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Breaking edge technology

Specialist range provides improved productivity
in a wide variety of applications.

Ultra High Feed Chamfer Mill

C-CUTTER mini

Indexable Insert Endmill

FULLCUT
/4"-’- Type FCR/ FCM

Cutter Dia. : 912 - ¢80

@
Bl1G-PLUS
SPINDLE SYSTEM  Par
DUAL CONTACT

BBT and BDV Shank type

=

Extensive chamfering range

HSK Shank type -CUT
‘\ BIG COROMANT CAPTO type c c TER
] h Cylindrical Shank type
L t. Indexable insert endmills with both r @ *

T = excellent sharpness and toughness,

achieving the performance of solid \? \wﬁ
endmills. l,;/\ w0

Chamfer Tool, hand feed

C-CUTTER BOY

1
For FULLCUT MILL, H&';
please refer to Catalog

Center and Chamfer in one

BIG DAISHOWA SEIKI CO LTD CENTER BOY

Takaramachi 5-2, Higashiosakashi
Osaka 579-8025 JAPAN

1SO 9001

BIG DAISHOWA -
Phone : (+81)-72-982-8277 Fax : (+81)-72-982-8370 AWADI Nt Factary
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Subject to technical changes by further developments.
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For multi-functional cutting
[ ] — [ |

In A as

Back o Tap hole
Chamfering || Face Milling Chag'nfering

@I® CHAMFERING TOOL

INDEX CCUTTER mMminli

Ultra High Feed Rate! (Compared with competitor's cutter)
Increases the feed rate up to 400% using 4 Inserts!

Ultra High Feed Chamfer Mill

CCUTTER mMinli

For multi-functional cutting
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B B Y | Cutting efficiency Competitor's C-cutter mini
I I. I . ' is improved by 'S Tool (ST12-C1116-45B-25)
Dy 45> (2 O 8 times. { Chamfering dia. 229 o13.5 Small dia,
crantorns o g e i ket e unoeraoon| 2 4 o>
Y. wingspeed | 150 | 300 A
e o P | 1646 | 7,040 T

Extensive chamfering range Work matorial - Gas
ork material : E ]
-C UnE R Chamfering amount : 1mm x 45° (mrﬁ/?n%) 329 2,820 Hglfé{r

Feed per tooth : 0.1mm

Reduced number of tool holders
and machining time by wide chamfering range.

Y .. : '4 Inserts, small diameter and new coating achieve 1Tilll6 effectL.
_ _ 30" & 60° chamfering types
@ @ are newly introduced! PN Superb design. Increased Spindle speed Latest coating [ACP200]

M 5 Ultra high feed by 4 Inserts. by Ultra compact diameter. increases the Cutting speed.
Compared with 1 or 2 Inserts per cutter, A smaller tool diameter means Wear resistant multi layer PVD
a 4 Insert cutter multipies feed rate. faster spindle speeds. coating increases the cutting speed!!
Chamfer Tool, hand feed 4 N
C UTTER C-cutter mini Competitor's cutter
******************* Considerabl)
BOY \ : = o 0
™ ~= Feed rate = SPINAIE  Feeq per tooth X Number of
S . | ® eed teeth
Carbide insert and support pad improve ? -
chamfering in less rigid bench drilling machine. ? = 9 bw
-—w g, o
’ ‘ = ¥ ﬂ Cutting speed
2 Spindle =
N e = speed 1 X Cutting diameter
Small cutting diameter Large cutting diameter Small dia.
Chamfering .
and 4 Inserts!! with only 1 or 2 Inserts.
o /
Center and Chamfer in one
C E NTE R Bov morld smallest hex insert m!lh speed ﬁce milling is possible even
_ S . . -
P G e Gl 5 B o back-chamfering!! with this chamfering cutter
obtained in a single operation !! Highly-efficient smallest High speed back-chamfering reducecs Minor cutting edge allows light face

back chamfering
from 6mm starting
hole diameter.

3-corner insert

hand de-burring!! milling.

