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Features

AV MUDY—=X

Chamfering Series

AVBMUYY—=X Chamfering Series

AZMFUIV NEWXA> RJFDYJV AVNIRIVE

Chamfering drill New chamfering drill Chamfering holder
FEE5NL Y DHBFED  Deburring and chamfering (9:"/7 Chip)
JNJERY, EERY for soft and ductile material. V V No.510
B AU DENHED Deburring, chamfering and Fy Chi
l\‘U\HXU E;YU MmES countersinking for hard and —_— V V ( No.504 p)

inductile material.

R—IVEEFTOEERY.
AV D)

Chamfering and deburring
with drilling machines.

v

BEEH

Notes

WINORGLREANT AEH BESS. L33V,
Ea&tvl%o)WEFM&UZF/I/Z(Dhl]Itdi{EQé*hi'&/u

Neither product is recommended for machining hardened steel,
tempered steel, cemented carbide, ceramics, quartz glass, or other
high-hardness materials, or stainless steel.

Please refer to each product page for applicable work materials.

— AR THLEWTA XD Various chamfering diameters

HE with only one tool. V V V
ZLUMIEIE, EEWEL  Smooth finish without chatter. V V V
fIEROHHEH Easy positioning. V V V
mIAVIN VA L[ =] Cobalt high speed steel used. — V I
FyvTRDT Indexable inserts reduces

FEOBHAENAET,  cutting tool costs. - - V
HEIRMKIEBE TV No need for regrinding.

MEICEDETERS 2 types are available.

2247 (for hard and soft material) - V
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Bush
- v EIESRIR — BEae . o Chamering
WS=OL | WA | ooiogsteel | S45C suJ2 AT7YLR | comented | T73¥7 | ARAIR
AIumlnum Copper alloy plate Stainless carbide Ceramic Quartz glass

. ibb‘Q D) mwéamuznao BEANERUAEROMIICEALTEY F A, 4
o BECIENE (REY) OEBEVMEZIMIENSHEIE. INEW XV M) RUIL ZTERCREEW, =7
» For soft and ductile material. Not suitable for machining hardened steel or tempered steel. 3
* When machining hard and inductile material, please use “NEW CHAMFERING DRILL".
2¢
mmad—F B HHa“ =RINVEINER RAMEEY # 02 g?
Code Model Angle Min pllot hole dia. Max chamfering dia. h7 H H
0030 00004490 -ST4 -90° 4 1 z;
0030 00006690 = 06 -ST6 -90° 90 ° 3 6 1 6 = = = 50 Fx
0030 00008890 08 -ST8 -90° 90 ° 4 8 1 8 — - - 50
0030 00009690 = 09 -ST6 -90° 90 ° 4 9 2 6 10 42 38 55
0030 00014890 14 -ST8 -90° 90 ° 6 14 2 8 15 50 46 70 g?
0030 00181090 18 -ST10 -90° 90 ° 8 18 2 10 20 70 66 100 ,%;
0030 00231290 23 -ST12 -90° 90 ° 10 23 2 12 25 73 69 110 § ;'K
0030 00281290 = 28 -ST12 -90° 90 ° 12 28 2 12 30 70 66 120
&N Ordering Example IMIEEHER I ST Guide Line For Rotation Speed
14 - ST 8 - 90°
[i): ) A=k vy P3)=:| ' =
RAE vy AR 3,000 \ T LS ﬂu-jl:/(;féx?hg .
Max. Straight  Shank Angle === ole diameter min
chamfering  shank size \ Aluminym alloy
dia. \« YHIERS P TASGE L5
DICEIEIMEZERA TSN
L\ | mas CWIRlHE S P LY
= \\ \ ~Copper alloy XW%”E&EI;U%#$U6%§\
£ 2,000 N\ EEEE T FUIHRECERA TS,
g \ FERESR ,
min-! \ Rolled steel Use of coolant is recommendable
\VIRN in order to improve tool life and
\ serface roughness.
1,000 '\\
I \»\
— iy S——
’.\ib\
#5 10 15 20 25 30 35 40
IR &

Hole diameter
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N DA SR, BELSIE - SXENEODNL FAEEATOET,
s | Typef
HSK-T OAV M) ELTGREFERT 2158 (s R _ }9_
C (Polygon) FMEDOERIC L VIEEENMEREER3| 2RI T /U0 MIESIEE LE YA, N
"~ SPEEDIO. £2T. BREZSHLEBEILESY LA, L d
| @AV ) EBNOBINT., BHREZTSHEE
ST =Y VUV MRBEDRET 516, BREREMHLEEBENSEICEVET,
7289y HERBEOEDE TN, Type2
These products contain cobalt, which is a specified chemical
%ﬁﬁﬁs A substance classified as a Class 2 harmful substance. ?‘ $‘
agcehwcnﬂ::zuﬁn‘; (@ When using the chamfer for standard cutting: L - - - B - d
v Friction against the tool will not generate any dust or particles that are i *‘
FUtys dangerous to machine operators. Therefore, measures to prevent health )
foolPresetier impairment are not necessary. :
Jva (2 When altering or regrinding the chamfer itself: U
;ﬁ;{‘"u Cobalt dust will be generated, and measures to prevent health impairment are L
Chamfering necessary. Please contact NT TOOL for details.

