Application example

@ Front & Back chamfering for Stainless

ompeiors ot | cutter min
T e (ST20-C2232-45B-50)
Chamfering dia. 230 228
Number of tooth 1 4
Cutting speed(m/min) 140 180
Spindle speed(min) 1,490 2,050
Workmaterial : X5CrNi18-9 Feed(mm/min) 149 819
Chamfer:3mmx45° -
Feed per tooth : 0.1mm Result 5 times better Cutting efficiency

@ Chamfering for Aluminum

i

Competitor's cutter C cutter mini
with Non-coated
2 ‘TEL.'* e fmsan: (ST12-C1116-45B-25)
F P . = Chamfering dia. 240 @12
e _; | Number of tooth 3 4
| | Cutting speed(m/min) 200 600
Spindle speed(min‘?) 1,590 15,920
Workmaterial : Al-Si7Mg(Fe) Feed(mm/min) 477 6,370
Chamfer:05mmx45° -
Feed per tooth : 0.1mm Result 13 times better Cutting efficiency
Chamfering Optimized Chamfering.
One C-Cutter to cover a wide chamfering range.
_C UTTE R Reduced number of tool holders and machining time.
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No.| For C-CUTTER, Cylindrical shank CKB shank * ABS shank*

37| please refer to Catalog
* License product for limited sales territory only.
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The Ultra High Feed Chamfer mill
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Ultra High Feed-Rate.

Increases thesfeed rate up to
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® Model description

ST10
Projection length

Back-chamfering
Chamfering angle
Maximum cutting dia.
Minimum cutting dia.

dsrarncar Chamfering
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Compact design with 4 inserts & small cutting diameter!! | B

High performance chamfer cutter to achieve ultra high feed L cramierg g g

L chamfering chamfering
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rate by reducing the cutting diameter to the lowest limit. e . "
3 B -
. . . Competitor's C-cutter mini —1 ke
For multi-functional cutting Tool (ST12.C1116-45B-25) Te E{ . @ S
| — - -—1— & E| El £ ——F=—=5 - s——=F=—=9 2 x5
Chamfering dia.| 929 713.5 - 8% SIS I E ; gg o
o N a o) 5 5 [a) a 8 vl & §
" Number of teeth 2 4 S UP g a) Q S S sis s S S
Back chamferin : y _ ' _ .
ack chamtering Cutting speed 150 300 P o Front and back Front chamfering Front chamfering
F i Spiégg‘;"gee 7 chamfering
ace milling a» S 1,646 7.040 1o icati ing di
(mint) Application .
Chamferi Back Model No Fi N3 2D | @D1 | gD2 Charmfering dia. L L1 InseTtRWveight
_ Feed 329 2.820 Hallfx , Gnge © [Face milling chgrrnofgtring chamfering ' 9-1 of tooth #Cmax | @Cmin1 | 2Cmin2 Model No.| (kg)
Cutting efficiency QRTINS (mm/min) ’ e - O | — |sT20-c0207-45 20| 1 | , [81][10 | 78] 7 | 2 | — [ 8120 0.04
is improved by Chamfering amount: 1mm x 45° - O O -C0611-45B-20 | 2 120| 10 | 7.4| 11 6 8 81 | 20 |CM0502 | 0.05
8 times. Feed per tooth: 0.1mm 45° = @) O |ST12-C1116-45B-25| 3 17.1] 12 | 96| 16 11 11 | 98| 25 0.1
O O O ST20-C2232-45B-50| 4 4 32.7| 20 |19.2| 32 22 22 |130 | 50 0.3
W Inserts, small diameter and new coating achieve Trijilé effect O | O 10 427|32 |306] 42 | 32 | 32 |175 | 65 |cygcy | L0
30° - @) - ST16-C0214-30 -40| 5 1 159| 16 [154| 14 2 — |105 | 40 0.2
@ Maveric design. @ Increased Spindle speed by @ Latest coating [ACP200] 60° — O — -C0916-60 -40| 6 16.5| 16 |15.6| 16 9 — |105 | 40 0.2
Ultra high feed by 4 Inserts. Ultra CompaCt diameter. increases the Cuttlng speed. 1.Wrench and screw are included. Inserts must be ordered separately (10/pkg).
Compared with 1 or 2 Inserts per cutter, A smaller tool diameter means faster Wear resistant multi layer PVD coating 2.Centering is not possible.
Hs H . . n 3.In case of chamfering with 4 insert type, chatter may occur due to increasing cutting force when plunge cutting.
A 4 Insert cutter multipies feed rate. spindle speeds. increases the cutting speed!! Please ty the different types with ess msers, 1.or 2
" N
C-cutter mini Competitor's cutter (Indexable Inserts) Optional Explanation of Insert grade
******************* Considerabl| ACP200 DS20
. improved !.r Am Am | = 5 ’ ’ : )
L ' Spin dle Number of . For all steel and Stainless steel materials. | For aluminum and non-ferrows materials.
Feed rate = speed X Feed per tooth X teeth 77@77 AT 3 ’ Multi layor PVD coating on DLC coating on carbide base
“ﬂ @D e {5 carbide base with nanoscale with very smooth surface for
: S
-y h r T ~@D r 1 TIAIN & AICIN. a low coefficient of friction.
A ° Excellent performance and Excellent performance
‘ . m Fig.1 -Fig.Z wear resistance. against built-up edge.
51.%‘ Cutting speed
pindle = . —
,,,,,,,,,,,,,,,,,, speed T X Cutting diameter ® Model description Model No. Fig. I.ICD. r Acglzs;(:t Ggig:o Insert Clamping Screw Set 'tm;:f;ﬁ
Small cutting diameter Large cutting diameter - 2
i Grade CM0502 1 5 0.2 O O S2TS-T6
and 4 Inserts!! with only 1 or 2 Inserts. c ¢ BN-5
\_ % Insert ;’i'z"‘:" size CM10C1 2 10 0.2 O O S4S-T15
C cutter mini 1.Inserts are available in packet of 10pcs. Please specify model number and grade. (ie: CM0502-ACP200)
2.10 screws and 1 wrench are included in Insert Clamping Screw Set.
i . 3.1t is recommended to regularly replace clamping screws and wrench to ensure the correct clamping force is maintained.
, g N : M Cutting condition
orld's smallest igh speed ace milling is possible even .
5mm square insert is used back-chamfering!! with this chamfering cutter Workmaterial insert Grade | " ohee Feed (mnitoot) Coolant
) v . . Sring cu y (m/min) Chamfering Face milling
(Possible only with 45 degree chamfering type
with 10mm square insert) Carbon steel 100 - 350 0.05-0.4 0.05-0.2 Dry
World's smallest World's High speed back- Minor cutting edge Alloy steel AESATT 100 - 300 0.05-0.4 0.05-0.2 Dry
5mm square insert smallest chamfering reducecs allows light face Stainless 100 - 250 0.08 - 0.3 0.08 - 0.2 Dry / Wet
with 4 cutting hand de-burring!! milling. \ Cast iron 100 - 350 01 -05 0.05 - 0.25 Dry
edges. Aluminum/Unalloyed steel DS20 200 - 800 0.1 -05 0.05 - 0.3 Dry / Wet
1.The table is just a reference to determine cutting conditions. It should be adjusted according to the condition of the machine tool and workpiece.
2.Wet cutting is recommended to obtain the good surface quality.

3.In case built-up edge occurs cutting aluminum and stainless steel, use soluble oil.
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