(Possible only with 45
degree chamfering type
with 10mm square insert)

Inscribed|circle

0397

)

> P1 3- P14 <> saves cost.
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Ultra High Feed Chamfer Mill Ultra High Feed Chamfer Mill

@EI© c-CUTTER mini @I ¢-CUTTER mini

Front & back chamfering M indexable Inserts

[ Multi insert type ]

‘Mﬁ“’h Chamfering Face Milling

9.1

The suffix SE designates a sharp cutting edge version.
_— - P M| K New release, sharp Predl
- Fig. oD Nose r i i n
o L Model ACP300| ACP200| DS20 cutting edge insert!!
L1 Sharp cutting edge minimises the
45° 1 CMO0402 3.97 0.2 O = = generation of burrs. This is especially
Worlds < beneficial wh ting stainl d
oot o > CMO0502 5 0.2 - @) O eneficial when cutting stainless an
AN T CMO0502SE ' = O = mild steel materials.
Hexagon 5 a
insert . g‘ 8 3 CcmMmioc1 10 0.2 - ©) O . .
e ————————— 5 = SR CM10C1SE . _ O _ — Anti-seizure Lubricant
s © 1. Inserts are available in packet of 10pcs. Please specify model number and grade. (ie: CM0502-ACP200)
a 2. Itis recommended to regularly replace clamping screws and wrench to ensure the correct clamping force is maintained. 59 contained
Q
[ Model | BN-5 |
Chamfer Insert No.of | Insert Clamping
@Cmin @Cmax Model oD oD oDz - L Model Insert Screw Set
ST12-C1012-45B-20 93 20
10 12 12.7 12 9.0 CMO04 -+ 3 S2SS-T6 = e
-35 108 | 35 Recommended cutting condition
ST12-C1116-45B-25 98 25
11 16 40 171 12 9.6 113 20 Face Milling
- CMO5 -+ 4 S2TS-T6 Side Cutting Plunge Cutting X
15 20 ST16-C1520-45B-50 207 | 16 | 132 | 123 | 50 (Bl =2 ey
19 24 ST20-C1924-45B-60 24.7 20 17.2 143 60 Work heer Insert
o9 a2 ST20-C2232-45B-50 307 0 190 130 50 Material Size Grade
-80 160 | 8 | cwio-- 4 84S-T15
30 4 ST32-C3242-45B-65 497 a2 306 175 65 Ad<2mm
-100 ' ) 211 | 100 Ve (m/min) f (mm/tooth) Ve (m/min) f (mm/tooth) Ve (m/min) f (mm/tooth)
1. Wrench and screw are included. Inserts are ordered separately (10/pkg). [ For cutting conditions, refer to J CMO04 | ACP300 100 - 300 0.05-0.15 100 - 200 0.06-0.12 = —
2.10 screws and 1 wrench are included in Insert Clamping Screw Set. ’ General steel
3. When plunge cutting chatter may occur due to increased cutting force. the table on page 4. Alloy steel CMo5 ACP200 100 - 350 0.08-0.18 100 - 200 0.06-0.12 _ _
Please reduce the number of insert to 1 or 2. CM10 100 - 350 0.08 - 0.25 100 - 220 0.08 -0.18 100 - 200 0.1 -0.2
CMO04 | ACP300 100 - 180 0.05-0.15 100 - 180 0.05-0.12 — —
High-alloy steel CMO05 ACP200 100 - 200 0.08-0.18 100 - 200 0.06 - 0.12 — —
Detailed di . CM10 100 - 220 0.08 - 0.22 100 - 250 0.06 - 0.16 100 - 220 0.08-0.2
etalie imension B . - B — —
Prehardened steel gmgg ACP300 50- 80 0.05 - 0.08 50- 80 0.04 -0.10 = =
(Less than HRC40) ACP200 60 - 100 0.06 - 0.10 60 - 100 0.04 - 0.12
CM10 60 - 120 0.06 - 0.10 60 - 120 0.04-0.15 60 - 100 0.05-0.1
CMO04 | ACP300 60 - 150 0.05-0.18 60 - 150 0.03-0.10 — —
: : ; Stainless steel CMO05 | ACP200 100 - 200 0.08 - 0.20 80 - 200 0.05-0.12 - —
Cutter type @Cmin @Cmax Hmin1 Hmin2
CM10 SE 100 - 250 0.08 - 0.30 80 - 220 0.06 - 0.16 80 - 150 0.05-0.2
C1012 10 12 1.0 3.7 CMO04 | ACP300 80 - 150 0.05-0.20 80 - 150 0.06 - 0.12 — —
(‘)E“ C1116 11 16 0.4 6.2 Cast iron CMO05 ACP200 100 - 200 0.08 - 0.30 100 - 200 0.08 - 0.15 — —
S C1520 15 20 0.6 6.3 CM10 100 - 300 0.08 - 0.40 100 - 300 0.08 - 0.20 100 - 180 0.1 -0.25
C1924 19 24 0.6 6.3 CMo04 | ACP300 100 - 800 0.05-0.20 100 - 600 0.05-0.20 — —
C2232 22 32 0.4 12.4 Aluminum CMO05 DS20 150 - 800 0.08 - 0.30 100 - 800 0.08 - 0.25 — —
C3242 32 42 0.4 12.4 CM10 200-1,000 0.08 - 0.45 200 -1,000 0.08 - 0.30 100 -1,000 0.05-0.3
Vc: Cutting speed (m/min.) f: Feed per revolution (mm/rev.)

