Chamfering Mill CPC
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- With its sharp cutting edge, smooth and fine cutting effect is assured.

+ Chamfering angles 30°, 45° and 60° and tip dias 5, 10, 20 and 35 mm are made available in series.
This performance responds well to chamfering process for various sizes.
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é Item code Stock fﬁé’s ) ¢Dc @ D1 L @ Ds ap 4s Shees Inserts rest':i?gﬁzgi)
z L |CPC05-30 @ | 1 30 5 | 21.9] 120 16 4.9 90 | Fig.1 |TPMT110204 26,930
@ |¥|cPc10-30 (@] 2 30 10 | 349 | 120 25 7.1 90 TPiiN1603: 35,600
% ; CPC20-30 @ | 2 30 20 | 545 | 160 32 9.9 | 120 | Fig.2 | TPMN220 45,600
Zé: 1 |CPC35-30 @ 3 30 35 | 69.5| 160 32 9.9 | 120 TPMN2204:; 53,860
== ?., CPC05-45 (@ | 1 45 5 | 186 | 120 16 7.0 90 | Fig.1 |[TPMT110204 26,930
>~ |CPC10-45 @ 2 45 10 | 31.0 | 120 25 | 101 90 TPiiIN1603: (i) | 35,600
ZcpPc20-45 (@] 2 45 20 | 48.8 | 160 32 | 14.0 | 120 | Fig.2 | TPMN220 ) | 45,600
« |CPC35-45 (@ | 3 45 35 | 63.2 | 160 32 | 140 | 120 TPMN2204::: (H1) | 53,860
= |CPC05-60 (@ | 1 60 5 | 144 | 120 16 8.5 90 | Fig.1 | TPMT110204 26,930
5 |CPC10-60 @ | 1 60 10 | 241 | 120 25 | 121 90 TP{iN1603: i) 35,600
g’ CPC20-60 @ | 2 60 20 | 39.8 | 160 32 | 17.1 | 120 | Fig.2 | TPMN220 ) | 45,600
CPC35-60 | @ | 3 60 35 | 55.0 | 160 32 | 171 | 120 TPMN2204::: (31 | 563,860
CPCLO05-30 1 30 5 | 21.9 | 160 16 4.9 | 130 | Fig.1 | TPMT110204 —
o | CPCL10-30 2 30 10 | 349 | 180 25 7.1 | 150 TP{EIN1603: s (i —
~/ | CPCL20-30 2 30 20 | 54.5 | 220 32 9.9 | 180 | Fig.2 | TPMN220 —
g CPCL35-30 3 30 35 | 69.5 | 220 32 9.9 | 180 TPMN2204 3 (3 —
¥ |CPCL05-45 | @ | 1 45 5 | 186 | 160 16 7.0 | 130 | Fig.1 | TPMT110204 29,580
z CPCL10-45 @ | 2 45 10 | 31.0 | 180 25 | 101 | 150 TP{iN1603: )| 39,070
CPCL20-45 @ | 2 45 20 | 48.8 | 220 32 | 14.0 | 180 | Fig.2 | TPMN220 )| 50,290
€ |CPCL35-45 @ | 3 45 35 | 63.2 | 220 32 | 140 | 180 TPMN2204: 59,270
% | CPCL05-60 1 60 5 | 144 | 160 16 8.5 | 130 | Fig.1 | TPMT110204 —
g CPCL10-60 1 60 10 | 241 | 180 25 | 121 | 150 TPIIN1603 0 (£ —
CPCL20-60 2 60 20 | 39.8 | 220 32 | 17.1 | 180 | Fig.2 —
CPCL35-60 3 60 35 | 55.0 | 220 32 | 171 | 180 —
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Parts Clamp screw Cramp piece set Screw driver / Wrench
I
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Cutter body (N-m) |rupsested, (Susgested | < p 8 fo Shape | Suggested
CPC(L)05-60 250-141 1.1 | 720
CPC(L)05-30,45 251141 1.1 | 720 104-T8 A 11,500
CPC(L)10-30,45,60 S — — CM5-141 1,690 105-T20 B 1,760
CPC(L)20-30,45,60 e — —
CPC(L)35-30.45.60 — — CM6-147 1,690 101-T25L C 1,200
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[Note] The clamp screw is a consumable part. Since replacement life depends on the use environment, it is recommended that it be replaced at an early stage.
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i Carbon steels [~ [~
SUSE SUS, etc. [ | M - —ARETH) - SR
FC-FCD Cast irons M [ | [ | l(:;i?;erg;:wtrt:;%ded
PIWEZULEE Aluminum alloys H
gt e INT=F45CT=7 44| BX | Gty EBIE Cartide| “T7% F2/\FAERE()
R . S |AJ Coating| C Coating T camet| P | K | S29 2 Suggested retail price(¥)
Ammad—k ISOfZ& iSceing (mm) | FZAK
Iltem code ISO (metric) Tolrence 8 g g g g 2 o Shape GAﬁJ—C GXQ thresl
class S| T S|8 alalBlygl2 re ~ g—é{x J EX35 _
g S|5|5|3|8|5| 5|2 sign | wHio | B
TPMT831 TPMT110204 M & ® ® o o | 04 Fig1 750 580 8
TPP322 TPGN160308 G o 0.8 — 1,410 @
TPMN321 TPMN160304 ®| e o 04 — 740 é
TPMN322 TPMN160308 o ® ® o o | 08 Fig-2 940 740
TPMN322Y | TPMN160308Y |M%| @ | @ ° 0.8 | — | o
TPMN321TN TPMN160304TN o 0.4 — 740 >
TPMN322TN | TPMN160308TN o0 0.8 — 740 | S
TPMN431 TPMN220404 ® o 0.4 — 1,250 =3
TPMN432 TPMN220408 [ J ® e o o 08 1,620 1,250 @
TPMN432Y TPMN220408Y ( BK (B 0.8 1,620 —
TPMN433 TPMN220412 M & ° @ @@ 1.2 |Fig-3| 1620 | 1,250
TPMN431TN TPMN220404TN o 0.4 — 1,250
TPMN432TN TPMN220408TN ® o 0.8 — 1,250
TPMN433TN TPMN220412TN o 1.2 — 1,250
[EE] TN FBERERAR—2T. BHERR—=0 [Note] TN types have angled negative honing. Unmarked types have round honing.
GX2140I%BERXYvF /Y —ICRIBULFETADTTIEFELEETL), Please note that the GX2140 does not cause a reaction in conductive touch sensors.

