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Chamfering Cutter Development History

SSK45° 2% A7)
SSK45° CHAMFER END MILLS

SPK-45°ASMEI T
SPK-45° INTERNAL AND EXTERNAL
CHAMEFER END MILL

SSE-45°SMEIRT]
SSE-45° CHAMFER END MILL

F B 2005-2010

Year

SSP BT %5
SSP CHAMFERING SERIES

SSP 30°&I&7]
SSP 30° INDEXAB
CHAMEFER MILLIN

SSP 45°E A &)
. SSP 45° INDEXAB
CHAMFER MILLIN

SSP 60°EI 7]
@ 5SP60° INDEXAB
CHAMFER MILLIN




LE
|G CUTTER

]
LE SPOT &
|G CUTTER

LE
|G CUTTER

2015-2020

ICTIR _BICARA
LC INSERT-CHAMFER AND RADIUS

#H17] R Milling Insert
LC1245-CH
LC1260-CH

M405 R5MEI & T]

M405 INNER-OUTER CHAMFER MILLING CUTTER

2020-2024

MDC Z 8B R EI BT
MDC MULTI-AXIS CHAMFERING
CUTTER

MSP /N &5 T]
MSP MINI-CHAMFERING END MILL

CMSP tx{Es5 s/ LB/ T)

‘ CMSP CARBIDE STEEL

MINI-CHAMFERING END MILL

AAC Tz Bl ]
AAC ADJUSTABLE ANGLE
CHAMFERING CUTTER

TSP 45°BI 7]
TSP 45° INDEXABLE SPOT &
CHAMFER MILLING CUTTER

CIM RYJEfEIAT]
CLM LONG EDGE CHAMFERING
CUTTER

AAC /NMETEIR AR ]
AAC ADJUSTABLE ANGLE
MINI-CHAMFERING CUTTER




(CCUTCBRATIE - BANE

CHAIN B TC CHAMFERING INSERT - BASIC INTRODUCTION

HEAOWAY

JARIIONAE
Cutting Edge Introduction

T ORE Rtk

Cutting Edge Spec. Feature

8 AR — A E A S T I

FR FR Suitable for general low-carbon steel
CR :
cutting.
BERRAHR - Sta =t
MR MR Suitable for stainless steel and titanium

alloy cutting.

BRRGEM - PeixfmERE R H
AR AR Suitable for alloy steel, medium to high
carbon steel, and tempered steel cutting.

EENA
Coating Introduction

FE@R JJINEES

Coating Type Feature

KN

FEECBAE

N =pAN Y]

k=t i)l

Low stress.

Smooth and fine coating.

Superior adhesion.

Suitable for high-speed dry cutting.
meRat

HBARME HV3500

MARZEBEBBEES

B A RIETRIE AR

High-temperature oxidation resistance.
Extremely wear-resistant HV3500.

Nano multilayer structure with excellent adhesion.
Suitable for heat-treated pre-hardened steel.
RAREGE
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OM4025 PVD-AITIN
Black-purple

EXE

OM4010 | PVD-AICrTi+SiC
Black-grey

REERAN

BERARASEEAREGEMT

Nano composite coating.

High oxidation resistance temperature.

Low surface affinity

Suitable for stainless steel and titanium alloy machining.

FREM B A

BRAKRGEESE - W5SMNLT -

Polished surface with fine smoothness.

Suitable for aluminum alloy and copper alloy machining.

Foh
B BRGE
BURENE
BANREES - @WESMI -
Anti-adhesion.
Low friction coefficient.
Effectively improves chip evacuation.
4. Suitable for aluminum alloy and copper alloy machining.

RE®

OMS5035 PVD-AICrN Light gold

£ o

OMS5005 - N
None None

P2 AR

OM5060 PECVD g
Rainbow




AAC

ol FATV A T 25

ADJUSTABLE ANGLE
CHAMFERING CUTTER
SERIES

05



AAC oJFRTVEI S T &

AAC ADJUSTABLE ANGLE

CHAMEFERING CUTTER SERIES

o RN EE R

Adjustable Angle Chamfering Cutter Insert

25

Layer coated micro grain

AR

CHF

S 55§ Alloyed Steels ol|lo
m A stainless Steels
ISO (@ 544 Castiron olo
A8 B2 RIBES AuminumsAl -
5| 538 5 % Refractory Alloys 0]
S SHEEH1 HardMaterial | O

BMHEES %

Micro grain cemented

carbide
HF

TIHIARBE Cutting Condition :

@ EEIH Continuous Cutting
— A%t General Cutting
m Ef#E I Interrupted Cutting

R~ (mm)

Size

o 1 1 n o

= N o o 0

o o o S o

S 8§ v n n

2 2 2 2 =

O O O O O
s TCEX100304E-FR [ BN J [ BN J 5.8 10 | 318 | 04
TCEX100304E-AR [ BN J 5.8 10 | 318 | 04
new TCEX100304E-MR (] 58 10 | 318 | 04

&l

Drawing

* & Recommended

-MR#KEEEM
- RIBKREES FR R RRAT R

06

« R E B {iI Unit of Length (mm)

- MR: Applicable to Titanium
- Suffix FR model designates a sharp cutting edge insert.




