12 12 20 20 125 35 15 30 ECH-4S SISET include (set screw X 20r3)
ESB2525M05 5 25 25 150 35 15 35 ESH-5S
ESB2525M06 6 25 25 150 35 15 35 ESH-6S
ESB2525M08 8 25 25 150 35 15 35 ESH-3S
ESB2525M10 10 25 25 150 35 15 35 ESH-4S
ESB2525M12 12 25 25 150 35 15 35 ESH-4S
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Use lathe

Moplying Ganzral Spring Collet,-Usabul Yarious Sizes Dirills?

Concentric with ER collet
Used with lathe,mount inner tool bit holder
Inner lubrication is possible by using center-thruringh collet

ER20type _ ER25/ER32 type
Set screw
. 8 - -
3OV - et Dimensions (mm)
o Set screw1 Set screw2
ERSH-1S M6X6 M12x25
ks - ERSH-2S M6X%10 M12x25

1SET include (Set screw1 x 1+Set screw2x 1)

3€ER collet is not inoludent Pliese obtasin L
from market (DIN6499/1S015488)

Body
Dimensions (mm)
Model No.
@D ¢D1 ¢d L 21 L2 23 La 85 2s A B F Collet Set screw Spanner
QED CER20-C32-120 38 34 32 121 85 36 14 54 21.7 51 12 27 31 ER20 ERSH-18 NL-30
@ CER20-C40-120 48 34 40 121 85 36 14 54 21.7 51 12 35 39 ER20 ERSH-2S NL-30
QED CER25-C32-120 38 42 32 121 85 36 14 54 | 24 51 12 27 31 ER25 ERSH-1S NF-42
@ CER25-C40-120 48 42 40 121 85 36 14 54 24 51 12 35 39 ER25 ERSH-2S NF-42
QED CER32-C40-120 48 50 40 123 | 85 38 14 54 | 25 52 12 35 39 ER32 ERSH-2S NF-50
Spanner
Wrench NF-50 (ER32)
Set screw 1 &8
RN Spanner
NF-42(ER25)
Cap(standard accessory) VKI_rGench
Set screw 2

Spanner
NL-30(ER20)
collet is not inoludent

Pliese obtasin from market 3% Set surew are supplied as standard accessory
3% Collet, Spanner,Wrench,are supplied as not standard accessory
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By using three different types of beveling, the position
of the blade is changed, and you can use
the cutter surface part without any leeway.

@10 ®13 @16
®B-1040 @B-1340 (®B-1640

@®When wearing

@When wearing
B-1040 B-1340 B-1640

@When wearing

L ¥ Chamfering amount up to C1.5 in any case of @@ )

Exclusive Cutter(mounted as standard accessory)

Cutter Shaft
CPS64

.

Collar
CC-1

<«

B-1040 / B-1340 / B-1640

[ =

Flange bolt

CP3-6 l

2 kings up/down adjustment mechanism
can select smooth chamfering amount

Micro-adjustment
mechanism

Feed handle

18BIade

11gn Rotation Moior
Multi-Blade Cuiter /

Combination of High Rotation Moator, Multi- Blade Cutter
and Bearing Guide ensured smooth surface processing

One spot hold Open-Close mechanism ensured simple inside chamfering process

[—
Wrench
K-2

fixing screws

cover
CP-CB

% M6 X 12 cap bolt fixed

Spanner Power cord
NL-10 PC-0
2 Fuses/10A
F-10A -
Spanner =
NL-17 /
v
Body
Model. NO. CP-0
Power supply 100V
Generating 200W
Rotational speed 15,000r.p.m.
Max workpiece height 150mm
Dimension W300xD480xH560mn
Weight 24kg
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Realized high speed cutting with 8000 rpm
You can find chamfering amount with a single glance
and can adjust chamfering amount simply

Chamfer processing without scratching materials can
be realized by using linear slide guide (Option)

D

Guide plate

Shooter
Exhaust port newly designed eliminates

Locking knob

[ insert Standard equipment!!

You can use it immediately.

Insert
S3H3MNZ NK2020

Clamp screw
L-15

Wrench
TN-L6

V Exclusive Cutter
F3P3003

% In case you need cutter only,please order insert separately

BODY

Fixed plate Fixed plate (thin plate) Slide plate Slide plate (thin plate)

Model number
F3 F3-250T F3-400S F3-400ST

Power Supply | AC100Vor120V/240V | AG100Vor120V/240V | AC100Vor120V/240V | AC100Vor120V/240V
Rotation speed 8,000r.p.m. 8,000r.p.m. 8,000r.p.m. 8,000r.p.m.
Dimension W230 % D250 X H327mm(W230 X D250 X H327mm|W230 x D400 X H362mm(W230 X D400 X H362mm
Weight (Kg) |23(Except power cable)23(Except power cable)28(Except power cable)28(Except power cable)
Guide plate F3L-250 F3L-250T F3S-400 F3S-400T
Insert S3H3MNZ NK2020 S3H3MNZ NK2020 S3H3MNZ NK2020 S3H3MNZ NK2020

List of Standard Accessories

Chip(powders) from machine(Body) Product Name Model number Quantity
Exclusive cutter F3P3003 1
Clamp screw L-15 3

Guide plate fixing screws Wrench K-4 /K6 /N6 One each

Wrench B Fuses F-15A 1 (one spare)
K-6 V/ power cable PC-1 1
Insert S3HMNZ NK2020 3
Wrench o= ==
Switch K-4 X/ 0431 (mm)

Fuses/15A

F-15A (@

Power cable/3m

AC100V

Adjustment knob
Easy adjustment by chamfering amount notation
can be seen at a glance

Guideline Division

Adjustment knob Screw

79

3-blades
lock pin
L-21 w
Wrench‘/
TH-L3

0e

Exclusive cutter

#38.2 ‘

F3N3003 ‘

% L-21 X 3 pieces are included.
3 Insert and wrench TH-L3, K-4 separately, please purchase.

BODY

Modellnumber Fixed plate Fixed plate (thin plate) Slide plate Slide plate (thin plate)
F3-N F3-250T-N F3-400S-N F3-400ST-N

Power Supply AC100Vor120V/240V | AC100Vor120V/240V | AC100Vor120V/240V | AC100Vor120V/240V
Rotation speed 8,000r.p.m. 8,000r.p.m. 8,000r.p.m. 8,000r.p.m.
Dimension W230 X% D250 x H327mm|W230 X D250 X H327mm|W230 X D400 X H362mm/W230 X D400 X H362mm
Weight (Kg) [23(Except power cable)[23(Except power cable)|28(Except power cable)|28(Except power cable)
Guide plate F3L-250 F3L-250T F3S-400 F3S-400T

Insert S3H3MNZ NK2020 S3H3MNZ NK2020 S3H3MNZ NK2020 S3H3MNZ NK2020

List of Standard Accessories

Product Name Model number Quantity
Exclusive cutter F3N3003 1
lock pin L-21 3
Wrench K-4 / K-6 / TH-L3 One each
Fuses F-15A 1 (one spare)
power cable PC-1 1
Insert S$32MOZ NK2001 3

When mounting or replacing inserts, poor accuracy and breakage of

A

inserts may occur die to reserve tightening and/or the eccentric locking system




Corner Chamfering Process

I

Slight-chamfering to C3(3mm)

3% Depending on work material.

Exclusive use Electrodeposition grindstone (Options)

F3T DIA

F3T CBN

Wrench
K-4

—

(mm)

42

0e

10

z

$38.2

3% wrench K-4 separately, please purchase.

Fixed guide plate

3Blade

Subject cuttings Model number
Ceramics General ot DA
Glasses General (DIA #100)
Carbide material
HSS Hardness F3T CBN
HRC45 or more of steel (CBN #100)
Applicable Insert

Workpiece material P-Type NType

General steel

S3H3MNZ NK2020

S32M0Z NK2001

B D
Maximum possible | Maximum possible | Maximum
Il iy |- A 3 © 2 = ? plate length thickness C chamfer
F3L-250 | 250mm| 5Smm | 55mm | 55mm | 10mm | 5.5mm - 6mm or more MAX C3
F3L-250T |250mm| 2mm | 55mm | 55mm | 10mm | 2mm — 2.5mm or more MAX C1
Fixed guide plate (mm)

% Chamfer can be made by 250mm work

Maximum possible | Maximum possible | Maximum
Alloy steel,SKD,SCM | S3H3MNZ NK2020 | $32MOZ NK2001 Model number | A B c D E F plate length e ® oLl
Aluminum,resin,brass| S3H3GNZ NK1010 | S32GUR NK1010 F3S-400 |400mm| 5mm |100mm| 60mm | 10mm | 5mm 250mn 6mm or more | MAX C3
Cast steel,FC,FCD S3H3GNZ NK1010 | $32M0Z NK1010 F3S-400T |400mm| 2nm [100mm | 60mm | 10mm | 2mm 250mm 2.5mm or more | MAX C1
3 In case of Stainless Steel materials,blade retention time may become Short
Insert
Figure Model number Material Blade shape Coating Usable corners | Quantity per box
PositiveType .
S3H3MNZ NK2001 Honing edge 4 12
(S3H3MNZ) (S3H3GNZ) (S3H3GNXE) Cermet € ede None
25°
§ S3H3GNZ NK1010 Carbide K10 Sharp edge None 4 12
s
S3H3MNZ NK2020 Carbide M20 Honing edge None 4 12
S3H3GNZ NK9090 ;
Mirror polished fiish) Carbide K10 Sharp edge None 4 12
S3H3MNZ AC15D Fine particles Carbide Honing edge AICTN 4 12
S3H3GNXE gg:ggng S3H3GNXE AC16N Fine particles Carbide Honing edge AICTN 4 12

[ A\ Insert details for N-type F3N3003, please refer to P.105 ]
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R1 to R=3(mm)
3% Depending on work material. 3% Depending on work material.

Slight-chamfering to C3(3mm)

Exclusive Cutter built in(Standard)

Wrench V/

Insert
SNEQ090308-XRM ZA20N

Clamp screw
M-1

Wrench p
TL-T9 =

_ 51 Exclusive Cutter

FRN4003

[ insert Standard equipment!!

You can use it immediately. J

Realized high speed cutting with 8000 rpm

You can find chamfering amount with a single glance
and can adjust chamfering amount simply

Chamfer processing without scratching materials can
be realized by using linear slide guide (Option)

Guide plate

Shooter

Commm— Exhaust port newly designed eliminates
Chip(powders) from machine(Body)

BODY
Fixed plate Slide plate

Model number R FR-400S

Power Supply AV100Vor120V/240V AV100Vor120V/240V
Rotation speed 8,000r.p.m. 8,000r.p.m.
Dimension W240x D250 x H360 W290x D400 x H400
Weight 27kg(Except power cable) 32kg(Except power cable)
Guide plate FRL-250 FRS-400
Insert SNEQ090308-XRM ZA20N SNEQ090308-XRM ZA20N

[A When mounting or replacing inserts, poor accuracy and breakage of

inserts may occur die to reserve tightening and/or the eccentric locking system

List of Standard Accessories

(mm)

X In case you need cutter only,please order insert separately

Product Name Model number Quantity
Exclusive cutter FRN4003 1
Clamp screw M-1 3
Wrench K-4 / K-6 / TL-T9 One each
Fuses F-15A 1 (one spare)
Power cable PC-1 1
Insert SNEQO90308-XRM ZA20N 3

Adjustment of R (C) chamfering amount
in two division has been simplified.

Guide plate fixing screws

[ Z axis adjustment knob ] [ X axis adjustment knob]

Wrench R
K-6

Switch

Guideline Division RMinsert RY insert unit : R
R \ /

% |

RMs.» RYz.7

A

Fuses/15A

F-15A
o >

Power cable/3m
PC-1

Adjustment
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Fixed guide plate

opening enlarged view

3.5mm

3.5mm
28mm

X fhere is the case that the written sizes could
be slightly changed and some errors occur

3Blade

Slide guide plate 3% Chamfer can be made by 250mm work

opening enlarged view

3.5mm

3.5mm

3% There is the case that the written sizes cou
be slightly changed and some errors occur

Id

Maximum Maximum Maximum Maximum
Model number A B C D E B s N e Model number A B (o] D E & ety RGO
FRL-250 250mm | 70mm | 10mm | 100mm | 10mm MAX C3 MAX R3 FRS-400 400mm| 90mm | 10mm |105mm | 10mm MAX C3 MAX R3

3% workable thickness will be more than 4mm.

Applicable Insert

3% workable thickness will be more than 4mm.

Recommended Insert

Workpiece material

For R chamfering

For C chamfering

General steel SNEQ090308 S$32M0Z NK2001
Alloy steel,SKD,SCM SNEQ090308 $32MOZ NK2001
Aluminum,resin,brass SNEQ090308 S32GUR NK1010
Castings,FC,FCD SNEQ090308 S$32M0Z NK1010
3 In case of Stainless Steel materials,blade retention time may become Short
Insert
Figure Model number Material Blade shape Coating Usable corners | Quantity per box
SNEQ090308-1RY ZA20N Carbide M20 The Same R Each corner None 4 12
(SNEQU90308-LIRY) \\ﬁ] SNEQ090308-2RY ZA20N Carbide M20 The Same R Each corner None 4 12
— SNEQ090308-3RY ZA20N Carbide M20 The Same R Each corner None 4 12
f) _]oo SNEQ090308-XRY ZA20N Carbide M20 R1-2-3-4 None 4 12
s D :
R08 i SNEQO90308-1RY CAZON Carbide M20 The Same R Each corner DLC 4 12
(NEWS f
S5 oNF T T s Carbide M20 The Same R Each corner DLC 4 12
3CA20N is dedicated to aluminum. SNEQ090308-3RY CA20N Carbide M20 The Same R Each corner DLC 4 12
(SNEQ90308.CTRM) SNEQ090308-1RM ZA20N Carbide M20 The Same R Each corner None 8 12
90 SNEQ090308-2RM ZA20N Carbide M20 The Same R Each corner None 8 12
SNEQ090308-3RM ZA20N Carbide M20 The Same R Each corner None 8 12
SNEQ090308-XRM ZA20N Carbide M20 R1-2-3-4 None 8 12
CD i
= SNEQU90308-1RM CAZ0N Carbide M20 The Same R Each corner DLC 8 12
L LNEW ] i
95 T8 SNEQOS0308-2RM CA20N Carbide M20 The Same R Each corner DLC 8 12
HOA2ON s ddicted fo aluminum. D oooeanm cazon|  Carbide M20 The Same R Each corner | DLC 8 12
(S32M0Z) bﬁ“ S32M0OZ NK2001 Cermet Honing edge None 8 12
S32M0OZ NK2050 Cermet Honing edge None 8 12
S32MOZ ABO1F Cermet Honing edge AICrN 8 12
S32MOZ NK1010 Carbide K10 Sharp edge None 8 12
S32MOZ NK2020 Carbide M20 Honing edge None 8 12
S32MOZ NK3030 Carbide M20 Honing edge TiN 8 12
S32MOZ AC15T Fine particles Carbide Honing edge AICrN 8 12
S32GUR NK2001 Cermet Honing edge None 8 12
S32GUR NK1010 Carbide K10 Sharp edge None 8 12
S32GUR NK2020 Carbide M20 Honing edge None 8 12
S32GUR NK3030 Carbide M20 Honing edge TiN 8 12
S32GUR NK5050 Carbide K10 Sharp edge TiN 8 12
S32GUR NK6060 Carbide M20 Honing edge TiAZN 8 12
7.1 Except nose R) S32GUR NK8080 Carbide K10 Sharp edge TiAZN 8 12
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Unique and advaneced
Al operaired Portable
Handy Chamfering maehine J

only 2kg weight ! —~

Capacity: Thread ~ C4 }L/

This corner designed do not touch the bottom

Specification

Air Pressure 0.49 * 0.68MPa(5 * Tkg/cm )
Non-Load Rotational | 10,000r.p.m.