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.

EX@I6 @Glox



Ultra High Feed Chamfer Mill

@BI® ¢-CUTTER mini

BI6

BIG

Front & back chamfering

[Bolt hole & starting hole for tapping type ]

. Tap size : M8 - M20 Tap hol
S
~ Mm\ »
“T A 45°
> i > < &
P w | e /2
sy d g ————— T
World's (Nl . 3 < S
smallest :\\\ «© adsé
Hexagon s ale
insert
@ in the table indicates Long Type
Chamfer Insert Insert Clamping
oCrmin oCmax Model oD oD1 oD2 L L1 Model Screw Set
ST10-CM08-45B-19 81 19
6.6 8.4 9.2 10 6.3 .
350 97 a5 CMo4 S2SS-T6
8.3 105 ST12-CM10-45B-25 113 12 8.0 99 25
-45@ 119 45
10.0 126 ST12-CM12-45B-29 13.4 12 97 102 29
-53@ 126 53
11.8 147 ST16-CM14-45B-33 155 16 115 107 33
-610 135 61 CMO5:+- S2TS-T6
138 | 16.8 SIICCMICOE ./ 17,6 16 135 110 27
-69@ 142 69
15.2 18.9 ST20-CM18-45B-42 19.7 20 14.9 126 42
-78@ 162 78
172 21.0 ST20-CM20-45B-46 218 20 16.9 129 46
-860 169 86
1. Wrench and screw are included. Inserts are ordered separately (10/pkg). . o
2. 10 screws and 1 wrench are included in Insert Clamping Screw Set. [ For cutting conditions, refer to j
3. For @ Long Type, standard insert is recommended rather than "SE" sharp edge insert to avoid chipping. the table on page 6.
Detailed dimension
_ Hmin2 Cutter Type @Cmin1 | @Cmin2 | @Cmax | Hmin1 Hmin2 Ofstet
CMo08 6.4 6.6 8.4 1.0 3.7 1.45
CM10 55 8.3 10.5 0.5 5.0 1.65
3 £ CM12 7.6 10.0 12.6 0.5 5.2 1.85
(é 5 CM14 9.7 11.8 14.7 0.5 5.3 2.00
. CM16 11.8 13.8 16.8 0.5 54 2.05
CM18 13.9 15.2 18.9 0.5 5.7 2.40
CM20 16.0 17.2 21.0 0.5 5.8 2.45
{Tap starting hole) {Bolt hole) H Cutter | Tap starting hole Bolt hole z
Hr 8 Type odT HT gdB HB |Standard type | Long type
CMO08 | 6.8(M8) 3.6 6.6 (M6) | 3.7 13 29
L CM10 | 8.5(M10) | 4.9 9 (M8) | 4.6 17 37
_ ;::::f(@ -3 CM12 [10.3(M12) | 5.0| 11 (M10) | 4.7 21 45
T — ° CM14 [12.0M14) | 5.2 - 25 53
[— CM16 [14.0(M16) | 5.3| 14 (M12) | 5.3 29 61
Z ‘ CM18 [15.5(M18) | 5.6| 16 (M14) | 5.3 33 69
CM20 (17.5(M20) | 5.6| 18 (M16) | 5.4 37 77