A& Applications

oy
27
B L8R 2FvLz | BEEE | 55, | mmASR
2 3 Rolledisteel St;-inless Cemepted Ce7ramic Quartz ;ass
g3 plate carbide
« B MYOBRVDMEDINT A, BANBRUHEERHOMIICERWTEYELA,
« PIVEZULAEE HESFORSH L, EE (#Y) ORVMEZIMTENSIHAIE, RO TAV R RV ZTERLEEW,
ol + For hard and inductile material. Not suitable for machining hardened steel or tempered steel.
§§ * When machining soft and ductile material ( such as aluminum alloy and copper alloy ), please use “CHAMFERING DRILL".
¥
Y
o7
sl
gl
Z

Emd—F B Hfha RAINTFIE RAMEEY Z 02
Code Model Angle Min p|Iot hole dia. Max chamfering dia. h7
7

0010 00007890 -ST8 -90°

0010 00015890 -ST8 -90° 2 =
oy 0010 00251090 25 -ST10 -90° 90 ° 6 25 2 10 26 3 65 58 80
%E 0010 00351290 35 -ST12 -90° 90° 1 85 2 12 36 10 74 67 90
%‘d 0010 00451290 45 -ST12 -90° 90° 16 45 2 12 46 15 76 68 95
g1
3 X
&iEXHI Ordering Example INTEEEE RIS Guide Line For Rotation Speed
15 - ST 8 - 90°
@Y  ARL—F ey pa):: 1,000 s —
BAE vy AR | jJuI’\_éX@ﬁKﬁ 1
Max. Straight  Shank Angle 900 \ Hole diameter X min
chamfering  shank size S45C
dia. 1 FC20

8004—\ — *YJEIEHI T EHEGE LT3/
SuJ2 OICHIEEESFER TV,
E 700+ o o) :
. \ SKD11 EE3E T FYINEE CERTE,
R SUP6
mi"'1500 A\ in order to improve tool life and
\ serface roughness.
400 \

»
)&& “YBIEICECUS I EUD5E
A 600, \ )<\ Use of coolant is recommendable
\\\
N
300 SN

N \
200 \:\E:\\‘
100 S =
¢5 10 15 20 25 30 35 40 45
IR &

Hole diameter

548 74
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L1

L3

mz ML () e e
Model Insert No.

chamferingda | o1 1o L[ o [ 3 kg
12 95 60 1.6

2620 00251290 & €25 -ST12 -90° 5~25 25 0.1
2620 00401200 = C40 -ST12 -90° 20 ~ 40 40 12 95 60 8.4 024 | N2%
2620 00501290 & €50 -ST12 -90° 30 ~ 50 50 12 95 60 13.9 0.38
CESHI Ordering Example o AO—7ITAFv TR AV NIRIVIERF VT TT,
s MROAO—7ITAF v FIMERTEEFLADTHAICTEXLLEL (1LY MOEA) .
C25 - ST 12 - 90° - FYTALYF BIFERRARLTVET,
FHERY L=k Sy P « Insert for chamfering cutter is specially designed and available only from NT. (1set=10pcs.)
BAR vy HAR » Other commercialized products cannot be used.
Max. Straight ~ Shank Angle » Wrench and screw are included.
char(r;_fering shank size
1a.

AO0—=7ox«4FvT / A& Indexable inserts / Applications

27 O | ZE 2298 Qt oF
Sisg | gk R EL IR EAE S
53| e® o 57 28/33 |72
3515 |8 Z|a AP
L|< = % »
) g
1 @ o
| ! g
L’m‘l 897 2624 00050410 F¥7:No504 — —  — vV Vv V V V V — — —  —
‘ 2624 00050510 F¥Z:No510 ¢ v ¢ — — — — — | — — — —  —

« BEANARUABROMIICIEMULTSYE A,
» Not suitable for machining hardened steel or tempered steel.

tIEIR4B %6l Recommended cutting conditions FvZHL>~F Wrench Hff=</ Clamp screw

R—IVEER
600 L For drilling machine
yJElEESY, TEHRELTSS 2625 00000015 XF-15 2625 00115672 CB1-3507

500 |- 7HICYIEREZERT S,
@ S HEICECY S/ ELBBE.

s00L EeEE T, IElEECERTE,
[ Use of coolant is recommendable
% 300} in order to improve tool life and ser-

(min-) face roughness.
200 |-
100 |

1
10 20 30 40 50

MMIREE (pmm)  Hole diameter
© RYZVGEVZTOYIRISEEF v T DERSYIEIERE
(40~ 100m/min) TTEEALIEELY,

* When using this insert with machining center, please adjust
cutting speed between 40 and 100m/min.
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