AAC TIiRAR BIAT] 51

AAC ADJUSTABLE ANGLE CHAMFERING CUTTER SERIES

AAC /NECIENEIAT]

AAC Adjustable Angle Mini-Chamfering Cutter

@dl

il

N gasE 0 -0 BRER
Adjustable chamfer angle from 0° to 90°

| 4525 Feature

-BNTEBYGEHABETS - Smaller size cutter prevent interference

-BlBAE 0° ~90° KA ERE - Flexible to adjust the chamfering angle from 0° ~90°

- OI N FnedE )] - EE s - Align the scale mark between insert seat and cutter body
- FEiiesg ) R e T B FROZIE R PR R AT - to set up 0° to 90° manually

Ol 0° ~0°HERANBEHABRE

IHRE

Function

)=

AAC-2520-110L-TC10 110 22 23.88 20 20.2 0° ~90°

| B2 #3 Accessories

TEE  EREES  DRmEESs 4 ¥
% a == o

Insert Seat Pin Insert Seat Fixed Screw Insert Screw Wrench

AAC-25-TC10 | AAC-5-8.2L AAC-M3-3L PL15 5.0 TC..100304 | M2.5-5.0-3.7-43 T8 12

TC_10 AAC &lm It EIME 4 383 Cutting Parameter

T ZURE WINTIME JRME TIHIRE SR mAEAE
Processing Type Machining Materials Materials Ve(m/min) fz(mm/rev) Ap(mm)

=4 OM4010 80~150 0.05~0.1 2mm
Alloy Steels OM4025 80~150 0.05~0.1 2mm
ET OM4010 60~120 0.05~0.12 2mm
Stainless Steels OM4025 60~120 0.05~0.06 2mm
el 0OM4025 100~130 0.05~0.12 2mm
Cast Iron

meE

Aluminum&Al OM5005 150~300 0.05~0.12 2mm

« REEAII Unit of Length (mm)

07



AAC TIiRR BIAT] 51

AAC ADJUSTABLE ANGLE CHAMFERING CUTTER SERIES

AAC Tl R & & J]

AAC Adjustable Angle Chamfering Cutter

e

oJE17#% 0.1° ~89.9°

T esEs U
Adjustable chamfer angle

from 0.1° to 89.9°

TR EE 7R B8 (KGS)

Insert Seat Insert Weight

AAC-4020-110L-TC10 105 30 41 20 39 0.005~9.29 | 0.1°~89.9° AACTC10 TC..1003 0.36

| %) Example

e JJ#2 Tool holder : BT40-LHC20-58

e J]E Cutter Tool : AAC-4020-110L-TC10

e /] Insert : TCEX100304E-AR OM4025(1pcs)
o T ##4& Material : S50C

¢ (V): 100m/min

¢ (S) : 1600rpm

e (f) : 150mm/rev

e (F) : 0.06mm/min

e (Ap) : 3mm

e (Ae) : 2.12mm

08 - R[EEfI Unit of Length (mm)



AAC TIiRAR BIAT] 51

AAC ADJUSTABLE ANGLE CHAMFERING CUTTER SERIES

AAC O ERNEAJ] (EX—H)

AAC Adjustable Angle Chamfering Cutter Set (1PC/Set)

| #%1 Example

AAY) Contents

EE
HAIAER (KGS)

TR wRF

Insert Wrench Digital Weight

Protractor

T8
TCEX100304E-AR 10 LM-DP60
AAC-4020-110L-TC10-SET AAC-4020-110L T20
OM4025(1pcs) (1pcs)
PL2.5
(1pcs)

« REE{I Unitof Length(mm) Q9



TSP

45° A J]

TSP 45° INDEXABLE SPOT
& CHAMFER MILLING
CUTTER

e 17]i%0.5-9mm
e Cutting Depth 0.5 - 9mm

e NfLEIAEED]1.5-018.5mm
e Chamfer Range @1.5 - @18.5mm




TSP 45°&EI /]

TSP 45° INDEXABLE SPOT &
CHAMEFER MILLING CUTTER

INEW)

TSP A5°#l/&J] R

TSP 45° Indexable Spot & Chamfer Milling Cutter Insert

S 4 3 Alloyed Steels ol o
m IR staivless teels tIHI#RBE Cutting Condition :
ISO ol 8 st ren © @ /&)Y Continuous Cutting
Pak N 82 R 825 4 AluminuméAl O —#& Il General Cutting
S B SE &4 Refractory Alloys m E#&TH| Interrupted Cutting
“HN S8 E #4 Hard Material