Air Consumption 0.19m /min

Capacity " C4

Work Thickness more than 6mm

Weight 2kg

[Chamfering of one corner per 20m in the processing of 1C]
Insert : SDMW11T4AFEN12 ZA20D
Materialecececcecee. SUS304

(mm)

The Openings Enlarged Photo burr In order to avoid,
| opened the gap.

For burr-removal, we make a space Cutter area —
of Guide Plate groove is widen

% The dimension could be little different

M6 X 15

Wrench
K5 QM

119

150

170 35

83



33lade

Body
Model No. Blade Dimensions(mm) Guide plate overall length (mm) Inserts Weight
HAM4-150CP3003 3 W93xD205%xH119 150 SDMW type or SDEW type 2kg

X Insert is not equipped as standard accessory
3 Clamp screw and wrench are supplied as standard accessory

Standard Equipment

Dedicated Cutter (equipped with Body)

Wrench

K-4

¢38.2

Dedicated Cutter ‘
HMP3003

Clamp Screw

e §

Wrench /

N-6

—

¥ Inserts and wrenches are not standard equipment, so please purchase separately.
Clamp screw (3 pieces) are standard accessories

Dedicated Cutter(option)

Wrench

K-4

Options

Dedicated cutter
HMN3003

Insert information
2 —— P.105(S-type)

@ 4 Please refer to.
(2]
i B ey
lock pin i
L-21
(=) <
— @

@30
®43.2

Resin Guide Plate(Option)

Resin guide plate [two one set]

/ o \
|

(mm)

Accessories

Mini oil (one)

Model No. | MO-20

» Individual plate is not sold

110

H-1
|
gl " Wrench ‘
B i 7{7'7 K-3
12 12
(mm)
32 6 6 32
% Inserts and wrenches are not standard equipment, ' s '
so please purchase separately. (mm)
% lock pin (3 pieces) are standard accessories
Insert
Figure Model number Material Blade shape Coating Usable corners Quantity per box
(SDMWI11T4AFENI12) .
(SDEWIIT4AFFNI2) SDMW11T4AFEN12 ZBO1N Cermet Honing edge None 4 10
(SDEW11T4ZFEN08)
SDEW11T4AFFN12 ZA10D Carbide K10 Sharp edge None 4 10
SDMW11T4AFEN12 ZA20D Carbide M20 Honing edge None 4 10
SDEW11T4AFFN12 ZA10DL .
4 10
(Mirror polished finish) Carbide K10 Sharp edge None
SDMW11T4AFENT2 AC15D |  Fine particles Carbide Honing edge AICIN 4 10
SDEW11T4ZFEN0O8 SDMW11T4AFEN12 : : .
SDEW11T4AFFN12 SDEW11T4ZFENO8 AC16N Fine particles Carbide Sharp edge AICIN 4 10
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Specification

Air Pressure

0.49 = 0.68MPa(5 * 7f/cm?)

Non-Load Rotational 19,000~ 23,000r.p.m.

Air Consumption 0.5m3/min

Capacity Until the C1.5

Work Thickness 7.5mm = (In case of setting the material flat)
Weight About 0.4kg

Unlque and advanced
Alr opelrared Porrable
Handy Chamfering maehine J

only 0.4kg weight !
Capacity: Thread ~ C4

Chamferable material dimensions (Example based on processing shape)

@ Hole diameter

N

® 6.8 mm or more*

@Groove Depth

7.5 mm or more

. ﬁ (In case of C1.5)

@ Radius

" —

@Plate thickness

Nk

R3 or more

t2.5 mm or more
\ j (In case of C1.5)

123

32

975

85

Wrench

e K//

Set screw
H-2S

®48

&

o [<>)
al

6.5

(At C1.5)

(mm)




3 Blade

Body
Model No. Blades Dimensions(mm) Inserts Weight
HAM1.5-48TP0603 3 W48XD155XH85 TPGTO90204ER ZBO1N 0.4kg

% Insert is not equipped as standard accessory
3% Clamp screw and wrench are supplied as standard accessory

Standard Equipment

Guide Roller Set
(Guide roller+washer+Hexagon nut)
GR-MH

Spanner
NS-4

Accessory l

Wrench J

TL-T8

Clamp screw
L-13

Mini Oil (1piece)
Model number | M0-20

\

1/4 Xlnsert is not equipped as standard accessory
3 Clamp screw and wrench are supplied as standard accessory

Options

Exhaust to the rear of the hose

Exhaust hose m
HS

Insert
Figure Model number Material Blade shape Coating Usable corners Quantity per box
(TPGT090204ER) e
TPGT090204ER ZBO1N .
(General Steel) Cermet Honing edge None 3 12
60 CNEWS , ) .
Qv TPGT090204FR-U zC16N | Fine Particles Carbide Sharp edge None 3 12
(Aluminum,Resin,Brass)
TPGT090204ER-U AC16N | Fine Particles Carbide Honing edge AICIN 3 12
(Stainless Steel)
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JY Rovmnae eorner
Chamering machine
Hanely rype Alr-driven

Lightweight (about 1.3) It is possible to process up to R3 (C3) in the handy type.
low-cost small Insert.

Specification
Air Pressure 0.49 = 0.68MPa(5 = 7f/cm2)

Non-Load Rotational |10,000r.p.m.
Air Consumption 0.19m?/min

Capacity Until the R3 (~C3)
Work Thickness 12mm * (In the case of flat material placement with R3)setting
Weight About 1.3kg

145 (mm)

90.6
79.7

10.9

(In case of R3)
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TBlade

Body
Model No. Blades Dimensions(mm) Inserts Weight
HAM3R-100S 1 W100xD180%xH90.6 SNEQ090308 / $32M0Z / S32GUR 1.3kg

3% Insert is not equipped as standard accessory
3 Clamp screw and wrench are supplied as standard accessory

Standard Equipment

Accessory -

Guide Roller Set
(Guide roller+washer+Low head screw)
GR-HR

M6 x 30

Clamp screw )

M-1 Mini Oil (1piece)
Wrench K Model number | M0-20
K-5L -

Wrench =
TL-T9

*

1/4 . >
o Xlnsert is not equipped as standard accessory
¥Clamp screw and wrench are supplied as standard accessory
Insert
Figure Model number Material Blade shape Coating Usable corner | Quantity per box
SNEQ090308-1RY ZA20N Carbide M20 The Same R Each corner None 4 12
(SNEQ090308-LIRY) SNEQ090308-2RY ZA20N Carbide M20 The Same R Each corner None 4 12
e SNEQO90308-3RY ZA20N | Carbide M20 The Same R Each corner None 4 12
: | SNEQ090308-XRY ZA20N : Py
,) _]m 0 oot F e Carbide M20 R1-2:-3-4 None 3 12
(i B sr)

i 1s [NEW ] .
. 08 o SNEQ030308-1RY CA20N Carbide M20 The Same R Each corner DLC 4 12

- D@ i

The Same R Each corner

9.525 318 SNEQ090308-2RY CA20N Carbide M20 DLC & iz
CA20N is dedicated to aluminum, ®SNE0090308_3RY CA20N Carbide M20 The Same R Each corner DLC 4 12
(S32M0Z) b&o S32MOZ NK2001 Cermet Honing edge None 8 12
S32M0OZ NK2050 Cermet Honing edge None 8 12
$32MOZ ABO1F Cermet Honing edge AICIN 8 12
S32MOZ NK1010 Carbide K10 Sharp edge None 8 12
S32M0OZ NK2020 Carbide M20 Honing edge None 8 12
S32MOZ NK3030 Carbide M20 Honing edge TiN 8 12
S32MOZ AC15T Fine particles Carbide Honing edge AICTN 8 12
S32GUR NK2001 Cermet Honing edge None 8 12
S32GUR NK1010 Carbide K10 Sharp edge None 8 12
S32GUR NK2020 Carbide M20 Honing edge None 8 12
S32GUR NK3030 Carbide M20 Honing edge TiN 8 12
S32GUR NK5050 Carbide K10 Sharp edge TiN 8 12
] S32GUR NK6060 Carbide M20 Honing edge TiAZN 8 12
7.1 (Except nose R) S32GUR NK8080 Carbide K10 Sharp edge TiAIN 8 12

88



Higlh-Paower J4
Air operated Porrable
Hanay Chamdfering Maehine

Only 3.4kg weight Handy type
Capacity: R3(C3), R4(C4), R5(C5)

@

Specification

Model number HAM3R-150N HAM4R-150N | HAMSR-150N
Air Pressure 0.49 - 0.68MPa(5 * 7f/cm?)
Non-Load Rotational 10,000r.p.m.
Air Consumption 0.96m?/min
Capacity Until the R3 (C3) | Until the R4 (C4) | Until the R5 (C5)
Work Thickness 12mm -
Weight About 3.4kg

(mm)

% The amount of chamfer
of this product is dedicated size.

o
S
=
284 35
Body
Model No. Blades D Dimensions(mm) Inserts Weight

CED HAM3R-150N 3 30.7mm W223xD319xH142 N43GXR / N43MOZ / N43GUR 3.4Kg
CED HAM4R-150N 3 29.7mm W223xD319xH142 N43GXR / N43MOZ / N43GUR 3.4Kg
CED HAM5R-150N 3 28.7mm W223xD319xH142 N43GXR / N43MOZ / N43GUR 3.4Kg

¥ Insert is not equipped as standard accessory
3% Clamp screw and wrench are supplied as standard accessory

During the insert mounting, because of the eccentric lock system, and poor accuracy due to the reverse lock, may lead to insert damage.
During the insert replacement, please be sure to confirm whether the reverse lock is not.
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3Blade

Standard Equipment

Accessory

lock pin w
L-23
Wrench \ o,

164//-u

Guide Roller3R GR-3R
Guide Roller4R GR-4R
Guide Roller5R GR-5R

Wrench g"‘*’w -
K-3 Mini oil (one)

Model number \ MO-20
X Inset is not included. Please order spearately.
3 lock pin wrench we have standard equipment
Insert
Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
N43GXR8-3R NK2001 Cermet The Same R Each corner None 8 3/12
(N13GXR8) ) N43GXR8-4R NK2001 Cermet The Same R Each corner None 8 3/12
CED Semi standard
N N43GXR8-5R NK2001 Cermet The Same R Each corner None 8 3/12
i jm-
Rog e :I%XRS_SR NK2020 Carbide M20 The Same R Each corner None 8 312
107 % :I%XRS—4R NK2020 Carbide M20 The Same R Each corner None 8 3/12
CED Semi standard .
1
N43GXRE-5R NK2020 Carbide M20 The Same R Each corner None 8 3/12
(N43GXR Semi-Standard) N TeTTEReR AT Fine particles Carbide | The Same R Each corner AICTN 8 312
i i i 3/12
e GRAR ACTEY Fine particles Carbide | The Same R Each corner AICrN 8 /
CED Semi standard | _. . .
N43GXRB5R ACI6N Fine particles Carbide | The Same R Each corner AICrN 8 3/12
N43GXR8-3R CAZ0N Carbide M20 The Same R Each corner DLC 8 3/12
Carbide M20 The Same R Each corner DLC 8 3/12
% Semi-Standard Insert have no braker N43GXR8-4R CA20N
3% CA20N is dedicated to aluminum. 1!]@ Semi standard
i The Same R Each corner 1
O R G Carbide M20 DLC 8 3/12
N ° .
- (NI3MOZ) ﬁo N43MOZ NK2001 Cermet Honing edge None 8 12
s N
/ 4 1
| N43MOZ NK1010 Carbide K10 Sharp edge None 8 12
,/'
8'6 1—14 A N43MOZ NK2020 Carbide M20 Honing edge None 8 12
(Except hose R) .
N43MOZ NK3030 Carbide M20 Honing edge TiN 8 12
N43MOZ NK6060 Carbide M20 Honing edge TiAZN 8 12
(N43GUR) N43GUR NK2001 Cermet Honing edge None 8 12
N43GUR NK1010 Carbide K10 Sharp edge None 8 12
N43GUR NK2020 Carbide M20 Honing edge None 8 12
— N43GUR NK3030 Carbide M20 Honing edge TiN 8 12
R1.6
" 476 N43GUR NK6060 Carbide M20 Honing edge TIAZN 8 12
xcept nose R)
(Excepgt-?wse R) N43GUR NK8080 Carbide K10 Sharp edge TiAIN 8 12
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Inserts