B Indexable Inserts

Ultra High Feed Chamfer Mill

C-CUTTER mini

r I oD
Anti-seizure Lubricant
. Insert P ‘ M ’ K N
= et oD | Noser | cp3oo|AcP200 Ds20 5g contaned
1 CM0402 3.97 0.2 O - - [ Model | BN-5 |
2 CM0502 5 0.2 - @) ©)
1. Inserts are available in packet of 10pcs. Please specify model number and grade. (ie: CM0502-ACP200)
2. It is recommended to regularly replace clamping screws and wrench to ensure the correct clamping force is maintained.
Recommended cutting condition
Work Cutter Insert Standard Type @ Long Type
Material Type Grade Ve (m/min) f (mm/rev) Ve (m/min) f (mm/rev)
CMO08 ACP300 80 - 180 0.03-0.10 30- 80 0.03 -0.08
General steel CM10, CM12 120 - 200 0.04-0.12 30-100 0.04-0.1
Alloy steel CM14, CM16 ACP200 120 - 200 0.04 - 0.15 30-100 0.04 - 0.1
CM18, CM20 120 - 250 0.05-0.20 40 - 100 0.05-0.12
CMO08 ACP300 80 - 160 0.03 - 0.08 20- 80 0.03 - 0.08
High-alloy steel CM10, CM12 100 - 180 0.04-0.10 30-100 0.04-0.1
CM14, CM16 ACP200 100 - 200 0.04-0.10 30 - 100 0.04-0.1
CM18, CM20 100 - 220 0.05-0.12 40 -100 0.05-0.12
CMO08 ACP300 40- 80 0.03-0.08 20- 80 0.03 - 0.08
Prehardened steel CM10, CM12 40- 80 0.04-0.10 30- 80 0.04-0.1
(Less than HRC40) [ CM14, CM16 ACP200 40- 80 0.04-0.10 30- 80 0.04-0.1
CM18, CM20 40 - 100 0.05-0.12 40 - 100 0.05-0.12
CMO08 ACP300 60 - 120 0.03-0.08 20- 80 0.03 - 0.08
Stainless steel CM10, CM12 60 - 120 0.04-0.10 30 - 100 0.04-0.1
CM14, CM16 ACP200 60 - 150 0.04-0.10 30 -100 0.04-0.1
CM18, CM20 60 - 150 0.05-0.12 40 - 100 0.05-0.1
CMO08 ACP300 80 - 150 0.03-0.08 20 -100 0.03-0.08
Cast iron CM10, CM12 100 - 180 0.04-0.10 30 - 100 0.04-0.12
CM14, CM16 ACP200 100 - 200 0.04-0.10 30-120 0.04-0.12
CM18, CM20 100 - 250 0.05-0.12 50 - 150 0.05-0.15
CMo08 ACP300 100 - 500 0.03 - 0.08 20 - 100 0.03-0.08
Aluminum CM10, CM12 100 - 600 0.04-0.10 30-120 0.04-0.1
CM14, CM16 DS20 100 - 800 0.04-0.15 30-120 0.04 - 0.1
CM18, CM20 100 - 800 0.05-0.20 40 - 150 0.05-0.12

Vc: Cutting speed (m/min.) f: Feed per revolution (mm/rev.)
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.