5% I B R

Layer coated micro grain

CHF

( I OM4025
(Il OM5035

NEW  SPGT090408AZER-M01

BINEESE

Micro grain
cemented
carbide

HF

2

Drawing

98| - | 43|08

NEW  SPGT140512AZER-MO01 e o

143| - | 5212

NEW #r& New Product

SP_09 - 14 Y& &353R Cutting Parameter

AL BYRE WILIHME JIR™ME&E YIHZERE BY)ELS IS
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
o == Alloy Steels OM4025 100~200 0.03~0.06 0.5~9
M | Rl Stainless Steels OM5035 60~130 0.03~0.06 0.5~5
#5138 Cast Iron OM4025 150~250 0.05~0.10 0.5~9
AT EYRE WM& JR™ME&E tIHIERE BY)#EsS IS
Processing Type Machining Materials Materials Ve(m/min) fz(mm/rev) Ap(mm)
B =Eifif Alloy Steels OM4025 100~250 0.10~0.2 0.5~9
A8 Stainless Steels OMS5035 60~130 0.10~0.2 0.5~9
#5488 Cast lron OM4025 120~250 0.15~0.25 0.5~9

« RE B Unitof Length(mm) 11



TSP 45°{#I&J] TSP 45° INDEXABLE SPOT & CHAMFER MILLING CUTTER

TSP 45° A J]

TSP 45° Indexable Spot & Chamfer Milling Cutter

Fig.1 ;
TSH— :
RN g
IS
L
Fig.2 ;
fa —@\ - s
-2 g

BRAPLER / LEE

Max. center drilling I?se)?r‘t
depth / diameter
TSP-1316-SP09-110L | 110 | 30 | 136 | 16 13 6.5 5mm/®12 SPGT0904 1 0.17
TSP-1820-SP14-130L | 130 | 40 20 20 18 9.5 9mm/®19 SPGT1405 | 2 0.30

| B2 ¢ % Accessories

SPGT0904 M4-8.0-5.0-43 T15 30
SPGT1405 M5-11-6.4-43 120 5.0
ot s =
o\ / AnmsEE \ O SMEIREER O\
Function Inner Chamfering Range Outer Chamfering Range
= @ Lol -7 Max.
| 1.5 |SP.0904 | 125
#) A chamfering 2.5 [SP.1405| 185 SP.0904 Max. 5mm

\EP/L\,\%’T centerdrilliﬁ \ / Q‘m Max.9mm

12 - REEI Unit of Length (mm)



CLM

< j.l it ﬁJ ﬁ

LONG EDGE
CHAMFERING CUTTER

32Zmm

MIME
Machining Material :
= = il
Alloy Steel
V= 160m/min
S = 1040rpm
f = 0.12mm/rev
F = 250mm/min
R PAET2 Flutes = 2T

n A=A
SR For Alloy Steel
. ':_'l_":g:‘_‘_':""f".'":—.”""".'."i rmps

e EEH
For Aluminum




AECX32T3 PN ericlle\lchasle
IR Al MILLING INSERT

@ o e O© O

5 #EJIREFN#E Five Kinds of Cutting-Edge Radius

m ineEEH S iNEH
| | For Aluminum For Alloy Steel

FEHE e FiEh IO
Coating Type Color Feature Profile

s RAREBR M

- EREbREE ﬂ

« REEFRANT

« BARAFEMAKGEMT

« Nano-composite film

« High resistance to oxidation temperature

* Low surface affinity

« Suitable for processing stainless steel and
titanium alloys

= cERRIREE - WaEMmIT
None « Suitable for aluminum alloys and copper alloys

- UEE [N |
o REERGREH
- BUEHIE
Fie « BRAKEEESE - WSEMT
Rainbow Colors | « Anti-adhesion
« Low friction coefficient
- Effectively improves chip evacuation
« Suitable for aluminum alloys and copper alloys

REB

OM5035 PVD-AICrN Light Gold

OM5005 |UN-COASTING

OM5060 PECVD

> R 30mmATRFEK - Wikst S5ETIRRA - TS IHIERENX -
> DRIFRZEAWERRERS - KENEMIHERE - BiRHSAPVDEE - RS ESERNAME -
> SZFILIEIY] - shARERIEE - (EHEEEIRE -

» 30mm long edge cutting size with 5 kinds of radius designed to offer different application
needs.

» The insert is fully ground and polished, reducing chip adhesion, with a PVD coating for
enhanced wear and heat resistance.

» The sharp cutting edge ensures excellent surface roughness, while the curved chip breaker
enables smooth chip removal.