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
® Momimen Nano
mNGXMgIOO? ﬁgo ENGX040102F ZC16N | Fine particles Carbide | ~ Sharp edge None 2 12
: f ]
3 IE
ENGX040102 AC15N | Fine particles Carbide | Honing edge AICIN 2 12
7 1 588
(Except nose R)
@ Chibimomi C22GUX NK1010 Carbide K10 Sharp edge None 2 12
(C22GUX) (C22GUXF) <C226UXT> C22GUX NK2020 Carbide M20 Honing edge None 2 12
RO 2 C22GUX NK3030 Carbide M20 Honing edge TiN 2 12
C22GUX NK5050 Carbide K10 Sharp edge TiN 2 12
3 i i i i
2 . cg C22GUX NK6060 Carbide M20 Honing edge TiALN 2 12
© _ C22GUX NK8080 Carbide K10 Sharp edge TiAZN 2 12
80 \/‘T‘ ‘2—‘ C22GUXF AC16N Fine particles Carbide | Sharp edge AICIN 2 12
(Except nose R) C22GUXT AC16N Fine particles Carbide | Honing edge AICIN 2 12
@® Momimen/Men men C32GUX NK2001 Cermet Honing edge None 2 12
C32GUX NK1010 Carbide K10 Sharp edge None 2 12
(C326UX) C32GUX NK2020 Carbide M20 Honing edge None 2 12
RU 6 C32GUX NK3030 Carbide M20 Honing edge TiN 2 12
- / C32GUX NK5050 Carbide K10 Sharp edge TiN 2 12
g ' C32GUX NK6060 Carbide M20 Honing edge TiALN 2 12
s C32GUX NK8080 Carbide K10 Sharp edge TiACN 2 12
80"{‘/ L] C32GUX AC15D Fine particles Carbide | Honing edge AICIN 2 12
3.18 C32GUX AC25D Fine particles Carbide | Sharp edge AICIN 2 12
(E"”"' nose R) C32GUX HSS HSS Sharp edge None 2 12
C32GUX HSS TiN HSS Sharp edge TiN 2 12
® Dekamomi T32GUX NK2001 Cermet Honing edge None 2 12
T32GUX NK1010 Carbide K10 Sharp edge None 2 12
(T32GUX)(T32GUXF)(T32GUXT) T32GUX NK2020 Carbide M20 Honing edge None 2 12
T32GUX NK3030 Carbide M20 Honing edge TiN 2 12
T32GUX NK5050 Carbide K10 Sharp edge TiN 2 12
T32GUX NK6060 Carbide M20 Honing edge TiAZN 2 12
T32GUX NK8080 Carbide K10 Sharp edge TiAEN 2 12
T32GUXF AC16N Fine particles Carbide | Sharp edge AICIN 2 12
T32GUXT AC16N Fine particles Carbide | Honing edge AICIN 2 12
©9.525 3.18 T32GUX HSS HSS Sharp edge None 2 12
T32GUX HSS TiN HSS Sharp edge TiN 2 12
60" Momimen <D43GLF‘{3§>4 - D43GUX NK1010 Carbide K10 Sharp edge None 2 12
§ D43GUX NK5050 Carbide K10 Sharp edge TiN 2 12
iSY
%Y 53 7 D43GUX NK8080 Carbide K10 Sharp edge TiAZN 2 12
(Except nose R)
® 60° Momimen (SC1660DS)
(DCET11X304) (DCET11X304E) DCET11X304 ZA10N Carbide K10 Sharp edge None 2 12
R0.4 7
T
ﬂjdﬁ Ijzrr DCET11X304 AC15N | Fine particles Carbide Sharp edge AICIN 2 12
087 AS)
% \W‘ %J DCET11X304E AC16N | Fine particles Carbide | Honing edge AICIN 2 12
(Except nose R)
® Chibieco /Chibieco2
BOA (TXMT080206) TXMT080206 ZA10N Carbide K10 Sharp edge None 3 12
TXMT080206 AC15N | Fine particles Carbide | Honing edge AICIN 3 12
® Momieco/Momieco2
BOA (TXMTIL0306) TXMT110306 ZA10N Carbide K10 Sharp edge None 3 12
TXMT110306 AC15N | Fine particles Carbide | Honing edge AICIN 3 12
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MUCECTUT .

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
® Ecomen/Ecomen2/Choumen
(TXMTI16T306)
50°i TXMT16T306 ZA10N Carbide K10 Sharp edge None 3 12
TXMT16T306 AC15N | Fine particles Carbide Honing edge AICIN 3] 12
@ Dodekaeco
{TXMT270506) .
TXMT270506 ZA10N Carbide K10 Sharp edge None 3 3
TXMT270506 AC16N | Fine particles Carbide Honing edge AICIN 3 3
®15.875
® Chamfering Cutter/RCindo-Cutter T32MOR NK2001 Cermet Honing edge None 6 12
Baitender
o (TEMOR g T32MOR NK1010 Carbide K10 Sharp edge None © 12
[ee]
2 T32MOR NK2020 Carbide M20 Honing edge None 6 12
@
& T32MOR NK3030 Carbide M20 Honing edge TiN 6 12
©9.525 3.18 T32MOR AC16N Fine particles Carbide Honing edge AICIN 6 12
@ Chamfering Cutter/RCindo-Cutter TT32GUR NK2001 Cermet Honing edge None 2 12
Baitender TT32GUR NK1010 Carbide K10 Sharp edge None 2 12
(TT32GUR) (TT32GURF) TT32GUR NK2020 Carbide M20 Honing edge None 2 12
TT32GUR NK3030 Carbide M20 Honing edge TiN 2 12
TT32GUR NK5050 Carbide K10 Sharp edge TiN 2 12
TT32GUR NK8080 Carbide K10 Sharp edge TiALN 2 12
TT32GUR AC15N Fine particles Carbide Honing edge AICIN 2 12
TT32GURF TC16N Fine particles Carbide Sharp edge TiSiN 2 12
TT32GUR HSS HSS Sharp edge None 2 12
#9.525 318 TT32GUR HSS TiN HSS Sharp edge TiN 2 12
@ Chamfering Cutter/RCindo-Cutter
Baitender
(TNEA160304)
TNEA160304 TC16N Fine particles Carbide Honing edge TiSiN 6 12
TM32GUR HSS HSS Sharp edge None 2 3
TM32GUR HSS TiAZN HSS Sharp edge TiAZN 2 3
$9.525 3.18
® Mentrube
(TM32GSR) TM32GSR HSS HSS Sharp edge None 6 3
60°
TM32GSR HSS TiAZN HSS Sharp edge TiALN 6 3
N LNEWS . . . )
& TM32GSR AC16N Fine particles Carbide Honing edge AICIN 6 3
®9.525 ~ 3.18
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Inserts

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
® Mentrucee
gp  (TNECIGEOD g TNEG160304XR HSS HSS Sharp edge None 2 3
S |
‘o /4 13
9 @ S
* &
TNEG160304ER HSS HSS Honing edge None 2 3
©9.525 318
® Mentrucee @
(TNXTI60304ER-TNXT160304FR) TNXT160304FR HSS HSS Sharp edge None 3 3
TNXT160304ER HSS HSs Honing edge s s s
TNXT160304ER HSS AICTN HSS Honing edge AICTN s s
® Mentrudee
(TCXT080102E)
60“& TCXT080102F ZC16N  |Fine particles Carbide|  Sharp edge None 3 3
CNEWS
TCXT080102E AC16N  [Fine particles Carbide| Honing edge AICIN 3 3
® Youngmen
(TNEX270412) .
60° 90
7N
i 9 . TNEX270412 ZA10T Carbide K10 Sharp edge None 2 3
Rl.2 | Ny ne M o
oy & I}
§ S
g L
©15.875 476
® Youngmen
60° (TNEQ270412) 90
o™ o
[ )
‘ J TNEQ270412 ZA10N Carbide K10 Honing edge None 6 3
©15.875 476
® Youngmen
60 \ (TNMX270412)
TNMX270412 AC15N  |Fine particles Carbide| Honing edge AICIN 6 3
©15.875
® Gentlemen
(X63GUR) R0.4 bgoa X63GUR NK1010 Carbide K10 Sharp edge None 2 3
®) IRk
[Te)
e X63GUR NK2020 Carbide M20 Honing edge None 2 3
45° 30 (Except nose R) u
476
X63GUR AC15N Fine particles Carbide| Honing edge AICIN 2 3
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MUCECTUT .

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
@ Chibi Ryanmen
(SPEW030102)
11°
e e
3 I
( Y ]@ SPEW030102 ZATON Carbide K10 Sharp edge None 4 12
e /' |
3.6 (Excent nose R) 1.588
@ Chibi Ryanmen
(SPMT030102)
RO2 " SPMT030102 ZA20N Carbide M20 Sharp edge None 4 12
5 @™
3 S
SPMT030102 AC16N  |Fine particles Carbide Sharp edge AICIN 4 12
3.6 (Except nose R) 1.588
@® Ryanmencut-V
(T22MOR)
Goni 11
T22MOR NK5050 Carbide K10 Sharp edge TiN 3 12
©7.94 318
® Ryanmencut-V
(SPMT090304)
R0.4 n°
——
§ < SPMT090304 NK6060 Carbide M20 Honing edge TiAZN 4 12
o ]B’
iSY
8.7 (Except nose R) 3.18
@® Uratorimen-C (M8)
(SP.SPET040102) SP-SPET040102 NK1010 Carbide K10 Sharp edge None 1 12
1
SP-SPET040102 NK2020 Carbide M20 Honing edge None 1 12
4.4 1.588 SP-SPET040102 AC16N |Fine particles Carbide Honing edge AICIN 1 12
(Except nose R)
® Uratorimen-C (M10)
(SPET040102) 1 SPET040102 NK1010 Carbide K10 Sharp edge None 4 12
—
Y I
= ! SPET040102 NK2020 Carbide M20 Honing edge None 4 12
A L
(Exce?‘-ngnse R)| 1588
SPET040102 AC16N  [Fine particles Carbide Honing edge AICIN 4 12
(Except nose R)
® Uratorimen-C (M12~18/UM12-16S)
Urazagurimen-C SPET06T104 NK1010 Carbide K10 Sharp edge None 4 12
(SPETO06T104) 1
| —
s SN .
g J SPET06T104 NK2020 Carbide M20 Honing edge None 4 12
il
N _ ..~
O
(Except noss R) SPETO06T104 AC16N  |Fine particles Carbide|  Honing edge AICIN % iz
(Except nose R)
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Inserts

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
@ Multi-Angle Mini
60} (TPET110204) n
TPET110204 ZA10N Carbide K10 Sharp edge None 3 3
TPET110204 AC15N  |Fine particles Carbide Honing edge AICIN & 3
® Multi-Angle Mini
RO4 (SDET150404)
SDET150404 ZA10N Carbide K10 Sharp edge None 2 3
W 15°
15 (Except nose R) 4762
® Multi-Angle Mini
RO4 (SDMT150404) SDMT150404 ZA20N Carbide M20 Honing edge None 4 3
[Tel
&
0
© 15°
r SDMT150404 AC15N  |Fine particles Carbide Honing edge AICIN 4 3

15 (Except nose R)

4762
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MUCETUT .

Inserts

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
@ Han-Chan-man R/Nice-Corner FR SNEQ090308-1RY ZA20N Carbide M20 The Same R Each corner None 4/8 12
Ryanmenout-R(RR16-308-RR25-405) SNEQ090308-2RY ZA20N |  Carbide M20 | The Same R Each corner None 4/8 12
(SNEG090308-CIRY) : SNEQ090308-3RY ZA20N Carbide M20 The Same R Each corner None 4/8 12
._Dgo SNEQ090308-4RY ZA20N Carbide M20 The Same R Each corner None 4/8 12
f) -jg SNEQO090308-XRY ZA20N Carbide M20 R1-2-3-4 None 4/8 12
RO © @ ]
& 9 SNEQ090308-1RY CA20N Carbide M20 The Same R Each corner DLC 4 12
9.525
SNEQO90308-2RY CA20N Carbide M20 The Same R Each corner DLC 4 12
CA20A is for aluminum only. %ogosoa-sw cazon | Carbide M20 | The Same R Each corner ble & (2
@ Ryanmencut-R(RR16-30S-RR25-40S) SNEQ090308-1RM ZA20N Carbide M20 The Same R Each corner None 8 12
Mini-R/Nice-Corner FR SNEQ090308-2RM ZA20N Carbide M20 The Same R Each corner None 8 12
({SNEQ090308-CIRM»
SNEQ090308-3RM ZA20N Carbide M20 The Same R Each corner None 8 12
SNEQ090308-4RM ZA20N Carbide M20 The Same R Each corner None 8 12
SNEQ090308-5RM ZA20N Carbide M20 The Same R Each corner None 8 12
SNEQOS0308-XRM ZAZON | - g4 rpide M20 R1-2:3:4 None 8 12
;%}090308-1RM S Carbide M20 The Same R Each corner DLC 8 12
9.525 3.18
;%OQOSOB-ZRM S Carbide M20 The Same R Each corner DLC 8 12
CA20A is for aluminum only. ;%090308-3RM e Carbide M20 | The Same R Each corner DLC 8 12
@ R-Special/R-Special Jr./R-Bit N43GXR8 NK2001 Cermet R1-2-3-4 None 8 3or12
Ryanmencut-R(RR25-48N) N43GXR8-1R NK2001 Cermet The Same R Each corner None 8 3or12
Nice-Corner VR/Han-Chan-manR-HYPER
N43GXR8-2R NK2001 Cermet The Same R Each corner None 8 3or12
N43GXR8-3R NK2001 Cermet The Same R Each corner None 8 3o0r12
N43GXR8-4R NK2001 Cermet The Same R Each corner None 8 3or12
(N43GXR8) Semi Standard
D N43GXRE-5R NK2001 Cermet The Same R Each corner None 8 3or12
N43GXR NK1010 Carbide K10 R1-2-3-4 None 4 3or12
CED N43GXR8 NK2020 Carbide M20 R1-2:3-4 None 8 3or12
CED N43GXR8-1R NK2020 | Carbide M20 The Same R Each corner None 8 3or12
27 476 QED N43GXR8-2R NK2020 |  Carbide M20 | The Same R Each corner None 8 3or12
CED N43GXR8-3R NK2020 |  Carbide M20 The Same R Each corner None 8 3o0r12
CQED N43GXR8-4R NK2020 |  Carbide M20 The Same R Each corner None 8 3o0r12
S | @D N43GXR8-0.5R NK2020|  Carbide M20 The Same R Each corner None 8 3or12
(N43GXR) ;1 @D N43GXR8-0.75R NK2020 Carbide M20 The Same R Each corner None 8 30r12
é @D N43GXR8-1.5R NK2020|  Carbide M20 The Same R Each corner None 8 3o0r12
; (@D N43GXR8-2.5R  NK2020 Carbide M20 The Same R Each corner None 8 3or12
3 @D N43GXR8-35R NK2020|  Carbide M20 The Same R Each corner None 8 3or12
a |@DN43GXR8-4.5R NK2020|  Carbide M20 The Same R Each corner None 8 3or12
4 |@nNsexResR  NK2020[  Carbide M20 | The Same R Each corner None 8 30r12
127 478 CQED N43GXR8 AC16N Fine particles Carbide R1-2-3-4 AICIN 8 30r12
QED N43GXR8-1R AC16N [Fine particles Carbide | The Same R Each corner AICIN 8 30r12
QD N43GXR8-2R AC16N |Fine particles Carbide | The Same R Each corner AICIN 8 30r12
QED N43GXR8-3R AC16N |Fine particles Carbide | The Same R Each corner AICIN 8 30r12
QD N43GXR8-4R AC16N |Fine particles Carbide | The Same R Each corner AICIN 8 3or12
(N43GXR8 Semistandard Insert)
S |(ED N43GXR8-0.5R AC16N |Fine particles Carbide | The Same R Each corner AICTN 8 3or12
b%]u :1 (@D N43GXR8-0.75R AC16N |Fine particles Carbide | The Same R Each corner AICrN 8 3or12
é (@D N43GXR8-1.5R AC16N |Fine particles Carbide | The Same R Each corner AICIN 8 3or12
; @D N43GXR8-2.5R AC16N | Fine particles Carbide | The Same R Each corner AICIN 8 3or12
n |@ED N43GXR8-35R AC16N |Fine particles Carbide | The Same R Each corner AICrN 8 3or12
g @D N43GXR8-4.5R AC16N |Fine particles Carbide | The Same R Each corner AICIN 8 30r12
‘rj (@D N43GXR8-5R  AC16N | Fine particles Carbide | The Same R Each corner AICrN 8 30r12
CQED N43GXR8-3R CA20N Carbide M20 The Same R Each corner DLC 8 3or12
CQED N43GXR8-4R CA20N Carbide M20 The Same R Each corner DLC 8 3or12
3% For the Semi-Standard Insert, breaker does not contain. Semi Standard
3CA20A is for aluminum only. GED N43GXRE-5R CA20N Carbide M20 The Same R Each corner DLC 8 3o0r12
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Inserts

