AV M)D =X
Chamfering Series

A&

Application

ANJRYIL
Chamfering drill

NEW X2 RJRUIL
New chamfering
drill

ANIRIVE
Chamfering holder

Z5h<. MDHBMEDIN
). EE)

Deburring and chamfering for
soft and ductile material.

B, K DI WHED/NUEL)
EE), MEI
Deburring, chamfering and
countersinking for hard and in-
ductile material

F—IVBETOE), /SR
Chamfering and deburring
with drilling machines.

e

Features

— AR THEWS A ZOEEY)
Various chamfering diameters
with only one tool.

ANJRYIV
Chamfering drill

NEW X2 rJKRUIL
New chamfering
drill

ANIRIVE
Chamfering holder

ELWEIE. EEVEL
Smooth finish without chatter.

B AHN REE
Easy positioning

T R
Special gold coating

J/NJU N Z{EFE
Cobalt high speed steel used

FoTRD7=O A EDBREN T
ET. JEIARMKIRICE T
Indexable inserts reduces cut-
ting tool costs. (No need for re-
grinding.)

MEICEDEGERS 2417,
2 types ( for hard and soft ma-
terial ) are available.
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Chamfering Dirill

-

&
Application

Z5h <. MYHZIMEDINTA, <. EE RY) OEVCHEEINTIENBIFEIE. INEW X2 M) FY)b) ZTEBALREEL,
For soft and ductile material. When machining hard and inductile material, please use “NEW CHAMFERING DRILL”

gy mmad—F B FAa“ =2\ AKX ES RAERYE Tyoe d 02 L
% B Code Model Angle Min pilotholedia. | Max chamfering dia. yp h7
‘é E 0030 00004490 04 -ST4 -90° 90° 2 1 4 - - - 50
g ? 0030 00006690 06 -ST6 -90° 90° 3 6 1 6 — — — 50
& % 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
2 % 0030 00014890 14 -ST8 -90° 90’ 6 14 2 8 15 50 46 70
=l
g g 0030 00181090 18 -ST10 -90° 90 ° 8 18 2 10 20 70 66 100
g i 0030 00231290 23 -ST12 -90° 90° 10 23 2 12 25 73 69 110
. 0030 00281290 28 -ST12 -90° 90 ° 12 28 2 12 30 70 66 120
¥ Ordering Example
14 - ST 8 - 90°
MEH Y R RE JYUIHAR AA
Max. chamfering dia. Shanksize  Angle
AbLb—bv>y
Straight shank




NEW X2/ bU RUJL

NEW Chamfering Dirill

&
Application

B Y OBVHEDINIA, 7IVIZULEE, BESFOHSHC, K () DL
MEEMIETNZHEIE. RO DAV MRV ZTERCEEL,

For hard and inductile material. When machining soft and ductile material ( such as
aluminum alloy and copper alloy ), please use “CHAMFERING DRILL’

A\ SBRICE. BECENE - S28NE0 FMIEENTOET,

DAV ) ELTGREERT 5158
FMEOERIC L ) EEENBRIEEZS | SR/ MIBFIIELL EA,
&0 T, BREEMLEERLESY EEA,
@AV b)) BENDEIT, BREZTS1EE
NV MRESHNRET 510, RRESHILEENLEEYET,
HREBRVEDE (T,

A\

(D When using the chamfer for standard cutting:
Friction against the tool will not generate any dust or particles that are dangerous to machine
operators. Therefore, measures to prevent health impairment are not necessary.

(@ When altering or regrinding the chamfer itself:
Cobalt dust will be generated, and measures to prevent health impairment are necessary. Please
contact NTTOOL for details.

These products contain cobalt, which is a specified chemical
substance classified as a Class 2 harmful substance.

L d
Type2
D1 ¢
B Si=—=t
'
&
g
L

R/NVFIVE RAMEEYE
Min pilot hole dia. Max chamfering dia.
0010 00007890 07 -ST8 -90° 90° 1.5 7 1 - - - - 55
0010 00015890 15 -ST8 -90° 90° 15 2 16 — 54 47 65
0010 00251090 25 -ST10 -90° 90° 25 2 10 26 3 65 58 80
0010 00351290 35 -ST12 -90° 90° 1 35 2 12 36 10 74 67 90
0010 00451290 45 -ST12 -90° 90° 16 45 2 12 46 15 76 68 95
T3E 4 Ordering Example
15 - ST 8 - 90°
HE Y mKE VAPVAL IS S) !
Max. chamfering dia. Shanksize ~ Angle