CLM RYJEEIF ]

CLM LONG EDGE CHAMFERING CUTTER

CLM RIJEEAJTI R

CLM Long Edge Chamfering Cutter

(" maEmesE )

Inner Chamfering Range

DI “‘ -
e A2k
13 | r-02 | 58
15 | r=20 | 58

45°

IhEE E((ED)]
Features Insert Weight
CLM-5920-110L-AE32 110 12 59 20 23.7 50 s . AECX32T302ER-FO1 0.7
Chamfering
)=
CLM-5932-110L-AE32 110 12 59 32 23.7 50 Chamfering AECX32T302ER-FO1 0.9
-5 MEBREMNLIINGE - TERETEBEMEL - - Note : If bottom machining is required, the tool body will need partial

adjustments or modifications.

| B2 Accessories

wRFE
A5 _ I

Insert Wrench

AECX32T3 M4-8.0-5.2-43-T15 T15

« RE B Unitof Length(mm) 15



CLM RYJEfIFJ]

CLM LONG EDGE CHAMFERING CUTTER

AECX32T3 RYJEBEJ] R

AECX32T3 Long Edge Milling Insert

il &8 Alloyed Steels e TIHIARBE Cutting Condition :
| M | R#8 Stainless Steels
150 @Sl 5 Cast Iron @ :E/&E)IH Continuous Cutting
bar] P82 R 825 % Aluminum&Al F YD) O — #3474 General Cutting
=) | 58 & £ Refractory Alloys N )
i Y
TN == 4 Hard Material m E7A&TH] Interrupted Cutting

BMlEEE

Micro grain

carbide alloy

HF B
Drawing

new AECX32T302ER-FO1
new AECX32T320ER-FO1
new AECX32T330ER-FO1
new AECX32T340ER-FO1
new  AECX32T350ER-FO1

11.9 37 397 | 02

11.9 37 3.97 2
11.9 37 3.97 3
11.9 37 3.97 4
11.9 37 3.97 5

(2K 2K 2K K 3} OM5005
(2L K 2K BX B OM5060
[ JL 2K 2K BX } OM50835

AECX32_ FEHI tD81E = Milling Cutting Parameter

WITIME JIR#E tIHIRE =k F

Machining Materials Materials Vec(m/min) fz(mm/rev)
B&ifi Alloy Steels OM5035 120~160 0.06~0.12
A## Stainless Steels OM5035 60~130 0.06~0.10

A . OM5005 500~1800 0.05~0.25

S Aluminum&Al OM5060 500~ 1800 0.05-0.25

-5 BAUHISEERRTE - BETPEME D=25mm - Note : Itis recommended to use a median value of D=25mm for the

BRERBERMA - chamfering parameter diameter setting, and then adjust based on actual
conditions.

16 - REE{i Unit of Length (mm)






MDC ZiE K EIE ]

MDC MULTI-AXIS

CHAMEFERING CUTTER N. an",

MDC Z B &R & & J] /

MDC Multi-Axis Chamfering Cutter Insert

P é%ﬁm Alloyed Steels O
m A4 stainless Steels IHIAREE Cutting Condition:
ISO L 583 Castlron @ E&E1J)H| Continuous Cutting
VAY,
I NN R X IR 5 S Aluminum8Al O —#&tIHl General Cutting
5 53E &% Refractory Alloys | O m Hi#&tH Interrupted Cutting
S| S HEE A Hard Material
70 Jly A BEas
BB TR i
. . Micro grain cemented
Layer coated micro grain X
carbide
CHF HF
B
Drawing
wn
(a2}
o
n
>
(@)
TCEX13T302E-CR (] 7.94 | 134 | 3.97 0.2 ~
Z /&)
Lo\ E )
L] sl
* B Recommended
- CREBIREIBIER - CR: Applicable to Deburring And Chamfering Cutter

18 - REEEI Unit of Length (mm)



MDC Z#hE R E & ]

MDC MULTI-AXIS CHAMFERING CUTTER

MDC 2 & 55 PR 2] 5 /]

MDC Multi-Axis Chamfering Cutter

Fig.1

Fig2 ° SE ! 3

: S
| 4525 Feature
- RS  BK - SHMBK - EEEK - mBI1E - Suitable Machines: Drilling Machine, Multi-Spindle Drilling Machine,
- BAXERE g12 Radial Drilling Machine, and Pneumatic Tool

C TR R ENEEER - Shank diameter @12.

- Excellent chamfering surface.