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
@ RCindo-Cutter
R4 (T32GSR) T32GSR-1R NK2020 Carbide M20 None 3 3
0_1 o ~
T32GSR-2R NK2020 Carbide M20 None 3 3
T32GSR-3R NK2020 Carbide M20 None 3 3
$9.525
® R-Nouveau/R-Nouveau Jr./10R-bit N54GCR-5R NK2020 Carbide M20 None 1 3
(N54GCR)
W N54GCR-8R NK2020 Carbide M20 None 1 3
el .
— ) N54GCR-10R NK2020 Carbide M20 None 1 3
R0.8
f'-\-h\ B i
N54GCR-5R NK6060 Carbide M20 TiALN 1 3
[
20 476
(N54GCR Semistandard Insert) N54GCR-8R NK6060 Carbide M20 TiAZN 1 3
£ f,..\ N54GCR-10R NK6060 Carbide M20 TiAZN 1 3
o)
ROS ¢ | NS4GCRERNK2020 | Carbide M20 None 1 3
i A e B
20 45 ; N54GCR-7R NK2020 Carbide M20 None 1 3
" n
d
X For the Semistandard Insert, a .
breaker does not contain. 1 | NS4GCR-9R NK2020 Carbide M20 None L 3
@ R-Giga XNEW3004-11R NK2020 Carbide M20 None 2 3
(XNEW3004) J:\ao XNEW3004-12R NK2020 Carbide M20 None 2 3
XNEW3004-13R NK2020 Carbide M20 None 2 3
~ ~ © || |XNEW3004-14R NK2020 Carbide M20 None 2 8
e S [ XNEW3004-15R NK2020 Carbide M20 None 2 3
z u XNEW3004-16R NK2020 Carbide M20 None 2 3
> ks o XNEW3004-17R NK2020 Carbide M20 None 2 3
' XNEW3004-18R NK2020 Carbide M20 None 2 3]
_ XNEW3004-19R NK2020 Carbide M20 None 2 3
XNEW3004-20R NK2020 Carbide M20 None 2 3
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MUCETUT .

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
® Eaglecut(M4 = M6) XX21MNX-M4 NK2020 Carbide M20 Honing edge None 1 12
(XX2IMNX) (XX3IMNX)
XX21MNX-M5 NK2020 Carbide M20 Honing edge None 1 12
o N
. XX31MNX-M6 NK2020 Carbide M20 Honing edge None 1 12
A XX21MNX-M4 NK6060 Carbide M20 Honing edge TiAN 1 12
XX21MNX-M4 | 8nm| 6.548mm | 1.59mm| RO.2 | 2.3mm XX21MNX-M5 NK6060 Carbide M20 Honing edge TiASN 1 12
XX21MNX-M5 | 8nn | 6.841mm| 1.59mn| RO.2| 2.3mn
XX31MNX-M6 | 9nn| 8.084mm| 1.59mm| RO.2| 2.5mm | XX31MNX-M6 NK6060 Carbide M20 Honing edge TiASN 1 12
® Eaglecut(M4 = M6) XS22MNX-M8 NK2020 Carbide M20 Honing edge None 4 12
Birdiecut XS22MNX-M10 NK2020 Carbide M20 Honing edge None 4 12
[XS22MNX] [XS42MNX] XS22MNX-M12 NK2020 Carbide M20 Honing edge None 4 12
[XS32MNX] [XS53MNX] XS32MNX-M14 NK2020 Carbide M20 Honing edge None 4 12
— XS32MNX-M16 NK2020 Carbide M20 Honing edge None 4 12
XS42MNX-M18 NK2020 Carbide M20 Honing edge None 4 12
XS42MNX-M20 NK2020 Carbide M20 Honing edge None 4 12
15 XS42MNX-M22 NK2020 Carbide M20 Honing edge None 4 12
B O XS53MNX-M24 NK2020 Carbide M20 Honing edge None 4 12
T XS53MNX-M27 NK2020 Carbide M20 Honing edge None 4 12
XS53MNX-M30 NK2020 Carbide M20 Honing edge None 4 12
XS22MNX-M8 6.35mm | 2.38m | R0.4 | 2.5m | XS22MNX-M8 NK6060 Carbide M20 Honing edge TiALN 4 12
XS22MNX-M10 | 7.938mm | 2.38mm | RO.4 | 3.4mm XS22MNX-M10 NK6060 Carbide M20 Honing edge TiAZN 4 12
XS22MNX-M12 | 7.938mm| 2.38mn | RO4 | 3.4mm | XS22MNX-M12 NK6060 Carbide M20 Honing edge TiAZN 4 12
XSS2MNX-M14 | 9.525m | 3.18mn | RO.8| 4.4mn | ¥ S39MNX-M14 NK606O Carbide M20 Honing edge TiAEN 4 12
XS32MNX-M16 9.525mm | 3.18mm | RO.8 | 4.4mm XS32MNX-M16 NK6060 Carbide M20 Honing edge TiALN 4 12
XSA2MNX-MT8 | 12.7m | 3.18m | RO8 | 5.5mm Ty g /oMNX-M18 NK606O Carbide M20 Honing edge TiAZN 4 12
XSAZMNXCM20 | 127 | 818m | ROB| 55m  [yesoMNX-M20 NK60BO Carbide M20 Honing edge TiAZN 4 12
XS42MNX-M22 12.7mm | 3.18mm | RO.8 | 5.5mm " "
XS42MNX-M22 NK6060 Carbide M20 Honing edge TiALN 4 12
XS53MNX-M24 | 15.875mm | 4.76mm | RO.8 | 5.5mm XS53MNX-M24 NK6060 Carbide M20 H o d TIAZN 2 12
XS53MNX-M27 | 15.875mn | 4.76mm | RO.8 | 5.5mn - ar ' e on!ng eage '
XS5AMNX-M30 | 15.875m | 4.76m | RO.8 | 5.6m | SPSMNX-M27 NK6060 Carbide M20 Hon!ng edge TIALN 4 12
XS53MNX-M30 NK6060 Carbide M20 Honing edge TiALN 4 12
@ Nyoro nyoro
ﬁ NBIO4 HSS HSS Sharp edge None 1 corner 2 piece blade 3
j— NBIO5 HSS HSS Sharp edge None 1 corner 2 piece blade 3
_ NBIO6 HSS HSS Sharp edge None 1 corner 2 piece blade 3
- =
e
S
X e,
NBIO8 HSS HSS Sharp edge None 1 corner 2 piece blade 3
NBIO4 HSS 8mn amm
NBIO5 HSS 9.5mm .
N EIRIIES T NBI10 HSS HSS Sharp edge None 1 corner 2 piece blade 3
NBIO8 HSS 14mm
4mm
NBI10 HSS 17.5m '
NBI12 HSS 20mn NBI12 HSS HSS Sharp edge None 1 corner 2 piece blade 3
@ Urazaguru-solid UZHS-M6B Fine particles Carbide None 1 1
Q —_— UZHS-M8B Fine particles Carbide None 1 1
‘ . UZHS-M10B Fine particles Carbide None 1 1
UZHS-M12B Fine particles Carbide None 1 1
UZHS-M68B 5.6mn 46mn ) ) .
UZHS-M8B S 53m UZHS-M6BC Fine particles Carbide AICrN 1 1
UZHS-M108 10m 65mn ) , )
UZHS-M128 13m 80mm UZHS-M8BC Fine particles Carbide AICIN 1 1
UZHS-M6BC 5.6mn 46mn
UZHS-M8BC 8mn 53mm UZHS-M10BC Fine particles Carbide AICIN 1 1
UZHS-M10BC 10mm 65mm
UZHS-M12BC 13mm 80mn UZHS-M12BC Fine particles Carbide AICIN 1 1
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Inserts

Fig. Model.No. Material Blade Shape Coating Use Corner Number | Number 1 Case Input
@ S-Type/Aeromill(negative) ,
Nice-Corner V3/Nice-Corner F3 $32M0Z NK2001 Cermet Honing edge None 8 12
Han-Chan-man/Ryanmencut-R
Han-Chan-man R/New Nice Cut .
Nice-Corner FR S32MOZ NK2050 Cermet Honing edge None 8 12
(S32M0Z) bao
. S32MOZ ABO1F Cermet Honing edge AICTN 8 12
S$32MOZ NK1010 Carbide K10 Sharp edge None 8 12
S32MOZ NK2020 Carbide M20 Honing edge None 8 12
$32MOZ NK3030 Carbide M20 Honing edge TiN 8 12
S32MOZ AC15T Fine particles Carbide Honing edge AICIN 8 12
S32GUR NK2001 Cermet Honing edge None 8 12
S32GUR NK1010 Carbide K10 Sharp edge None 8 12
S32GUR NK2020 Carbide M20 Honing edge None 8 12
S32GUR NK3030 Carbide M20 Honing edge TiN 8 12
S32GUR NK5050 Carbide K10 Sharp edge TiN 8 12
S32GUR NK6060 Carbide M20 Honing edze TIAON 8 12
7.1 (Except nose R) S32GUR NK8080 Carbide K10 Sharp edge TiAN 8 12
(S32GUR DIA)
7o
B[~
ggv g } S32GUR DIA Sintering diamond Sharp edge None 1 1
N <
R1.2
(Except nose R)
@ N-type/Han-Chan-manR-HYPER .
(NIBMOZ) bg) ' N43MOZ NK2001 Cermet Honing edge None 8 12
' N43MOZ NK1010 Carbide K10 Sharp edge None 8 12
N43MOZ NK2020 Carbide M20 Honing edge None 8 12
476
u N43MOZ NK3030 Carbide M20 Honing edge TiN 8 12
N43MOZ NK6060 Carbide M20 Honing edze TIAEN 8 12
(N43GUR) @ N43GUR NK2001 Cermet Honing edge None 8 12
. N43GUR NK1010 Carbide K10 Sharp edge None 8 12
N43GUR NK2020 Carbide M20 Honing edge None 8 12
N43GUR NK3030 Carbide M20 Honing edge TiN 8 12
(Eéfcept nose R) N43GUR NK6060 Carbide M20 Honing edge TiAZN 8 12
(Excepgt'?wse R) N43GUR NK8080 Carbide K10 Sharp edge TiAZN 8 12
@ Aeromill(positive)/Kame Cutter \
New Nice Cut/Nice-Corner F3 S3H3MNZ NK2001 Cermet Honing edge None 4 12
(S3H3MNZ) (S3H3GNZ) (S3H3GNXE)
S3H3GNZ NK1010 Carbide K10 Sharp edge None 4 12
g
s S3H3MNZ NK2020 Carbide M20 Honing edge None 4 12
82 3
(Except nose R) ¢ SERENE NETEY Carbide K10 Sharp edge None 4 12
(Mirror polished finish)
[ &
‘ S3H3MNZ AC15D  |Fine particles Carbide Honing edge AICIN 4 12
S3H3GNXE S3H3MNZ S3H3GNXE AC16N |Fine particles Carbide Honing edge AICN 4 12
S3H3GNZ
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Inserts

MUCETUT .