AL—bov2y

Straight shank
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XY RUKRILY

Chamfering Holder
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BT \ T
AHO-A D1 9\0"- — D2
HSKAVEFIC |
HSK-T
< Lo
_uts L3 \/ L1
BRI
7§mﬁ W ~ )
o 2| ame "L
= ode amfering dia nsert No.
9 m-
2620 00251290 C25 -ST12 -90° 5~25 95 0.11 11,700
- 262000401290 €40 -ST12 -90° 20 ~ 40 40 12 95 60 8.4 024 15,800 No-208
: Z 2620 00501290 C50 -ST12 -90° 30~ 50 50 12 95 60 | 139 0.38 21,300
20 AR=TYIAFyTRERAY FURIVIERT Y T T,
i BRORO—T I A4 Fv FIIERATEELADTHIICTELTEN (&Y FOEA).
FyTRALYF-BAEREHABLTVNET,
Insert for chamfering cutter is specially designed and available only from NT. (1set=10pcs.)
Other commercialized products cannot be used.
Wrench and screw are included.
:5
57
7

Vi ) FyTRLVF
Accessories Wrench
AA=T79x4Fv 7 BHmad—F B
Indexable inserts Code Model

AES —fi%$h , #58% Steel, Castiron 2625 00000015 XF-15

$9149§ 42110 buniajwey)
N—c\VCTURHNZ

Emad— K Bz
] Code Model Bty
AN 1. . . 262400050410 | No.504 14,080 Clamp screw
D % z T
it 7IVZ « BEBEE Aluminum, Mild steel BwRa—Fk B
g g 3.97 Code Model
g ]~ 43 2625 00115672 CB1-3507

2624 00050510 = No.510 | 16,940

YIRS B =6 T3 Ordering Example
Recommended cutting conditions C25 - ST 12 - 90°

F—VEA Y RAE YEVIHAZ AR
600 |- el fpee Al Max. chamfering dia. Shanksize  Angle
iJEEESP. TESHELTS Abb—=bov2y

500 | 1eOICHEEES fﬁﬁ'l‘éb‘ Straight shank

@ I HIEICEEUS N EUS A,
s00l EdsE TV, GIElEE T ER TR,

L Use of coolant is recommendable

5 300k in order to improve tool life and ser-

(min-) face roughness.

200 -
100 |

1
10 20 30 40 50

IR (bmm) Hole diameter
R VTV 2 TOYHIZLIE
Fv FOBGYIEERE (40 ~ 100m/min) TTERATEL,
When using this insert with machining center,
please adjust cutting speed between 40 and 100m/min.

614 74




MIEEEHRERI S 7

Guide Line For Rotation Speed

NEW x> bU R
NEW CHAMFERING DRILL
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HSK-A/E/F/C
@ 545C HSK-T
® FC20 1000} MIAREXEEE 1 —
\ Hole diameter X min~ ST
@ SuJ2 9007 E é‘rﬁ% S
@ 5K3 800\ —= HYIMIEES P TEEGE LT3 ]
@ SKD11 , | Sue DIIHECEA TS,
B 7001\ 0 HYEICEEU P ELBHE.
® SUP6 , \ )& SKD11 ERE TR T,
a | SUP6_ T
?ﬂ _16007 \ Use of coolant is recommendable “z:%
min 500 N\ N in order to improve tool life and £3
v ] \\ \ serface roughness.
400 N
| A\
300 SAANAN 02
200 \\'\\ &%
100
| 2N
=5
#5 10 15 20 25 30 35 40 45 §‘?
IR E =Y
Hole diameter P
: x
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XY RUR)IY
CHAMFERING DRILL

moh <, Y DHBHEDNIA For soft and ductile material

O®7IVIZU L

Aluminum alloy = =
OHER 000 \ FNA=pLES ﬂille/;:fzel?ljﬁi&min"'
Alumindm alloy
Copper allo \ :
ad " *YHIERS P TAHGE LT 57
O IR NIRRT DICHIRE AT AL,
Rolled steel = \\ \ aToy 'Xﬂ]ﬁl]?ﬁ(ﬂf?')%bfﬁipéi%%\
& 2,000 \ /\ BlEEE T EERESHERT IV,
# [E3ESRR
min”' \\ Rolled steel Use of coolant is recommendable
DN in order to improve tool life and
/\\ serface roughness.
1,000
/ \\
~ —
k\\\\sﬂ F:::::ﬂ
"\-«-\
#5 10 15 20 25 30 35 40

MmIRFEF
Hole diameter

A74