AAEEEE Ih&E 7 kR ES (KGS) Fie

Inner Chamfer Range Features Insert Weight =

MDC-2212-85L-TC13 | 85 | 38 | 22 | 12 4 8 @4.5- 321 Chaﬂgring TC..13T3..-CR 0.36 1
new MDC-3612-80L-TC13 | 80 | 33 | 41 | 12 | 19 8 219 -335 Cha@wgring TC..13T3..-CR 2

AAY) Contents

7R ES
Insert Wrench
TC..13T3..-CR M3.5-6.0-5.0-60
MDC-2212-85L-TC13-SET MDC-2212-85L-TC13 OM5035(2pcs) M4-8.0-50-43 T15

| B2 f3= Accessories

s FER 7] B8 4% IR
@@ @@
fhsert Support Guide Pad Insert Screw Guide Pad Screw
MDC-2212-85L-TC13 TC.13T3.-CR MDC-SGP M3.5-6.0-5.0-60 M4-8.0-5.0-43 T15
MDC-3612-80L-TC13 TC..13T3.-CR MDC-SGP-3612 M3.5-6.0-5.0-60 M4-8.0-5.0-43 T15
_ B3& n(rpm
TAE LT =
Hole Diameter Size i S =5 fi:Enﬁ
Stainless Steel Cast Iron Aluminum Alloy
@4.5 600 550 850 1150
212 450 350 550 750
216 350 250 450 550
218 250 250 450 450
230 250 250 450 450

« REE{I Unitof Length(mm) 19



MSP/
CMSP

INEEIAT]
MINI-CHAMFERING

END MILL

Sk
Alloy steel shank

Carbide shank

v oy -

V #El yEdlp=s!
V-Grooving Chamfering

" R v B ¥ e
TR Y L r i i T
L A = |

.Ih TR, ..-.. i

-

v

E A Al
Spotting Caring/Engraving




MSP/CMSP /NMEEIAJT]

MSP/CMSP MINI-CHAMFERING
END MILL

INEW)

MSP/CMSP /NEBIA T R

MSP/CMSP MINI-Chamfering End Mill Insert

& & $ Alloyed Steels olo
m R$5E$ stainless Steels HIHI#KBE Cutting Condition:
50 [ERIE Cotirn © @ 3374 Continuous Cutting
ek W ER KBRS & Aluminum&Al | O —#&tJIHl General Cutting
S SR A B Refractory Alloys W BT Interrupted Cutting
H %E§f§t7ﬂ Hard Material

BHNEES T
Micro grain
cemented
carbide

CHF HF Size i
Drawing

% & EB AU
Layer coated
micro grain

R~ (mm)

OM4025
OM4125
OM5005

new - SBGT040204-FO1 o o (] 44 - 2 04

SBGT050202-FO01 [ BN J (] 4.85 - 2 0.2

NEW #7dn New Product

SB 04 05 tnylf&# g Cutting Parameter

WINTIHME JR#&E M= E HAR

Machining Materials Grade Vc(m/min) (mm/rev)
EE £ Low-Alloy Steels OM4025 100~150 0.03~0.06
&% Alloyed Steels RM4125 100~150 0.03~0.06
4% Stainless Steels OM4125 90~150 0.01~0.05
OM4025 70~130 0.05~0.10

#£88 Cast Iron
OM4125 70~130 0.05~0.10
faEaE Aluminum&Al OM5005 400~750 0.05~0.12

| Z@haEE =(1000x IEIEE )+ (3.14x JIEIME)

Spindle Speed=(1000x Cutting speed)+(3.14x Cutter outer diameter).
| RIS (mm/min)= T4 x TETE x i

Feeding Speed(mm/min)= Feed per Flutex Flutesx Spindle speed.

« RE B Unitof Length(mm) 21
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MSP/CMSP /NMEEIFET]

MSP/CMSP MINI-CHAMFERING END MILL

MSP /& & & J]

MSP Mini-Chamfering End Mill

| 452 Feature
SR WO

gl
>

L1

dl

o

- The slim design reduces interference while machining.

7k wF

Insert Wrench
new MSP-0606-40L-SB04 6.5 6 55 15 40 45 1 SBGT040204 M2-4.3-2.7-60-T6-TIN Té6
MSP-0708-80L-SB05 7.2 8 6.8 20 80 45 1 SBGT050202 M2-4.3-2.7-60-T6-TIN Té6
new MSP-0710-90L-SB05 7.2 10 6.8 20 90 45 1 SBGT050202 M2-4.3-2.7-60-T6-TIN Té6

| B2 % Accessories

W
Tk —
—
Insert Wrench
SB..04 M2-4.3-2.7-60-T6-TIN Té6
SB..05 M2-4.3-2.7-60-T6-TIN T6
Pl ft =
ThEE HEAE N EIAEE SMEI A ER B
Function Chamfering Degree Inner Chamfering Range Outer Chamfering Range
- 90° A%’
(-\ @ ﬁ_ > -Z Max.
] ‘M T
1.2mm | SB.04 | 6mm
& £ chamfering Imm | 5B.05 | 6mm 2508 Mae 2.7mm
38 centerdrilling
SN .
\V & v-grooving )L )