Fig. Model.No. Material Blade Shape Coating Usable corner Quantity per box
@ Skat Cut/New Nice Cut
(T33MOZ) l‘ﬂ) T33MOZ NK2001 Cermet Honing edge None 6 12
T33MOZ NK1010 Carbide K10 Sharp edge None 6 12
T33MOZ NK2020 Carbide M20 Honing edge None 6 12
T33MOZ NK3030 Carbide M20 Honing edge TiN 6 12
T33MOZ NK6060 Carbide M20 Honing edge TiAZN 6 12
T33MOR NK2001 Cermet Honing edge None 6 12
T33MOR NK1010 Carbide K10 Sharp edge None 6 12
T33MOR NK2020 Carbide M20 Honing edge None 6 12
T33MOR NK3030 Carbide M20 Honing edge TiN 6 12
#9.525 T33MOR NK6060 Carbide M20 Honing edge TiAZN 6 12
- (T33GUR) T33GUR NK2001 Cermet Honing edge None 6 12
A T33GUR NK1010 Carbide K10 Sharp edge None 6 12
T33GUR NK2020 Carbide M20 Honing edge None 6 12
T33GUR NK3030 Carbide M20 Honing edge TiN 6 12
T33GUR NK5050 Carbide K10 Sharp edge TiN 6 12
T33GUR NK6060 Carbide M20 Honing edge TiAZN 6 12
:
#9.525 T33GUR NK8080 Carbide K10 Sharp edge TiAZN 6 12
@ Shurillin (C32GUR C32GUR-0.2R NK2020 Carbide M20 Honing edge None 4 12
RO 2/R0. 4/R0 8
C32GUR-0.4R NK2020 Carbide M20 Honing edge None 4 12
o C32GUR-0.8R NK2020 Carbide M20 Honing edge None 4 12
[s¥) [ee}
;’g n 3 C32GUR-0.2R NK1010 Carbide K10 Sharp edge None 4 12
SN — ]8 C32GUR-0.2R NK3030 Carbide M20 Honing edge TiN 4 12
8.9(R0.4) C32GUR-0.4R NK3030 Carbide M20 Honing edge TiN 4 12
8.0(R0.8) . ’ 2
(Except nose R) C32GUR-0.8R NK3030 Carbide M20 Honing edge TiN 4 12
@ Nice-Corner V2 " 6 1o
$32GQZ NK2001
($326Q7) &05 Cermet one
S \ e $32GQZ NK2020 i 16 iz
é’g { (\ ) jg Carbide M20 None
\\____/'
S -
95 318 $32GQZ NK6060 Carbide M20 TiAZN 16 12
(Except nose R)

S32GUR (diamond except), N43GUR, the length of the straight portion of

T33GUR is,It becomes a thick line part.

\_/

Example) T33GUR
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Inserts

Fig.

Model.No.

Material

Blade Shape

Coating

Usable corner

Quantity per box

® Su

9.525

micco/Sumicco R-Bit

(A52GNR)

Blade length1

o i

% | stocks for each RO.5.

M Blade length (Except nose R)

A52GNR-0.5R NK1010
A52GNR-1R  NK1010
A52GNR-1.5R NK1010
A52GNR-2R  NK1010
A52GNR-2.5R NK1010
A52GNR-3R  NK1010
A52GNR-3.5R NK1010
A52GNR-4R  NK1010
A52GNR-4.5R NK1010
A52GNR-5R  NK1010

Carbide K10

Sharp edge

None

0.5R

15mm

1R

14.4mm

A52GNR-0.5R NK2020
A52GNR-1R  NK2020
A52GNR-1.5R NK2020
A52GNR-2R  NK2020
A52GNR-2.5R NK2020
A52GNR-3R  NK2020
A52GNR-3.5R NK2020
A52GNR-4R  NK2020
A52GNR-4.5R NK2020
A52GNR-5R  NK2020

Carbide M20

Honing edge

None

1.5R

13.9mm

2R

13.3mm

2.5R

12.8mm

3R

12.2mm

3.5R

11.7mm

4R

11.1mm

4.5R

10.5mm

5R

10mm

A52GNR-0.5R AC16N
A52GNR-1R  AC16N
A52GNR-1.5R AC16N
A52GNR-2R  AC16N
A52GNR-2.5R AC16N
A52GNR-3R  AC16N
A52GNR-3.5R AC16N
A52GNR-4R  AC16N
A52GNR-4.5R AC16N
A52GNR-5R  AC16N

Fine particles Carbide

Honing edge

AICIN

@ Dekasumi/Dekasumi R-Bit
(ADEWI19T3)

3% | stocks for each R1
M Blade length (Except nose R)

ADEW19T3-5R  NK1010
ADEW19T3-6R  NK1010
ADEW19T3-7R  NK1010
ADEW19T3-8R NK1010
ADEW19T3-9R NK1010
ADEW19T3-10R NK1010

Carbide K10

Sharp edge

None

ADEW19T3-5R  NK2020
ADEW19T3-6R  NK2020
ADEW19T3-7R  NK2020
ADEW19T3-8R  NK2020
ADEW19T3-9R  NK2020
ADEW19T3-10R NK2020

Carbide M20

Honing edge

None

5R

13.2mm

6R

12mm

7R

11mm

8R

9.8mm

9R

8.7mm

10R

7.7mm

ADEW19T3-5R  AC16N
ADEW19T3-6R AC16N
ADEW19T3-7R  AC16N
ADEW19T3-8R AC16N
ADEW19T3-9R AC16N
ADEW19T3-10R AC16N

Fine particles Carbide

Honing edge

AICrN

@® Han-Chan-man
(SDMWI11T4AFEN12)
(SDEW11T4AFFN12)
(SDEW11T4ZFEN08)

SDEW11T4ZFENO8 SDMW11T4AFEN12
SDEW11T4AFFN12

SDMW11T4AFEN12 ZBO1N

Cermet

Honing edge

None

SDEW11T4AFFN12 ZA10D

Carbide K10

Sharp edge

None

SDMW11T4AFEN12 ZA20D

Carbide M20

Honing edge

None

SDEW11T4AFFN12 ZA10DL

Carbide K10

Sharp edge

None

SDMW11T4AFEN12 AC15D
(Mirror polished finish)

Fine particles Carbide

Honing edge

AICIN

SDEW11T4ZFENO8 AC16N

Fine particles Carbide

Honing edge

AICrN

® Maru-chan

R33MOR NK2001

Cermet

Honing edge

None

360 ° both sides

R33MOR NK1010

Carbide K10

Sharp edge

None

360 ° both sides

R33MOR NK5050

Carbide K10

Sharp edge

TiN

360 ° both sides
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MUCECTUT .

Fig. Model.No. Material Blade shape Coating Usable corners Quantity per box
@ Mini Han-Chan
(TPGT090204ER) 1

Tpﬁgiagrzg“si;lz)?’om Cermet Honing edge None 3 12

@ Mini Han-Chan

TPGT090204FR-U) ({TPGT090204ER-U . . .
f € ) TPGT090204FR-U zC16N | Fine Particles Carbide Sharp edge None 3 12
60& (Aluminum,Resin,Brass)

TPGT090204ER-U AC16N | Fine Particles Carbide Honing edge AICIN 3 12

(Stainless Steel)
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Spare Parts List

Lock pin Model No. A B C Winding direction | Wrench Fit body
c B L-1 20mm M6X1 4mm R NL-4 NK45608 / Nice-CornerV2 / Nice-CornerV3
’—‘ L-2 24mm M8x1 5.5mm R NL-4 NK4536N / Nice-CornerVR
L-4 27mm M8Xx1 5.5mm R NL-4 NK4560N
A L-9 22m M6X 1 Am R NL-4 NK Face Mill B / FK Face Mill B / NK6.Face Mill / BK8.Deka-Cutter

BK12.Deka-Cutter / KK6.Karu-Cutter / KK8.Karu-Cutter
L-5 14mm M6X1 5.5mm L K-3 Skat Cut / New Nice Cut

Momimen / Chanmferring Cutter / RCindo-Cutter

% L-3 " L-8 | was changed to L-5. L-6 9.5m | M6x0.75| 3.5mn R K-3 Aeromill(negative S Type) /Baitender
c L-10 14mm | M6X0.75| 3.5mm R K-3 Dekamomi
] L-11 | 16.5m | M8x1 | 5.5m L K-4 Maru-chan

L-12 | 16.5mm | M8X1 5.5mm R K-4 R-Nouveau Jr. /R-Special/R-Nouveau / R-bit/10R-bit
L-14 13mm M8X1 5.5mm R K-4 R-Special Jr. / Ryanmencut-R(RR25-48N)
L-17 13mm M8x1 5.5mm L K-4 Maru-chan
L-21 14mm M6x1 4mm L K-3 New Nice Cut / New Tiko Cutter / Han-Chan-man / Nice-Corner F3
L-23 13mm | M8%1.25 5mm R TL-64 Han-Chan-man R-HYPER

Clamp Screw Model No. A B ® Winding direction | Wrench Fit body
L-13 4.8mm | M2.5X0.45 R N-5 Chibimomi / Momieco / Momieco2/Urazaguru

60° Momimen/Ecomen/Ecomen2/Kame Cutter/Choumen/ ChoumenB/

L-15 6.5mm | M4x0.7 R N-6/N-7 Sumicco R-Bit/Eaglecut(M14-M16)/Birdiecut(M14-M16)/Sumicco/

Aeromill(positive S type)/Nice-Corner F3/New Nice Cut/Han-Chan-man

Youngmen / Gentlemen / R-Giga / Dekasumi R-Bit

B L-16 9.5mm | M5x0.8 R BT-20 Eaglecut(M18 ~ M30)/ Birdiecut(M18 ~ M30)
m Dekasumi / Multi-Angle mill/Dodekaeco -
Momimen nano / Chibieco / Chibieco2 /Mentrudee/Chibi Ryanmen/
) L-18 3.3mm | M2x0.4 R N-4 Uratorimen-C(M8 ~ M10)/Eaglecut(M4-M5)/Urazaguru/Urazagurimen-C
A

Uratorimen-C(M12 ~ M18-UM12-16S) / Eaglecut(M6-M8)

L-19 4.5mm | M2.2X0.45 R N-4

/Birdiecut(M8)
L-20 12mm | M4X0.7 R N-6 New Nice Cut
Mentrube/Mentrucee/Ryanmencut-V/Eaglecut(M10-M12)
M-1 6.3mm | M3x0.5 R MA-1 Birdiecut(M10-M12)/Shurillin/Multi-Angle mill/Men men
Ryanmencut-R(RR16-30S+RR25-40S) /Mini-R /Han-Chan-man R
Set screw Model No. A B ® Winding direction | Wrench Fit body

B
‘ NH-3 emm M3x6 R K-1.5 Nyoro nyoro
A

guide Model No. A B © Winding direction | Wrench Fit body

B [ NG-6 7mm M5X%0.8 6.4mm
2 NG-8 9mn | M6x1 8.8mn
R Nyoro nyoro
L NG-10 9mm  |M8x1.25| 10.8mm
A

NG-12 11mm |[M10X1.5| 13.8mm

With ball screw Model No. A B () Winding direction | Wrench Fit body
B B-1 18mm M6X1 R K-3 NK Face Mill / FK Face Mill
Emmmm“““ . : NK Face Mill B/FK Face Mill B/NK6.Face Mill/BK8.Deka-Cutter
A B-2 21m | M8x1.25 R K-4 BK12.Deka-Cutter/KK6.Karu-Cutter /KK8.Karu-Cutter
B-1s 12.5mm | M6x1 R K-3 Tiko Cutter/KK3.Karu-Cutter/KK5.Karu-Cutter
Cap Screw Model No. A B c Winding direction | Wrench Fit body
C
B
w CP6-15| 15m M6 6mn R K-5 New Nice Cut
A
Resin guide plate screws Model No. A B c Winding direction | Wrench Fit body
C
pd
B
- A H-1 8m | M5x0.8| 1.5m R K-3 Han-Chan-man
A
Button bolt Model No. A B C Winding direction | Wrench Fit body
(o}
B——
i ' BB3-4 4mm M3X0.5 2mm R K-2 Multi-Angle mini
A -
Clamp piece Model No. Dimensi Winding direction | Wrench Fit body
_-_—
e Q CcL-28T K-2 Multi-Angle mill
: . . R-Nouveau Jr. / R-Nouveau / R-SpecialJr. / 10R-Bit
cLast cL1s CL-1s K-3 Skat Cut / Multi-Angle mill
Locator Model No. Dimensions Winding direction | Wrench Fit body
. ‘ ML-T111 Multi-Angle mini
ML-S15 Multi-Angle mill
ML-T111 ML-S15
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Spare Parts List

Locator received Model No. Dim Wrench Fit body
¢ MLH-1 Multi-Angle mill
T Dimensions it bod
odel No. it bo
Set screw T | o) Wrench y
KH-1S M6X8 M6X10 K-3
r KH-2S M8x6 M8x6 K-4
) KH-3S M8X8 M8X8 K-4 Oilsshar
KH-4S M8x10 M8x8 K-4
2 KH-5S M10Xx8 M10x8 K-5
(1 each) KH-6S M10Xx8 M10x10 K-5
é BH-1 M8x10 K-4 Baitender
H-2 M4x10 K-2
- Urazaguru-solid
(2 piece) H-3 M5x12 K-2.5
ESH-18 M4 x4 K-2
Esleeve
(3 piece)| ESH-2S M6x4 K-3
ECH-1S M4x10 K-2
2 bi ECH-2S M5%X10 K-2.5
@2viece) "Ecii3s | Mex10 K-3 outcriller
ECH-4S M8x10 K-4
ECH-5S M4x10 K-2
(3 piece)| ECH-6S M5x10 K-2.5
- - ERSH-1S M6X6 M12x25 K-3/K-6
Colesleeve
sorew 1 screw 2 (4 g,cpy | ERSH-2S M6X10 M12x25 K-3/K-6
é H-2S M4x5 K-2 Mini Han-Chan-man
spanner Model No. A L Fit body
A NK4560S/NK4536N/NK4560N
_ NL-4 Amn 90 NK Face Mill B/FK Face Mill B/NK6.Face Mill/BK8.Deka-Cutter
‘ ‘ BK12.Deka-Cutter/KK6.Karu-Cutter /KK8.Karu-Cutter/
L /Nice-CornerV2/Nice-CornerV3/Nice-CornerVR
i — NF-50 $50mn 244 Colesleeve
KA
L
h P . Colesioore
LAA L
| L )
‘ ‘ NL-30 30mm 265 Colesleeve
A
i L )
‘ NS-4 Amm 40 Mini Han-Chan-man
AL,
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Spare Parts List

Wrench Model No. Shape Dimensions Fit body
K-1.5 Hexagonal 1.5 Nyoro nyoro
K-2 Hexagonal 2 Multi-Angle mill/Urazaguru-solid/Choi-Pro
K-2.5 Hexagonal 2.5 Urazaguru-solid/Choi-Pro