4. Shorter models (w/o @) are recommended for stainless and pre-hardened steel.
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Ultra High Feed Chamfer Mill Ultra High Feed Chamfer Mill
BI© c-CUTTER mini BI© c-CUTTER mini

Front chamfering Application example
i
\,1‘_;_‘:\'_\\\ L
4 . -\"-\\_\‘\- \04 Hrmin . .
nl ’\ ' K d B Front & Back chamfering for Stainless
. f e ONTE
«\ g Worllld's S g
\ smallest fa
’ Q|
e i Competitor's tool C-CUTTER mini
_ (with Tiin.coated ) | (ST20-C2232-45B-50)
Chamfer Chamfering : Insert Insert Clamping - -
@Cmin | @Cmax |angle 6 Model oD oD oDz L L1 Hmin Model Screw Set (’ihan;fenr}gt d'?r'] 0?0 628
] ST10-C0204-45-15 7 e — LTOSL 01 00
2 4 45 o 63 | 10 6 82 ;2 0.4 | CMo4 | S255-Té Cutting speed(m/min) 140 180
. ey Spindle speed(min’") 1,490 2,050
2 7 45° SIGECO20/215 ;g 8.1 10 7.8 g; ig 0.4 CMO05- - S2TS-T6 Material : X5CrNi18-9 Feed(mm/min) 149 819
- Chamfer : 3mm x 45°
5 15 45° ST16-C0515-45-50 158 | 16 | 152 | 122 | 50 04 | CM10- Feed  :0.immtooth Result 5 times better Cutting efficiency
2 14 30° ST16-C0214-30-40 15.9 16 15.4 105 40 0.2 CM10:--- S4S8-T15
9 16 60° ST16-C0916-60-40 16.5 16 15.6 105 40 0.8 CM10:--
1. Wrench and screw are included. Inserts are ordered separately (10/pkg).
2. 10 screws and 1 wrench are included in Insert Clamping Screw Set.
3. Centering is not possible.
Bl Chamfering for Aluminum
Hindexable Inserts T H
@« @5° fmrd C-CUTTER mini
o rzaDr % _« Competitor's tool (ST12-C1116-45B-25)
} 1% __ — 7 Chamfering dia. 240 a12
| T = '-'?—--'-'-‘ Number of tooth 3 4
| || [ - ‘ . Cutting speed(m/min) 200 600
The suffix SE designates a sharp cutting edge version. New release, sharp @r Spindle speed(min) 1,590 15,920
. . Material : Al-Si7Mg(Fe) Feed(mm/min) 477 6,370
1 >
Fig Insert oD | Noser Pl M K N Shar (C:utttt:]ng igg: Igsrf':'.s.es the Charfer : 0.8mm x 45 Result 13 times better Cutting effici
: utti inimi .
Model ACP300| ACP200| DS20 P g edge min . Feed  :0.1mm/tooth esu etter Lutling erficiency
generation of burrs. This is especially
1 CMO0402 3.97 0.2 O - - beneficial when cutting stainless and
CMO0502 - O ®) mild steel materials.
2 CMO0502SE ° 0.2 = O -
5 CM10C1 I oa - O O - Anti-seizure Lubricant —————— B Front & back chamfering of starting holes for M8 tapping
CM10C1SE — S — € [ Model | BN-5 _
1. Inserts are available in packet of 10pcs. Please specify model number and grade. (ie: CM0502-ACP200) 59 contained =
2. It is recommended to regularly replace clamping screws and wrench to ensure the correct clamping force is maintained.

o onp Competitor's tool C-CUTTER mini
Recommended cutting condition with Non-coated - EEEL
9 ( carbide insert ) (ST10-CM08-45B-19)
. _— Cutting speed(m/min) 30 150
Work Material ler)lf)?jgl g‘rz%ré unge Lutting Spindle speed(min'') 1,140 5,680
Ve (m/min) f (mm/rev) Material - FC250 Feed pertooth(mm/rev) 0.05 0.1
ey | ACP200)| 100-280) 0 e Cromtatig . 56.4 S = =
Prehardened steel CMo05 0.08 - 0.15
(Less than HRC40) cMig | (GF200 | e0-1s0 e o8
Stainless steel CMOs ACP200 | 60- 120 |-2:06-0.10
CM10 0.08 - 0.15
_ 1. The table is just a reference to determine cutting conditions.
Cast iron gm?g ACP200 80 - 200 gg: g;g It should be adjusted according to the condition of the machine tool
. - V. and workpiece.
. CMO05 0.08 - 0.25 2. Wet cutting is recommended to obtain the good surface quality.
Aluminum DS20 100 -1,000 3. In case built-up edge occurs cutting aluminum and stainless steel,
Ccm10 0.08 - 0.35 use soluble oil.