« R E B {iI Unit of Length (mm)




MSP/CMSP /NMEEIF ]

MSP/CMSP MINI-CHAMFERING END MILL

CMSP fix {6 &5 8 /N Bl & T]

CMSP Carbide Steel Mini-Chamfering End Mill

L1

< @
>

o

dl

MERNE
ANTI-VIBRATION

| 4525 Feature

- RN RS - The slim design reduces interference while machining.
- AR E - G0 - Made of tungsten carbide material for higher rigidity.

kR T ES
Insert Wrench

SBGT040204 | M2-4.3-2.7-60-T6-TIN T6

new  CMSP-0606-60L-SB04 6.5 6 55 20 60 45

CMSP-0708-100L-SBO5 | 7.2 8 6.8 20 | 100 | 45 SBGT050202 | M2-4.3-2.7-60-T6-TIN T6

T
1
1
1

new  CMSP-0710-120L-SBO5 | 7.2 10 | 68 | 20 | 120 | 45 SBGT050202 | M2-4.3-2.7-60-T6-TIN T6

| B2 Accessories

wF
TR —
= b=
Insert Wrench
SB..04 M2-4.3-2.7-60-T6-TIN T6
SB..05 M2-4.3-2.7-60-T6-TIN Té6
gE 1 ( I = V==E I B
IhEE BlEAaE N EIREE SMEI R
Function Chamfering Degree Inner Chamfering Range Outer Chamfering Range
) - (AE\ a D ZM
@ - ax.
ul
1.2mm | SB.04 | 6mm
B £ chamfering Imm | 5B.05 | 6mm 3508 Max 27mm
8% centerdrilling
. .
\V & v-grooving )L L ) )

200L

« IEAZE 120L-200L
» Make to order : 120L-200L.

« REE{I Unitof Length(mm) 23



SSP

30°-45°- 60°#I &
30° + 45° + 60° CHAMFER
MILLING CUTTER

® JIBKRJIRRIARRRET - REME RV &)
HIRJ) R oli@se+% -

® Clearance angle negates interference
between the insert/cutting tool and the
workpiece during v-grooving and spot-
drilling.

)=
Chamfering

LA
™ Inner hole
chamfering

V &t H
V-grooving

ENIE
Spotting



SSP {;

SSP CHAMFERING SERIES

SSP #l®mlJ] R

SSP Chamfer Milling Cutter Insert

IEX ]|

Layer coated micro grain

B E

CHF

BMHEES S

Micro grain cemented

carbide
HF

R~ (mm)

Size

P é‘%ﬂﬂ Alloyed Steels O|0
| M | R4 stailess el 4% Cutting Condition
ISO (@ £ 88 CastIron oo @ EELHI Continuous Cutting
7 NN 85 K 825 3 AluminumgAl Hn O —#&tJHl General Cutting
5 B85 % Refractory Alloys (@) W ETZEYH Interrupted Cutting
H T%‘EE}EM Hard Material O

i

o llwlln wllo Drawing
- N ™M o O
o O O o O
< < wn mn n
S=i2 s 2
535 55
% TCEX100304E-FR oo ole 58 | 10 | 318 | 04
TCEX100304E-AR | @ | @ 58 | 10 | 318 ] 04 |, X
) E
wew TCEX100304E-MR ° 58 | 10 | 318 | 04 :“ ==X
TCEX13T302E-FR oo ole 794 | 134 | 397 | 02
% TCEX13T304E-FR ole ole 794 | 134 [ 397 | 04 |
Y
TCEX13T302EAR | @ |® 794 | 134 | 397 | 02 |
7N E
TCEX13T304EAR | @ |® 794 | 134 | 397 | 04 | &
wew TCEX13T304E-MR ° 794 | 134 | 397 | 04
TCEX16T304E-FR oo oo 952 | 165 | 397 | 04
% TCEX16T308E-FR oo oo 952 | 165 | 397 | 08
TCMX16T304E-AR | @ | @ 952 | 165 | 397 | 04 | . X
oy E
TCMX16T308E-AR | @ | @ 952 | 165 | 397 | 08 ,,“ =,
wew TCEX16T308E-MR ° 952 | 165 | 397 | 08

* #EE Recommended NEW #7& New Product
-MR#K&EEH

-TC.13 - 02RBJIR% "RIAINEE., ER

-TC.16 - O4RBTIR% "RIAINEE . BER

- BiB1EMRIS FR IR BiIRAT R

- MR: Applicable to Titanium

- TC..13 — 02 radius can only use for chamfering.

- TC..16 — 04 radius can only use for chamfering.

- FR model designates a sharp cutting edge insert.