Momimen/Dekamomi/Chanmferring Cutter/RCindo-Cutter
R-Nouveau Jr./R-Nouveau/10R-Bit/Aeromill(negative S Type)

K-3 Hexagonal 3 Skat Cut/Multi-Angle mill/New Tiko Cutter/Nice-Corner F3/Qilsshar/
Colesleeve/Baitender/Han-Chan-man R-HYPER/Choi-Pro
R-Nouveaudr./R-SpecialJr./R-Special/R-Nouveau/R-Bit/10R-Bit
K-4 Hexagonal 4 Han-Chan-man/Nice-CornerF 3/Oilsshar/Ryanmencut-R (RR25-48N)
K-5 Hexagonal 5 New Nice Cut/Han-Chan-man/Oilsshar/Han-Chan-manR
K-5L Hexagonal 5 Han-Chan-man/Han-Chan-manR
K-6 Hexagonal 6 Colesleeve/Nice-Corner V2/Nice-Corner V3/Nice-Corner VR
TL-64 Hexagonal 4 Han-Chan-man R-HYPER
N-4 T-6 Momimen nano/Uratorimen-G/Chibieco /Chibieco2/Chibi Ryanmen/Mentrudee/
Eaglecut(M4~ M8)/Birdiecut(M8) /Urazaguru/Urazagurimen-C
N-5 T-8 Chibimomi / Momieco / Momieco2/Urazaguru
N-7 T-15 Eaglecut(M14-M16)/Birdiecut(M14-M16)

Ecomen/Ecomen2/Choumen/ChoumenB

Mentrube/Mentrucee/Ryanmencut-V/Eaglecut(M10-M12)
MA-1 T-9 Birdiecut(M10-M12)/Shurillin/Multi-Angle mill/Men men
Ryanmencut-R (RR16-30S-RR25-408) /Mini-R

Youngmen/Gentlemen/R-Giga/Dekasumi/R-Bit
N-7/BT-20 BT-20 T-20 Eaglecut(M18 ~ M30)/Birdiecut(M18 ~ M30)
Dekasumi/Multi-Angle mill/Dodekaeco

60° Momimen/Sumicco R-Bit/Aeromill(positive S type)/Sumicco
New Nice Cut/Han-Chan-man/Kame Cutter

TH-L3 65 3 Nice-Corner F3(negative S Type)
TN-L6 T-15 Nice-Corner F3(positive S type)

N-6 T-15

TL-T8 T-8 Mini Han-Chan-man

I - TL-T9 T-9 Han-Chan-man R/Nice-Corner FR
—
Power cord Model No. Dimensions Fit body
PC-1 3m V2 /V3/VR/F3/FR
PC-0 1.8m Choi-Pro
Fuses/15A Model No. A B electric current Fit body
B\ ’ F-15A 19mm @ 5mm 15A vV2/V3/VR/F3/FR
i -
ey
\#‘ F-10A 20mm d5mm 10A Choi-Pro
Exhaust hose Model No. Dimensi Fit body
n—'—_\ N HS 450mn Mini Han-Chan-man
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Be careful about reverse tightening of lock pin

Please correctly mounted as described below. o
Reverse tightening of the lock pin may cause chipping and chipping problems.

=)

There is no gap

There is a gap )l/

Please strangled in the right direction.

lock pin lock pin
Inserts /

Inserts

.
X

The lock pin is floating from the seat surface Turn the lock pin with a wrench
Please adjust to the appropriate amount.

Floating

lock pin

Inserts lock pin

Inserts

Too shallow It is an appropriate amount

—

The lock pin catch is shallow Turn the lock pin with a wrench
| can not clamp properly. Please adjust to the appropriate amount.
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Basic Theory !l

Calculating formula of cutting speed

3.14 X cutter diameter (D) X rotational speed (n)
1000

1000 X cutting speed (Vc)
Cutter diameter (D) x 3.14

@ Cutting speed (Ve) =

@ Rotation speed (n) =

Rotational speed Simplified chart com)

Cutter diameter(D) Guftingisneedim i)

30 100 120 150 180 200 220 250 300

10 955 3185 3822 4777 5732 6369 7006 7962 9554
20 478 1592 1911 2389 2866 3185 3503 3981 4777
30 318 1062 1274 1592 1911 2123 2335 2654 3185
40 239 796 955 1194 1433 1592 1752 1990 2389
50 191 637 764 955 1146 1274 1401 1592 1911
60 159 531 637 796 955 1062 1168 1327 1592
70 136 455 546 682 819 910 1001 1137 1365
80 119 398 478 597 717 796 876 995 1194
90 106 354 425 531 637 708 778 885 1062
100 380 318 382 478 573 637 701 796 955
120 80 265 318 398 478 531 584 663 796
130 73 245 294 367 441 490 539 612 735
150 64 212 255 318 382 425 467 531 637
160 60 199 239 299 358 398 438 498 597
180 53 177 212 265 318 354 389 442 531
200 48 159 191 239 287 318 350 398 478
270 35 118 142 177 212 236 259 295 354
315 30 101 121 152 182 202 202 253 303

3 numeric data decimal point below It is expressed in rounding off.

Feed formula

Table feed (Vf)
rotational speed (n) X Blades(Z)

@Feed per blade (fz) =

@ Table feed (F) = rotational speed (n) X Blades(Z) X Feed per blade (fz)
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Trouble Shooting

Series

Type of Trouble

Problem

Problem Origin/Solution(s)

STPO—COTKO SH—®OTINMS——"® =IO TO INMS——0—-IDTo O

Leaving secondary burrs

Feed rate is too high

®|ncrease rotation
® Decrease the feed rate

Poor process by edge wearing

Change corner of insert edge

Aluminum/Stainless Steel process
with honing insert

Change to sharp edge type insert

Aluminum/Stainless Steel process
with MOR-MOZ type insert

Change to GUR type insert

Cutting heat with dry cutting

Use cutting oil

Chipping of Insert

Reverse mounting of eccentricity locking system tools

Correct direction when mounting

No Screw for holding Insert

Mount clamp screw for clamp screw type cutters

Poor cutting edge with GUR Insert

Change it to MOR type Insert

Low rotation (Chipping of edge of corner)

Increase the rotation rate

Low insert rigidity

© NK2050—NK2001—NK6060—NK3030—
NK2020—AC15—HSS
© NK8080—NK5050—NK1010—HSS

Excssive insert wear

Lower hardness of insert

Reverse ahove

Hardness wear due to high heat
generation on insert edge

® |ncrease rotation rate
® Change coolant supply or increase oil volume
® Use Cermet coating insert

Crushing of the insert edge
on Stainless Steel processing

Increase the rotation rate

Chattering

Cutting condition is too high

Decrease the rotation rate or the feed rate

Extension of tool is large

Minimize extension of tool

Point shape is inappropriate

® sharp edge — honing edge
® honing edge — sharp edge

Using MOR type Insert

Use GUR type Insert

Bad surface finish

Poor accuracy on cuting edge

Repairing or adjustment of accuracy

Honing Edge (Aluminum)

Use Sharp edge type insert

Using MOR/MOZ type Insert

Use GUR type Insert

Dry Cutting (high heat generation)

Use coolant

Poor process accuracy

Reverse clamping(mounting)

Correct clamping direction

Poor process accuracy
(R Chamfering)

Reverse Insert mounting

Correct mounting direction

Reverse Insert position(front or back)

Correct Insert clamp position

Programing Error

Confirm numerically-control

Plucking workpiece
Poor surface finish
(Aluminum)

Dry cutting (high heat generation)

Change to Wet cutting (coolant)

Honing edge insert(Aluminum)

Use sharp edge type insert

Insert mount trouble
Insert is flying

Poor clamping on lock pin wear

Exchange to new lock pin

Poor accuracy clamp position

Mount Lock pin position correctly

Portable
Chamfering
Machine

Poor thin material process

Take guide clearance in large

Change the guide for thin material use

Poor processing by
using slide guide

Cannot standardize surface process
by using slide guide

Adjustment and repairing
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Repair request MICECUT

Request date

@ About repair
For repair and maintenance requests, please contact the retailer you purchased.
For models that have passed seven years since the sale was discontinued, parts may not be in stock and repairs may not be possible.
Partial repair, repair of specified parts can not be received because the operation can not be confirmed.

Company name

Name of person
in charge

Your address

Contact
information

Product type

Repair contents Please fill in other matters and symptoms.

[ Airtools 1]

[_IWhen the coupler is connected,
it operates even though the switch is not pressed.
[J Rotation and power are decreasing.
[ Air is leaking from the main unit
(] The body is broken.
(] Slide cap does not tighten or does not come off

[ Tabletop chamfering machine ]

(] Motor does not turn

] Motor reverse rotation.

L] Noise from the motor.

(] The power lamp does not light even if the outlet plug is plugged.
[ 1t is electric leakage.

[ Slide guide plate 1
] Abnormal noise during the rail operation.
[]1 do not slide smoothly.
] There are scratches and dents on the guide plate.

[ Common 1
(] Abnormal noise, offensive odor.
[ It does not operate even put the switch.
(] Bad finish of the chamfered than before

(] Adjustment mechanism does not move or
Adjustment parts do not come off
[J Tick marks disappear or it becomes difficult to see.

] Cutter breakage
L] The screw is licking
] Component is damaged
Please fill in the right such as the contents in the range to understand

® We will estimate the repair request product we have received by disassembling.

Please note that you can not return the product in the state of keeping it. % Fujigen kogyo corporation

If you wish to your return without a repair, but will be your return in the assembly repair
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INDEX

Model.No. Product name Page Model.No. Product name Page Model.No. Product name Page

A B E
ADEW19T3 Dekasumi Insert 107 BM6021T Mentrube 25~26 EMS1045T Chibieco 13~14
AK-120S3 KK3.Karu-Cutter Arm 96 BM6030T Mentrube 25~26 EMS1045TL Chibieco 13~14
AK-130S3 KK3.Karu-Cutter Arm 96 BNK3062T Yangumen 23 ENGX040102 Momimen nano Insert 97
AK-135T3 KK3.Karu-Cutter Arm 96 BNK4546T-1 Yangumen 23 ENGX040102F M nano Insert 97
AK-120S5 KK5.Karu-Cutter Arm 96 BNK4558T Yangumen 23 ESB2020K05 Outdriller 76
AK-130S5 KK5.Karu-Cutter Arm 96 BNK6058T Y ! 23 ESB2020K06 Outdriller 76
AK-135T5 KK5.Karu-Cutter Arm 96 BTCBC16T Baitender Arm 39 ESB2020K08 Outdriller 76
AMNS-03 NEW NiceCut Arm 66 BTC3R16T Baitender Arm 39 ESB2020K10 Outdriller 76
AMNS-06 NEW NiceCut Arm 66 BTC3016T Baitender Arm 39 ESB2020K12 Outdriller 76
AMNT-03 NEW NiceCut Arm 66 BTC4516T Baitender Arm 39 ESB2525M05 Outdriller 76
AMNT-06 NEW NiceCut Arm 66 BTC6016T Baitender Arm 39 ESB2525M06 Outdriller 76
AMPS-03 NEW NiceCut Arm 66 BTD32 Baitender Body 39 ESB2525M08 Outdriller 76
AMPS-06 NEW NiceCut Arm 66 BTD32-134T Baitender 39 ESB2525M10 Outdriller 76
AM-105T NK Face Mill Arm 93 BT-20 Wrench 113 ESB2525M12 Outdriller 76
AM-120S NK Face Mill Arm 93 B-1 With ball screw 111 ESL0416 Esleeve 76
AM-130N NK Face Mill B Arm 93 B-1s With ball screw 111 ESL0420 Esleeve 76
AM-130S NK Face Mill B Arm 93 B-1040 Choi-Pro  bearing 78 ESLO516 Esleeve 76
AM-130T NK Face Mill B Arm 93 B-1340 Choi-Pro  bearing 78 ESL0520 Esleeve 76
AM-150N NK Face Mill B Arm 93 B-1640 Choi-Pro bearing 78 ESLO616 Esleeve 76
AM-150S NK Face Mill B Arm 93 B-2 With ball screw 11 ESL0620 Esleeve 76
AM-150T NK Face Mill B Arm 93 (o] ESL0O816 Esleeve 76
AM-160N NK6. Face Mill Arm 95 CC-1 Choi-Pro 78 ESL0820 Esleeve 76
AM-160N KK6.Karu-Cutter Arm 96 CER20-C32-120 Colesleeve 77 ESL1016 Esleeve 76
AM-160S NK6- Face Mill Arm 95 CER20-C40-120 Colesleeve 77 ESL1020 Esleeve 76
AM-160S KK6.Karu-Cutter Arm 96 CER25-C32-120 Colesleeve 77 ESL1220 Esleeve 76
AM-170T NK®6. Face Mill Arm 95 CER25-C40-120 Colesleeve 77 F
AM-170T KK6.Karu-Cutter Arm 96 CER32-C40-120 Colesleeve 77 FK32-105T FK Face Mill 94
AM-200N NK6. Face Mill Arm 95 CL-18 Clamp piece 111 FK32-120S FK Face Mill 94
AM-200N KK6.Karu-Cutter Arm 96 CL-2SI Clamp piece 111 FK32-90S FK Face Mill 94
AM-200S NK6. Face Mill Arm 95 CP-0 Choi-Pro 78 FK42-130N FK Face Mill B 94
AM-200S KK6.Karu-Cutter Arm 96 CPC20 Choi-Pro 78 FK42-130S FK Face Mill B 94
AM-210T NK6. Face Mill Arm 95 CPS64 Choi-Pro 78 FK42-130T FK Face Mill B 94
AM-210T KK6.Karu-Cutter Arm 96 CP3-6 Choi-Pro 78 FK42-150N FK Face Mill B 94
AM-270N BK8.Deka-cutter Arm 95 CP6-15 Cap screw 111 FK42-1508 FK Face Mill B 94
AM-270N KK8.Karu-Cutter Arm 96 CP-CB Choi-Pro 78 FK42-150T FK Face Mill B 94
AM-270S8 BK8.Deka-cutter Arm 95 CR25-05T R Cindo-Cutter 46 FM-105T FK Face Mill Arm 93
AM-270S KK8.Karu-Cutter Arm 96 C22GUX Chibimomi Insert 97 FM-120S8 FK Face Mill Arm 93
AM-280T BK8.Deka-cutter Arm 95 C32GUR Shurillin Insert 106 FM-130N FK Face Mill B Arm 93
AM-280T KK8.Karu-Cutter Arm 96 C32GUX Momimen/Men Men Insert 97 FM-130S FK Face Mill B Arm 93
AM-315N BK12.Deka-cutter Arm 95 D FM-130T FK Face Mill B Arm 93
AM-315S BK12.Deka-cutter Arm 95 DCET11X304 60°Momimen Insert 97 FM-150N FK Face Mill B Arm 93
AM-325T BK12.Deka-cutter Arm 95 DCET11X304E 60°Momimen Insert 97 FM-150S FK Face Mill B Arm 93
AM-90S NK Face Mill Arm 93 DC32-40ALR Dekasumi 69 FM-150T FK Face Mill B Arm 93
ARN12-30S Aeromill (NS type) 63~64 DC32-40ALRL Dekasumi 69 FM-90S FK Face Mill Arm 93
ARN16-40S Aeromill (NS type) 63~64 DC32-40ASR Dekasumi 69 FR Nice Corner FR 81~82
ARP12-30S Aeromill (PS type) 63~64 DC32-40ASRL Dekasumi 69 FRL-250 Nice Corner FR Fixed guide plate 82
ARP16-40S Aeromill (PS type) 63~64 D43GUX 60° Momimen Insert 97 FRN4003 Nice Corner FR Exclusive Cutter 81
AT-70SS Tiko Cutter Arm 93 E FRS-400 Nice Corner FR Fixed guide plate 82
AT-80SS Tiko Cutter Arm 93 ECH-1S Outdriller Set screw 112 FR-400S Nice Corner FR 81~82
AT-85TT Tiko Cutter Arm 93 ECH-28 Outdriller Set screw 112 F3 Nice Corner F3 79~80
AZ4-90-L60 Alumizamurai 11 ECH-3S Outdriller Set screw 112 F3L-250 Nice Corner F3 Fixed guide plate 80
AZ6-90-L75 Alumizamurai " ECH-4S Outdriller Set screw 112 F3L-250T Nice Corner F3 Fixed guide plate 80
AZ10-90-L75 Alumizamurai 11 ECH-58 Outdriller Set screw 112 F3S-400 Nice Corner F3 Slide guide plate 80
AZ10-90-L120 Alumizamurai 11 ECH-6S Outdriller Set screw 112 F3S-400T Nice Corner F3 Slide guide plate 80
A52GNR Sumicco Insert 107 EC12-8XX-M4 Eaglecut 57~58 F3T CBN Nice Corner F3 DIA #100 80