V¢: Cutting speed (m/min.) f: Feed per revolution (mm/rev.)

EX(BI6 @GIOXE



@ Extensive chamfering range

510 DAISHOW @0 c.CUTTER

m
= -
==
'~'=D a— a—
7] (% Cylindrical Shank
<
D
() B
—3 TN L1 L .
QD - . _ (| I I P
3 1T : - P
) = C U E R 1N .
2 % _ 1 £ 5 a
S (g Ql Q@
Q
({=]
E Reduced number of tool holders
R and machining time by wide chamfering range. Chamfering | __Charnfer Vode 0 | oo | L | L |Noof | et | Screw | oo
= angle & [ Cmin. | 0Cmax ode ov | om ' | Insert | Model Set ene
(1°] 16 52 ST32-C1652C-30 &> 32 68 48 80 2
. . 30° CW19 S3S FLR-20S
One C-Cutter to cover a wide chamfering range 50 85 | ST42-C5085C-30«E» | 42 | 96 | 62 | 80 | 3
5 25 ST20-C0525C 20 33 25 48 1 CWi12 S2S-B FLR-13S
The wide chamfering range saves on the number of tool holders required and thus tool changing 45° 10 40 ST25-C1040C 25 45 35 58 2 CW19 s3s FLR-20S
times. Effective use of magazine pots and shorter machining times are achievable. 30 60 ST32-C3060C 32 65 45 80 3 )
50 100 ST42-C50100C 42 106 70 80 3 CW31 S5S FLR-28S
Comparison of Chamfering Range 14 34 ST25-C1434C-60 <E» 25 39 37 58 2
250 - 3100 60° 30 50 ST32-C3050C-60 ED» 32 54 45 80 3 CW19 S3S FLR-20S
BIG ) 45 65 ST32-C4565C-60 «E» 32 69 50 80 3
r?;adzrsle of 45 1. Inserts are ordered separately. An Insert Clamping key and Screws are included.

2. 10pcs. of screws and 1pce. of wrench are included in Screw Set. [ For cutting conditions, refer to the table on page 11 j

A-Company f E? Please refer to Inserts : P11
B-Company | =T (mmm)

(0} 10 20 30 40 50 60 70 80 90 100

CKB Shank for ck BORING SYSTEM BIG) + 157

30° & 60° chamfering types are newly Double-screwed exclusive indexable inserts Licensed product from HEINZ KAISER AG

introduced! Parallelogram shaped long inserts o “T“ed sales terlony. Asia and Oceant.
can achieve the ideal cutting
@ . \ performance for chamfering. With
Chamfering \/ double screws, strong and reliable

45;
O > S .
w/ clamping is achieved.

S
I

@Cmax
oD1

@Cmin

Chamfering Chamfer Model No. of Insert Screw

. . : CK No. oD1 L Wrench
PRENS Rigid construction of C-CUTTER angle | oCmin | 0Cmax Insert |  Model Set
Chamfering \\ - eliminates vibration during 12 ig gi:i-g?gigg i 225 2: ; CW12 S2S-B FLR-13S
. radial / contour chamfering 45° - - - OKB5-03060 - P L s3s | FLR-20S
\-\Y For radial / contour chamfering within C5, 50 100 CKB6-C50100C 6 106 65 3 CW31 S5S FLR-28S
. C-CUTTER mini is recommended. 1. Inserts are ordered separately. An Insert Clamping key and Screws are included.
2. 10pcs. of screws and 1pce. of wrench are included in Screw Set. [ For cutting conditions, refer to the table on page 11 j
Chamfering Range : 014 - 965 3. Models marked with 3% does not have a through coolant hole.