« RE B Unitof Length(mm) 25



SSP Bl T] %5 SSP CHAMFERING SERIES

TC 10.13.16 tIHI&#21EZR Cutting Parameter

INTEURE WINIAME JIRME&E PIHIERE BY)ELR DS
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
Eail OM4010 220~290 0.05~0.12 1.0~11.0
Low-Alloy Steels OM4025 220~260 0.03~0.06 0.5~3.0
I" ___ 24 OM4010 80~150 0.05~0.12 1.0~11.0
@ Alloy Steels OM4025 100~150 0.03-0.06 0.5-3.0
pr OM4010 90~200 0.05~0.12 1.0~11.0
~— Stainless Steels OM4025 90~180 0.01~0.05 0.5~3.0
E:gfi Iron OM4025 70~130 0.05~0.12 1.0~11.0
maS
! OM5005 400~2000 0.06~0.08 0.5~3.0
Aluminum&Al
INTEYRE WINIAHE JIRHE TIHIZRE BY)#ELR DS
Processing Type Machining Materials Materials Vc(m/min) fz(mm/rev) Ap(mm)
Eesil OM4010 220~290 0.01~0.03 0.05~1.0
Low-Alloy Steels OM4025 220~260 0.01~0.03 0.05~1.0
'{ | 24 OM4010 80~150 0.01~0.03 0.05~1.0
Alloy Steels OM4025 100~150 0.01~0.03 0.05~1.0
% g OM4010 90~200 0.01~0.03 0.05~1.0
Stainless Steels OM4025 90~180 0.01~0.03 0.05~1.0
Sl OM4025 70~130 0.03~0.06 0.05~2.0
Cast Iron
sk =Y}
! OM5005 400~2000 0.03~0.06 0.05~3.0
Aluminum&Al
T EURE WINIAME JR™ME&E TIHIZRE BY)#ER DS
Processing Type Machining Materials Materials Ve(m/min) fz(mm/rev) Ap(mm)
Eesl OM4010 220~290 0.03~0.06 1.3~3.0
Low-Alloy Steels OM4025 220~290 0.03~0.06 0.1~3.0
l Y OM4010 100~120 0.03~0.06 0.1~3.0
4 Alloy Steels OM4025 100~150 0.03~0.06 1.3~3.0
@ pr OM4010 90~160 0.03~0.06 0.1~3.0
A Stainless Steels OM4025 140~160 0.03~0.06 0.1~3.0
Bl OM4025 70~160 0.05~0.08 0.1~5.0
Cast Iron
EEE OM5005 400~1200 0.05~0.1 0.1~6.0
Aluminum&Al : : : !
NI RS WINTIAME JR™ME&E YIHZRE BY#ER VIS
Processing Type Machining Materials Materials Ve(m/min) fz(mm/rev) Ap(mm)
Eas OM4010 220~290 0.05~0.12 1.0~11.0
Low-Alloy Steels OM4025 220~260 0.05~0.12 0.5~3.0
Y OM4010 100~150 0.03~0.1 1.0~11.0
Alloy Steels OM4025 100~150 0.03~0.1 0.5~3.0
R OM4010 90~180 0.05~0.12 10~11.0
Stainless Steels OM4025 140~180 0.03~0.06 0.5~3.0
ifi ron OM4025 70~120 0.05~0.12 1.0~11.0
SEEE OM5005 400~750 0.05~0.12 0.5~3.0
Aluminum&Al : ' ' !

26 - EEEBMI Unit of Length (mm)



SSP {3l 7] %%l SSP CHAMFERING SERIES

SSP 30° &= J]

SSP 30° Indexable Chamfer Milling Cutter

BlEEHE 04mm-022.5mm

Chamfer Range @4 - @22.5mm

DEm—} L
di
120° 1 7
NN T

58 (KGS)
Weight

THEE 7R

Function

i TC..1003 0.12

Insert

SSP-1212-105L-TC10-30 105 26 138 12 118 4.6 .
Chamfering
SSP-1616-110L-TC13-30 110 30 19.2 16 14 6.5 7 . TC..13T3 0.18
Chamfering
SSP-2020-130L-TC16-30 130 50 22.5 20 19 7.6 = . TC..16T3 0.32
Chamfering

| B2#3& Accessories

wE

—d bk
Wrench
TC..1003 M2.5-5.0-3.7-43 T8 12
TC..13T3 M3.5-8.0-5.0-60 T15 30
TC..16T3 M4-10-5.0-43 T15 30
g
TNHEE NS EI B E SMEI A R R
Function Inner Chamfering Range Outer Chamfering Range
« 1 -Z Max.
, 4
Az M
4 [7C.1003][ 138
4 |TC.13T3| 19.2 TC..1003 Max. 4.9mm
TC..13T3 Max. 6.4mm
. 8 |TC.16T3] 225 TC..16T3 Max. 6.3mm
8] /& chamfering
N N J J