B EC12-9.5XX-M5 Eaglecut 57~58 F3T DIA Nice Corner F3 CBN #100 80
BB3-4 Resin guide plate screws 111 EC12-11XX-M6 Eaglecut 57~58 F3N3003 Nice Corner F3 Exclusive Cutter 79
BC16-14XS-M8 Birdiecut 57~58 EC16-14XS-M8 Eaglecut 57~58 F3P3003 Nice Corner F3 Exclusive Cutter 79
BC20-17.5XS-M10 Birdiecut 57~58 EC20-17.5XS-M10 Eaglecut 57~58 F3-250T Nice Corner F3 79~80
BC20-20XS-M12 Birdiecut 57~58 EC25-20XS-M12 Eaglecut 57~58 F3-4008 Nice Corner F3 79~80
BC25-23XS-M14 Birdiecut 57~58 EC25-23XS-M14 Eaglecut 57~58 F3-400ST Nice Corner F3 79~80
BC32-26XS-M16 Birdiecut 57~58 EC32-26XS-M16 Eaglecut 57~58 F-10A Fuses/10A 113
BC32-29XS-M18 Birdiecut 57~58 EC32-29XS-M18 Eaglecut 57~58 F-15A Fuses/15A 113
BC32-32XS-M20 Birdiecut 57~58 EC32-32XS-M20 Eaglecut 57~58 G
BC32-35XS-M22 Birdiecut 57~58 EC32-35XS-M22 Eaglecut 57~58 GR-HR Guide roller set 88
BC32-39XS-M24 Birdiecut 57~58 EC32-39XS-M24 Eaglecut 57~58 GR-MH Guide roller set 86
BC32-43XS-M27 Birdiecut 57~58 EC32-43XS-M27 Eaglecut 57~58 GR-3R Guide roller 3R 90
BC32-48XS-M30 Birdiecut 57~58 EC32-48XS-M30 Eaglecut 57~58 GR-4R Guide roller 4R 90
BH-1 Baitender Set screw 112 ERSH-1S8 Colesleeve Set screw 12 GR-5R Guide roller 5R 90
BK-270N BK8.Deka-cutter 95 ERSH-2S Colesleeve Set screw 12 H
BK-270S BK8.Deka-cutter 95 ESH-1S Esleeve Set screw 12 HAM1.5-48TP0603 | Mini Han-Chan 85~86
BK-280T BK8.Deka-cutter 95 ESH-2S Esleeve Set screw 12 HAM3R-100S Han-Chan-man R 87~88
BK-315N BK12.Deka-cutter 95 EMD3245T Ddekaeco 15 HAM3R-150N Han-Chan-man R-HYPER 89~90
BK-315S BK12.Deka-cutter 95 EML2030T Ecomen 13~14 HAM4R-150N Han-Chan-man R-HYPER 89~90
BK-325T BK12.Deka-cutter 95 EML2030TL Ecomen 13~14 HAM4-150CP3003 | Han-Chan-man 83~84
BM3029T Mentrube 25~26 EML2045T Ecomen 13~14 HAMS5R-150N Han-Chan-man R-HYPER 89~90
BM3047T Mentrube 25~26 EML2045TH Ecomen 13~14 HMN3003 Han-Chan-man Exclusive Cutter 84
BM4524T Mentrube 25~26 EML2045TL Ecomen 13~14 HMP3003 Han-Chan-man Exclusive Cutter 84
BM4524TL Mentrube 25~26 EML2545TL Ecomen 13~14 HS Exhaust hose 113
BM4531T Mentrube 25~26 EMM1230T Momieco 13~14 H-1 Han-Chan-man Resin guide plate screws 111
BM4538T Mentrube 25~26 EMM1230TL Momieco 13~14 H-2 Set screw 60
BM4552T Mentrube 25~26 EMM1245T Momieco 13~14 H-28 Set screw 112
BM4566T Mentrube 25~26 EMM1245TL Momieco 13~14 H-3 Set screw 60
BM4580T-JT6 Mentrube 25~26 EMM1645T Chibieco 13~14 d
BM4594T-JT6 Mentrube 25~26 EMM1645TL Chibieco 13~14 JG110S \ Han-Chan-man Resin Guide Plate 84
BM45100T-JT6 Mentrube 25~26 EMS1030T Chibieco 13~14
BM45108T-JT6 Mentrube 25~26 EMS1030TL Chibieco 13~14
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Model.No. Product name Page Model.No. Product name Page Model.No. Product name Page
K N N
KH-18 Oilsshar Set screw 112 NF-50 Colesleeve spanner 112 NK32-75RS R Giga 51
KH-2S Oilsshar Set screw 112 NG-6 Nyoro nyoro Guide 111 NK32-75RL RGiga 51
KH-3S Oilsshar Set screw 112 NG-8 Nyoro nyoro Guide 111 NK32-90S NK Face Mill 94
KH-4S Oilsshar Set screw 112 NG-10 Nyoro nyoro Guide 111 NK32-105T NK Face Mill 94
KH-58 Oilsshar Set screw 12 NG-12 Nyoro nyoro Guide 111 NK3532T Chamfering Cutter 21
KH-6S Oilsshar Set screw 112 NH-3 Nyoro nyoro Set screw 111 NK3532TL Chamfering Cutter 21
KJD32S08 Oilsshar 75 NKL3036T Ecomen2 17~18 NK3532T-MD Chamfering Cutter 19
KJD32S10 Oilsshar 75 NKL4534T Ecomen2 17~18 NK3532T-20 Chamfering Cutter 21
KJD32S12 Oilsshar 75 NKL6034T Ecomen2 17~18 NK3532T-25 Chamfering Cutter 21
KJD32516 Oilsshar 75 NKM3025T Momieco2 17~18 NK3-4536T Chamfering Cutter 21
KJD32S20 Oilsshar 75 NKM4522T Momieco2 17~18 NK4031T Chamfering Cutter 21
KJD40S08 Oilsshar 75 NKM6023T Momieco2 17~18 NK4031TL Chamfering Cutter 21
KJD40S10 Oilsshar 75 NKN20-100S-03 NEW NiceCut 65~66 NK4031T-MD Chamfering Cutter 19
KJD40S12 Oilsshar 75 NKN20-130S-03 NEW NiceCut 65~66 NK4031T-20 Chamfering Cutter 21
KJD40S16 Oilsshar 75 NKN32-100S-03 NEW NiceCut 65~66 NK4031T-25 Chamfering Cutter 21
KJD40S20 Oilsshar 75 NKN32-100S-06 NEW NiceCut 65~66 NK4060X Zentlemen 24
KJD40S25 Oilsshar 75 NKN32-110T-03 NEW NiceCut 65~66 NK42B-105T NK Face Mill 94
KK3-120S8 KK3.Karu-Cutter 96 NKN32-110T-06 NEW NiceCut 65~66 NK42B-90S NK Face Mill 94
KK3-130S8 KK3.Karu-Cutter 96 NKN32-130S-03 NEW NiceCut 65~66 NK42B-120S NK Face Mill 94
KK3-135T KK3.Karu-Cutter 96 NKN32-130S-06 NEW NiceCut 65~66 NK42-130N NK Face Mill B 94
KK5-120S8 KK5.Karu-Cutter 96 NKN32-140T-03 NEW NiceCut 65~66 NK42-130S NK Face Mill B 94
KK5-130S KK5.Karu-Cutter 96 NKN32-140T-06 NEW NiceCut 65~66 NK42-130T NK Face Mill B 94
KK5-135T KK5.Karu-Cutter 96 NKN32-150S8-03 NEW NiceCut 65~66 NK42-150N NK Face Mill B 94
KK-160N KK6.Karu-Cutter 96 NKN32-160T-03 NEW NiceCut 65~66 NK42-150S8 NK Face Mill B 94
KK-160S KK6.Karu-Cutter 96 NKP32-100S-03 NEW NiceCut 65~66 NK42-150T NK Face Mill B 94
KK-170T KK6.Karu-Cutter 96 NKP32-100S-06 NEW NiceCut 65~66 NK4530T Chamfering Cutter 21
KK-200N KK6.Karu-Cutter 96 NKP32-130S-03 NEW NiceCut 65~66 NK4530TL Chamfering Cutter 21
KK-200S KK6.Karu-Cutter 96 NKP32-130S-06 NEW NiceCut 65~66 NK4530T-MD Chamfering Cutter 19
KK-210T KK6.Karu-Cutter 96 NKP32-150S-03 NEW NiceCut 65~66 NK4530T-20 Chamfering Cutter 21
KK-270N KK8.Karu-Cutter 96 NKS3018T Chibieco2 17~18 NK4530T-25 Chamfering Cutter 21
KK-270S KK8.Karu-Cutter 96 NKS4516T Chibieco2 17~18 NK4536N 3 Face Mill 94
KK-280T KK8.Karu-Cutter 96 NKS6017T Chibieco2 17~18 NK4536N-20 3 Face Mill 94
KMC25-34S8 Kame Cutter 36 NKO574X Zentlemen 24 NK4536N-25 3 Face Mill 94
K-1.5 Wrench 113 NK1074X Zentlemen 24 NK4554X-1 Zentlemen 24
K-2 Wrench 113 NK1536T Chamfering Cutter 21 NK4557X Zentlemen 24
K-2.5 Wrench 113 NK1536TL Chamfering Cutter 21 NK4560N 4 Face Mill 94
K-8 Wrench 113 NK1536T-MD Chamfering Cutter 19 NK4560N-20 4 Face Mill 94
K-4 Wrench 113 NK1536T-20 Chamfering Cutter 21 NK4560N-25 4 Face Mill 94
K-5 Wrench 113 NK1536T-25 Chamfering Cutter 21 NK4560S 4 Face Mill 94
K-5L Wrench 113 NK1571X Zentlemen 24 NK4560S-20 4 Face Mill 94
K-6 Wrench 113 NK2035T Chamfering Cutter 21 NK45608-25 4 Face Mill 94
L NK2035TL Chamfering Cutter 21 NK4-4543T Chamfering Cutter 21
L-1 lock pin 111 NK2035T-MD Chamfering Cutter 19 NK5031T Chamfering Cutter 21
L-2 lock pin 111 NK2035T-20 Chamfering Cutter 21 NK5031TL Chamfering Cutter 21
L-4 lock pin 111 NK2035T-25 Chamfering Cutter 21 NK5031T-MD Chamfering Cutter 19
L-5 lock pin 111 NK2070X Zentlemen 24 NK5031T-20 Chamfering Cutter 21
L-6 lock pin 111 NK2568X Zentlemen 24 NK5031T-25 Chamfering Cutter 21
L9 lock pin 111 NK20-05R R-Special Jr. 47~48 NK5056X Zentlemen 24
L-10 lock pin 111 NK20-10R R-Nouveau Jr. 49~50 NK5532T Chamfering Cutter 21
L-11 lock pin 111 NK20-105T NK Face Mill 94 NK5532TL Chamfering Cutter 21
L-12 lock pin 111 NK20-120S NK Face Mill 94 NK5532T-MD Chamfering Cutter 19
L-13 Clamp Screw 111 NK20-40R-3 R-Special 47~48 NK5532T-20 Chamfering Cutter 21
L-14 lock pin 111 NK20-90S NK Face Mill 94 NK5532T-25 Chamfering Cutter 21
L-15 Clamp Screw 111 NK2535T Chamfering Cutter 21 NK5556X Zentlemen 24
L-16 Clamp Screw 111 NK2535TL Chamfering Cutter 21 NK5-4559T Chamfering Cutter 21
L-17 lock pin 111 NK2535T-MD Chamfering Cutter 19 NK6030T Chamfering Cutter 21
L-18 Clamp Screw 111 NK2535T-20 Chamfering Cutter 21 NK6030TL Chamfering Cutter 21
L-19 Clamp Screw 111 NK2535T-25 Chamfering Cutter 21 NK6030T-MD Chamfering Cutter 19
L-20 Clamp Screw 111 NK25-05R R-Special Jr. 47~48 NK6030T-20 Chamfering Cutter 21
L-21 lock pin 111 NK25-10R R-Nouveau Jr. 49~50 NK6030T-25 Chamfering Cutter 21
L-23 lock pin 111 NK25-105T NK Face Mill 94 NK6054X Zentlemen 24
M NK25-120S8 NK Face Mill 94 NK6533T Chamfering Cutter 21
MAM20-19TI Multi-Anglemini 33 NK25-40R-3 R-Special 47~48 NK6533TL Chamfering Cutter 21
MAM32-50S Multi-Anglemill 35 NK25-70R R-Nouveau 49~50 NK6533T-MD Chamfering Cutter 19
MAM32-50SL Multi-Anglemill 35 NK25-90S NK Face Mill 94 NK6533T-20 Chamfering Cutter 21
MA-1 Wrench 113 NK3030T Chamfering Cutter 21 NK6533T-25 Chamfering Cutter 21