E Please refer to Inserts : P11

2 Types of shank are available

NEW Hi-POWER Cylindrical Shank
MILLING CHUCK Chamfering Chamfering €& CK BORING CKB Shank
45" Type 30°Type SYSTEM (((c
I
O
Chamfering
Chamfering B 45"Type

EX@GI6 €/ ((3) 10



Extensive chamfering range ( B’ G )

@6 c.CUTTER  eowsion

(9p)
For manual bench -
drilling machine §
B EXxclusive indexible 5"
"J);'_ q
A=Non-coated AZX=TiCN+TiAIN multilayer coating % (=]
| P30 | P20 =3
nsert -
A t Model A B t A AZX C UTTE R -3
QD
CW1206 6.35 12.7 27 O O B o v -
<I CW1909 9.525 19.05 45 O O =23
T CW3115 15875 | 31.75 7.0 O O = . = g =
1 Insert s avalable rom 1 poe. Carbide insert and support pad improve chamfering =
2. E;aerr;?jtel:ssg‘e;‘lllitélggkpacks of 10 pcs. Please add "S" before each model number when ordering. ln Iess rlgld bench dl'l“lng machlne. n

Recommended cutting conditions

Simplify chamfering operations Cutting Range
General steel : : ; L. .. - .
Stainless steel Cast iron Aluminum f~=
Cutter Type Cr':’;?]’q‘f'er Chamfering Alloy steel » Smooth chamfering in less rigid bench drilling machine. ¢5~¢25
Vm/min | fmm/rev | Vm/min | fmm/rev | Vm/min | fmm/rev | Vm/min | fmm/rev * No damage on tool body with Carbide Support Pad.
C0525C c2 Plu,nge CUF“"Q 50 0.1 80 0.08 40 0.1 80 0.1 « Long tool life with Carbide Insert.
Side Cutting 80 0.15 60 0.1 50 0.15 100 0.15 R L s .
C1040C = Economical with its 3 cutting edges.
104 Plunge Cutting 90 0.15 40 0.12 60 0.15 100 0.2

C1434C-60 <G» %3 .

c1652C-30 @ | ~°MM Side Cutting 120 0.3 60 0.2 90 0.3 150 0.3 p Chamger:g}g

C3060C/C3060 Cca ; °

C3050C-60 @D Plunge Cutting 120 0.3 60 0.18 90 0.25 150 0.3 90

C4565C-60 (E» % 4mm : :

C5085C-30 (ED Side Cutting 150 0.45 60 0.3 120 0.6 200 0.6 - i

Plunge Cutting 150 0.4 80 0.25 120 0.35 180 0.4 Carbide &
€50100C c4 %
Side Cutting 150 0.45 60 0.36 120 06 240 06 Support Pad O

V¢ : Cutting speed (m/min.) f: Feed per revolution (mm/rev.)
1. Cutting condition is the same for both non-coated and coated inserts. 3. Reduce cutting speed if a larger chamfer than the max. amount shown in the table is required.

Coated inserts will achieve better surface finish and extended insert life. 4. A High rigidity toolholder is recommended, such as BIG HMC or MEGA-D Chuck.
2. Peck feed is necessary in case cutting chips are too long. 2. Max. chamfering amount with 3¢ in 30 degree and 60 degree type

indicates the chamfering length of the longer side.