O *?%L%tﬂ ﬁ“%ﬁ:i Recommended cutting conditions

KRR E—HIBMTET I . Red indicates primary recommended grade.

A #esgEhifE | YIHRE |—F=b0ib CPC05-45 CPC10-45 CPC20-45 CPC35-45
) Recommended| m/min mm /t = SArS = oS = Ty - T
—hE SR GX2140 | 200 ~ 0.15 3,760 750 2,260 900 1,440 580 1,100 660
Mild steels JP4120 : 0.3
(200HB LI ) CH550 240 | ~0. ve=220m/min f;=0.2mm/t
peRil SRl | Gx2140 ~ 3,080 620| 1,850 740 1,170 470 900 540
150 0.15
Carbon steels JP4120 .
Alloy steels 200 ~0.3 _ . _
(30HRC ) CH550 ve=180m/min fz=0.2mm/t
R S2H | Jp4120 | 100~ | o1 2050  310] 1230 370| 780 230 600 270
Carbon steels HC844 .
Alloy steels 140 ~0.2 _ . _
(30 ~ 40HRC) EX35 ve=120m/min f=0.15mm/t
27VZB | ugrgo| 180~ | 0.5 3760 750 2260 90| 1440 580| 1100 660
sus HC844 240 | ~0.25 ve=220m/min  fz=0.2mm/t
% % CY100H | 15— | 015 2910  580| 1750 700 1110 440| 850 510
Cast irons
FC, FCD ‘(J.;F),(42‘!|24% 200 | ~03 Ve=170m/min f=0.2mm/t
- 300~ | o1 5990 900 3590 1080 2280 680 1,750 790
= WH10 :
Aluminium alloys 400 | ~02 ve=350m/min  f,=0.15mmit
[}j{%ﬂ [Note] \1 Use the appropriate coolant for the work material and machining shape.
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