MBM4513T Mentrudee 28 NK3030TL Chamfering Cutter 21 NK6553X Zentlemen 24
MBM4513TL Mentrudee 28 NK3030T-MD Chamfering Cutter 19 NK7032T Chamfering Cutter 21
MLH-1 Locator received 112 NK3030T-20 Chamfering Cutter 21 NK7032TL Chamfering Cutter 21
ML-S15 Locator 111 NK3030T-25 Chamfering Cutter 21 NK7032T-MD Chamfering Cutter 19
ML-T111 Locator 111 NK3080X Zentlemen 24 NK7032T-20 Chamfering Cutter 21
MO-20 Mini Ol 84-86:88-90 NK3563X Zentlemen 24 NK7032T-25 Chamfering Cutter 21
MRV12-19S Ryanmencut « V 30 NK32A-130N NK Face Mill B 94 NK7052X Zentlemen 24
MR20-16S Mini R 45 NK32A-130S NK Face Mill B 94 NK7533T Chamfering Cutter 21
M-1 Clamp Screw 111 NK32A-130T NK Face Mill B 94 NK7533TL Chamfering Cutter 21
N NK32A-150N NK Face Mill B 94 NK7533T-MD Chamfering Cutter 19
NBIO4 Nyoro nyoro Insert 104 NK32A-150S NK Face Mill B 94 NK7533T-20 Chamfering Cutter 21
NBIO5 Nyoro nyoro Insert 104 NK32A-150T NK Face Mill B 94 NK7533T-25 Chamfering Cutter 21
NBIO6 Nyoro nyoro Insert 104 NK32078-03 NEW NiceCut base 66 NK7550X Zentlemen 24
NBIO8 Nyoro nyoro Insert 104 NK32078-06 NEW NiceCut base 66 NK8048X Zentlemen 24
NBI1O Nyoro nyoro Insert 104 NK32108-03 NEW NiceCut base 66 NK8547X Zentlemen 24
NBI12 Nyoro nyoro Insert 104 NK32108-06 NEW NiceCut base 66 NK9040T Skat Cut 71~72
NC2-1620 Shurillin 68 NK32128-03 NEW NiceCut base 66 NK9040T-20 Skat Cut 71~72
NC3-2530 Shurillin 68 NK32-1208 NK Face Mill 94 NK9040T-25 Skat Cut 71~72
NC4-3240 Shurillin 68 NK32-40R-3 R-Special 47~48 NK9050T Skat Cut 71~72
NC5-3250 Shurillin 68 NK32-70R R-Nouveau 49~50 NK9050T-20 Skat Cut 71~72
NF-42 Colesleeve spanner 112 NK32-70RL R-Nouveau 49~50 NK9050T-25 Skat Cut 71~72
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NK9050T-42 Skat Cut 71~72 SCP0545S Momi PICO 12 TK32-85TT Tiko Cutter 94
NK9060T Skat Cut 71~72 SCP0645S i PICO 12 TL-T8 Wrench 113
NK9060T-42 Skat Cut 71~72 SCP0345SL Momi PICO 12 TL-T9 Wrench 113
NK9070T Skat Cut 71~72 SCP0445SL i PICO 12 TL-64 Wrench 113
NK9070T-42 Skat Cut 71~72 SCP0545SL PICO 12 TM32GSR Insert 98
NK9080T Skat Cut 71~72 SCP0645SL PICO 12 TM32GUR Insert 98
NK-160S NK6. Face Mill 95 SC1045C M 7 TNEA160304 Insert 98
NK-200S NK6. Face Mill 95 SC1245C 7 TNEG160304ER Insert 99
NK-160N NK6. Face Mill 95 SC1630C M 7 TNEG160304XR Insert 929
NK-200N NK6. Face Mill 95 SC1630CL M 7 TNEQ270412 Insert 99
NK-170T NK6. Face Mill 95 SC1645C 7 TNEX270412 Insert 99
NK-210T NK®6. Face Mill 95 SC1645CL Momimen 7 TNMX270412 Insert 99
NL-30 spanner 112 SC1660DSL 60° M 9 TNXT160304ER Insert 99
NL-4 spanner 112 SC1660DS 60° M 9 TNXT160304FR Insert 99
NL-10 spanner 78 SC2045T Dekamomi 8 TN-L6 Wrench 113
NL-17 spanner 78 SC2045TL Dekamomi 8 TPET110204 Insert 101
NS-4 spanner 112 SC2530T Dekamomi 8 TPGT090204ER Insert 108
NYM4 Nyoro nyoro 59 SC2545TL Dekamomi 8 TR10-12S8 Chibi Ryanmen 29
NYM5 Nyoro nyoro 59 SC3230TL Dekamomi 8 TR16-20S Chibi Ryanmen 29
NYM6 Nyoro nyoro 59 SDET150404 Insert 101 TT32GUR Insert 98
NYM8 Nyoro nyoro 59 SDEW11T4ZFENO8 | Insert 107 TT32GURF Insert 98
NYM10 Nyoro nyoro 59 SDMT150404 Insert 101 TXMT080206 Insert 97
NYM12 Nyoro nyoro 59 SDMW11T4AFEN12 Insert 107 TXMT110306 Insert 97
N43GUR Insert 105 SDEW11T4AFFN12 Insert 107 TXMT16T306 Insert 98
N43GXR Insert 102 SIM-0.5 Han-Chan-manR SIM 90 TXMT270506 Insert 98
N43GXR8 Insert 102 SK25-30ALR Sumicco 69~70 TYOU3068TB Ch B 42
N43M0Z Insert 105 SK25-30ALRL Sumicco 69~70 TYOU3082T Choumen a4
N54GCR Insert 103 SK25-30ASR Sumicco 69~70 TYOU4555TB ChoumenB 42
N-4 Wrench 113 SK25-30ASRL Sumicco 69~70 TYOU4567T Choumen 41
N-5 Wrench 113 SK32-60ALR Sumicco 69~70 TYOU6058TB Ch B 42
N-6 Wrench 113 SK32-60ALRL Sumicco 69~70 TYOU6B066T Choumen 41
N-7 Wrench 113 SK32-60ASR Sumicco 69~70 T22MOR Insert 100
o SK32-60ASRL Sumicco 69~70 T32GSR Insert 103
OL30R-25 Maru-chan 94 SK32-80ALR Sumicco 69~70 T32GUX Insert 97
OL40R-32 Maru-chan 94 SK32-80ALRL Sumicco 69~70 T32GUXF Insert 97
OL50R-20 Maru-chan 94 SK32-80ASR Sumicco 69~70 T32GUXT Insert 97
OL50R-25 Maru-chan 94 SK32-80ASRL Sumicco 69~70 T32MOR Insert 98
OL50R-32 Maru-chan 94 SNEQ090308 Insert 102 T33GUR Insert 106
OL50R-32L Maru-chan 94 SNK1516C Men men 37 T33MOR Insert 106
OL50R-42 Maru-chan 94 SNK2016C Men men 37 T33M0Z Insert 106
OL50R-42L Maru-chan 94 SNK2515C Men men 37 U
SNK3015C Men men 37 UMH12-6.8S-M8 Uratorimen-C 31~32
PC-0 113 SNK3514C Men men 37 UMH12-8.58-M10 Uratorimen-C 31~32
PC-1 113 SNK4013C Men men 37 UMH12-10S8-M12 Uratorimen-C 31~32
PKPO145 Pinko 10 SNK4512C Men men 37 UMH12-128-M14 Uratorimen-C 31~32
PKP0145C Pinko 10 SNK5014C Men men 37 UMH12-14S-M16 Uratorimen-C 31~32
PKP0145DLC Pinko 10 SNK5514C Men men 37 UMH16-16S-M18 Uratorimen-C 31~32
PKP0245 Pinko 10 SNK6015C Men men 37 UMH12-6.8S-M8-30 Uratorimen-C 31~32
PKP0245C Pinko 10 SNK6515C Men men 37 UMH12-8.58-M10-30|  Uratorimen-C 31~32
PKP0245DLC Pinko 10 SNK7014C Men men 37 UMH12-10S-M12-30 |  Uratorimen-C 31~32
PKP0345 Pinko 10 SNK7514C Men men 37 UMH12-128-M14-30 |  Uratorimen-C 31~32
PKP0345C Pinko 10 SPET040102 Insert 100 UMH12-14S-M16-30 |  Uratorimen-C 31~32
PKP0345DLC Pinko 10 SPETO6T104 Insert 100 UMH16-16S-M18-30 Uratorimen-C 31~32
PKP0445 Pinko 10 SPEW030102 Insert 100 UM12-16S-30 Uratorimen-C 31~32
PKP0445C Pinko 10 SPMT030102 Insert 100 UMH12-6.8S-M8-60 Uratorimen-C 31~32
PKP0445DLC Pinko 10 SPMT090304 Insert 100 UMH12-8.5S8-M10-60| Uratorimen-C 31~32
PKP0545 Pinko 10 SP-SPET040102 Insert 100 UMH12-108-M12-60 |  Uratorimen-C 31~32
PKP0545C Pinko 10 S3H3GNXE Insert 105 UMH12-128-M14-60 Uratorimen-C 31~32
PKP0545DLC Pinko 10 UMH12-14S-M16-60 |  Uratorimen-C 31~32
PKP0645 Pinko 10 S3HIGNZ Insert 105 UMH16-16S-M18-60 | Uratorimen-C 31~32
PKP0645C Pinko 10 UM12-14.58-60 Uratorimen-C 31~32
PKP0645DLC Pinko 10 S3HIMNZ Insert 108 UMZH25-16S-M14CS |  Uragurimen-C 62
R $32GQz Insert 106 UMZH25-18S-M16CS |  Uragurimen-C 62
RR16-30S-4R Ryanmencut-R(S-TYPE) 53~54 S32GUR Insert 105 UMZH32-20S-M18CS Uragurimen-C 62
RR16-30S-5R Ryanmencut-R(S-TYPE) 53~54 S32GUR DIA Insert 105 UMZH32-228-M20CS Uragurimen-C 62
RR25-40S-4R R R(S-TYPE) 53~54 S32M0Z Insert 105 UM12-16S Uratorimen-C 31~32
RR25-40S-5R Ryanmencut-R(S-TYPE) 53~54 T UZHS-M6 Urazaguru-solid 60
RR25-48N Ryanmencut-R(N-TYPE) 52 TBM4522T Mentrucee 27 UZHS-M6B Insert 60
RV16-35T Ryanmencut-V 30 TCXT080102E Insert 99 UZHS-M6BC Insert 60
RV25-46T Ryanmencut-V 30 TCXT080102F Insert 99 UZHS-M8 Urazaguru-solid 60
R33MOR Maru-chan Insert 107 TH-L3 Wrench 113 UZHS-M8B Insert 60
S TKN20-60S-03 NEW Tiko Cutter 63~64 UZHS-M8BC Insert 60
SCM1045C Chil i 6 TKN20-80S-03 NEW Tiko Cutter 63~64 UZHS-M10 Urazaguru-solid 60
SCM1045CL 6 TKN32-60S-03 NEW Tiko Cutter 63~64 UZHS-M10B Insert 60
SCM1045CL-CB Chil 6 TKN32-80S-03 NEW Tiko Cutter 63~64 UZHS-M10BC Insert 60
SCNO830E M nano 5 TKP20-60S-03 NEW Tiko Cutter 63~64 UZHS-M12 Urazaguru-solid 60
SCNO845E M, nano 5 TKP20-80S-03 NEW Tiko Cutter 63~64 UZHS-M12B Insert 60
SCP0345F Momi PICO 12 TKP32-60S-03 NEW Tiko Cutter 63~64 UZHS-M12BC Insert 60
SCP0445F PICO 12 TKP32-80S-03 NEW Tiko Cutter 63~64 UZH25-16T-M14CS Urazaguru 61
SCP0545F PICO 12 TK20-70SS Tiko Cutter 94 UZH25-18T-M16CS Urazaguru 61
SCP0645F Momimen PICO 12 TK20-80SS Tiko Cutter 94 UZH32-20T-M18CS Urazaguru 61
SCP0O345FL Momi PICO 12 TK20-85TT Tiko Cutter 94 UZH32-22T-M20CS Urazaguru 61
SCP0445FL PICO 12 TK25-70SS Tiko Cutter 94 X
SCP0O545FL Momi PICO 12 TK25-80SS Tiko Cutter 94 XNEW3004 Insert 103
SCP0645FL Momi PICO 12 TK25-85TT Tiko Cutter 94 XS22MNX Insert 104
SCP0345S PICO 12 TK32-70SS Tiko Cutter 94 XS32MNX Insert 104
SCP04458 PICO 12 TK32-80SS Tiko Cutter 94 XS42MNX Insert 104
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XS53MNX Insert 104
XX21MNX Insert 104
XX31MNX Insert 104
X63GUR Insert 99
20XR R-Bit R/NTH 55
25CR 10R-Bit 10R/ Nk 55
25DCB DekasumiR-Bit F#ZIR/NAb 56
25SKB Sumicco R-Bit ¥ #o>ZR/\Ab 56
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