Application example

. 83 Recommended cutting conditions
C3 traverse chamfering 45
Workmaterial : C55(S55C) i Spindle Speed (min-1)
Hole dia. @ -
= Steel Cast Iron Aluminum
q = ~
High cutting parameter was achieved without chattering. ET ; . = ol 2o © 5 600 800 1,000
* o =8 10 500 600 800
C-CUTTER ST25-C1040 o % 15 400 500 600
Insert Model CW1909A [ Model | sT12B-C0525 | 5| = —= 1w il 200
S5 = 5000 mir (g s e L S et P e
Feed 1,800mm/min

B Exclusive Carbide Insert Hinsert Clamping Screw Set B Carbide Guide Set

[ Model | c1603B SetModel | Thread | wyrench SetModel | Carbide | Thread
—— Size Guide Size
1. Inserts are available in packages of 10 pcs. s4s M4 X 8 FLR-20S CG0525S CG0525 M4 X 7
1.10pcs. of screws and 1pce. wrench are included. 1. Carbide Guide set includes 1 pce. each of the Carbide
(Wrench only is also available.) Guide and Carbide Guide Clamp Screw.

Wrench: FLR-20S (Option)

L1 (C10D)] €1(03) 12
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Centering

Ease of operation shortens
cycle time

Conventional drilling

Drilling

Chamfering

il

Highly accurate Replaceable Insert

* Sharp cutting with optimum cutting edge.

shank.

| Standard type |

4

EEX(BIG>

«No more regrinding is necessary with
Replaceable Insert.

« Minimum interference with slim extended

CENTER BOY

Accurate Centering and chamfering can be
obtained in a single operation !!

Y

Centering and
Chamfering

With CENTER BOY

Centering and
chamfering at the
same time

Penss

Drill only

J

Long Type avoids interference ¢=”

200mm or longer reach is available.

=)

Over 200mm——J

Locking screw

@BI6

L
. A
EI - /. 1= :)
s L == % T
g E
Q| O
SIS
Chamfer Insert Spare Locking
@Cmin @Cmax Model 2Rl L Model Screw
0.9 10 ST10-CBY09010 10 150 CBY09010 HO403-5P
0.9 13 ST12-CBY09013 12 CBY09013
1.0 16 ST16-CBY09016 16 180 CBY09016 HO0504-5P
1.5 22 ST20-CBY09022 20 CBY09022 HO0505-5P

1. 2 pes of Inserts are included as standard accessories.
2. 2 pcs. of Locking Screws are included.
Spare Locking Screws are available in a packet of 5 pcs.

A Hand feed is not recommended.

[ Long type

Hinsert

)

Center and Chamfer in one

CENTER BOY

L |
|
L1 | Locking screw
5 / B
<) o - 4 X
/ ]
oo
Ql ¥
Chamfer Insert Spare Locking
@Cmin @Cmax Redel 28 L L Model Screw
ST20-CBY09013-220 220
. 13 120 CBY09013 -
0.9 260 20 260 H0403-5P
ST32-CBY09022-260 260
. 22 12 .
1.5 300 32 300 0 CBY09022 H0505-5P

1.2 pcs of Inserts are

2. 2 pes. of Locking Screws are included. Spare Locking Screws are available in a packet of 5 pcs.

included as standard accessories.

Model CENTER BOY
CBY09010 ST10-CBY09010
CBY09013 ST12-CBY09013 / ST20-CBY09013
CBY09016 ST16-CBY09016
CBY09022 ST20-CBY09022 / ST32-CBY09022

1. Inserts are available in packages of 5 pcs.
2. Insert Grade is HSS with TiN coating.

Recommended cutting conditions

& Hand feed is not recommended.

Work Chamfering Centering
A Cutter Type
Material 5 e Ve (m/min) f (mm/rev) Ve (m/min) f (mm/rev)
General steel Standard 20-35 0.10 25-50 0.08
Alloy steel long 20-35 0.08 20-50 0.08
. Standard 15-30 0.08 20-40 0.08
Stainless steel
long 15-30 0.06 15-30 0.06
. Standard 20-40 0.12 30-45 0.10
Cast iron
long 20-40 0.10 30-45 0.10
. Standard 45-60 0.15 50-65 0.15
Aluminum
long 40-60 0.12 40-60 0.12

Vc: Cutting speed (m/min.) f: Feed per revolution (mm/rev.)

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. In case vibration occurs, reduce cutting speed V.
3. Tool extension should be as short as possible.

¢.1(¢D) 14 |
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