« REEAII Unit of Length (mm)
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SSP 5l 7] %%l SSP CHAMFERING SERIES

SSP 30° &= J]

SSP 30° Indexable Chamfer Milling Cutter

BlAEEFHE 91lmm-925mm

Chamfer Range @1 - @25mm

INEW

@D

@d

@d1

IhBE

7R

EE (KGS)

Function Insert Weight
SSP-1512-105L-TC10-30 105 26 16 12 14.6 47 7 . TC..1003 0.14
Chamfering
SSP-2116-110L-TC13-30 110 30 22.3 16 20 6.5 B . TC..13T3 0.2
Chamfering
SSP-2520-130L-TC16-30 130 50 26 20 23 7.6 7 . TC..16T3 0.36
Chamfering
| B2 3= Accessories
w"FE
— L
Wrench
TC..1003 M2.5-5.0-3.7-43 T8 12
TC..13T3 M3.5-8.0-5.0-60 T15 3.0
TC..16T3 M4-10-5.0-43 T15 3.0
4 AL N o N
/5 ]
THRE N AIESE SME £ B
Function Inner Chamfering Range Outer Chamfering Range
- a -7 Max.
1 [TC.1003| 15
1 |TC.13T3| 20 TC..1003 Max. 4mm
TC..13T3 Max. 6mm
. 2 |TC.16T3] 25 TC..16T3 Max. 6.5mm
2] & chamfering
N

28 < R[EEI Unit of Length (mm)




SSP {3l 7] %%l SSP CHAMFERING SERIES

SSP 45°E U /Al

SSP 45° Indexable Spot & Chamfer Milling Cutter

L
4
90° di
[ B}
DGl N |- 1 d
B
o
BlAsEE 91mm-021mm I:Aa)

Chamfer Range @1mm-@21mm

INRE TR
Function Insert
SSP-1212-105L | 105 26 134 12 118 | 605 | BB/EMOARE) | 10 1503 0.12
Chamfering/Spotting
SSP-1616-110L | 110 30 192 16 14 97 | BIB/EMOARAE) | 10 1513 0.18
Chamfering/Spotting
SSP-2012-100L | 100 35 225 12 19 113 | BB/EMORE) | 10 413 0.16
Chamfering/Spotting
SSP-2020-130L | 130 50 225 20 19 113 | BB/ EUO8RAE) | 10 y47a 031
Chamfering/Spotting

| B2 ¢ Accessories

RE BE

— L (N.m)

Wrench Torque
TC..1003 M2.5-5.0-3.7-43 T8 1.2
TC..13T3 M3.5-8.0-5.0-60 T15 3.0
TC..16T3 M4-10-5.0-43 T15 3.0

- P - N o ~ ~
JRE BRaE A BIEEE SME) B EE
Function Chamfering Degree Inner Chamfering Range Outer Chamfering Range
) - S > zu
Y @ - ax.
T [7C.1003] 12

. 1 |TC.1373| 18 TC..1003 Max. 6mm
] £/ chamfering 17 |TC.1673] 21 1C. 1373 Max. 8. 5mm
g% centerdrilling - 7

\V ## v-grooving

(S

« REE{I Unitof Length (mm) 29



SSP 5l 7] %%l SSP CHAMFERING SERIES

SSP 60°#l/&J]

SSP 60° Indexable Chamfer Milling Cutter

60° "
—
- . - -—d
a—~|
EA#EE 35.1mm-322.5mm [:X

Chamfer Range @5.1 - @22.5mm

THHE JJR  EEZ (KGS)

Function Insert Weight

SSP-1212-105L-TC10-60 105 26 13.8 12 11.8 8.5 A . TC..1003 0.12
Chamfering

SSP-1616-110L-TC13-60 110 30 19.2 16 14 11.16 75 . TC..13T3 0.18
Chamfering

SSP-2020-130L-TC16-60 130 50 225 20 19 11.83 7 . TC..16T3 0.32
Chamfering

| B2 #% Accessories

TE wRFE ?337‘]1)5
N.m

i Wrend% Torque
TC..1003 M2.5-5.0-3.7-43 T8 1.2
TC..13T3 M3.5-8.0-5.0-60 T15 3.0
TC..16T3 M4-10-5.0-43 T15 3.0

s " N . N N
INBE ERE=EEE SME 5 BB
Function Inner Chamfering Range Outer Chamfering Range
- a > -Z Max.

22 A2
51 [TC.1003] 138

7 |TC.13T3]| 19.2 TC..1003 Max. 8.5mm
TC..13T3Max. 11.1mm
?_|TC.16T3] 225 TC..16T3 Max. 11.8mm

8] £ chamfering

30 - EEEIUnitof Length (mm)
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