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Tungsten Carbide Chamfering Cutter
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Released for chamfering of precise parts and deep cutting by small diameter MG &
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With a bottom blade, it can be used for V-groove processing Twist Angle Point Angle
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Cutting speed and feed rate can be improved by using a 3-flute cutter
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General Structural | Caebon Steel Alloy Steel Pre-Haeden Steel Cast Iron Aluminum Alloy
Steel Tool Steel =
ololJololo]o & é ‘
OUJHIRMRITP236. 237ICECE B & mm]
@Cutting conditions are recommended on page 236, 237. Unit [size :mm]
m & HED (BHRL| £RL | WEJ |KWE m & FHED [BRL| &KL | WEJ | KM
Code No. Flute Diameter | Effective Length | Total Length | Shank Diameter | Edgefat Dimete Code No. Fiute Diameter | Efectve Length | Total Length | Shank Diameter | Edgefat Damete

KMC-39005015 | 0.5 1.5 40 4 0.1

KMC-39005050 | 0.5 5 40 4 0.1

KMC-39008020 [ 0.8 2 40 4 0.1

KMC-39008060 | 0.8 6 40 4 0.1

KMC-39010030 | 1 3 45 4 0.1

KMC-39010080 | 1 8 45 4 0.1

KMC-39010100 | 1 10 45 4 0.1

KMC-39010150 | 1 15 60 4 0.1

KMC-39010200 [ 1 20 60 4 0.1

KMC-39015040 [ 1.5 4 45 4 0.15

KMC-39015100 | 1.5 10 45 4 0.15

KMC-39015150 [ 1.5 15 60 4 0.15

KMC-39015200 [ 1.5 20 60 4 0.15

KMC-39020050 | 2 5 45 4 0.2

KMC-39020100 | 2 10 45 4 0.2

KMC-39020150 | 2 15 60 4 0.2

KMC-39020200 | 2 20 60 4 0.2

KMC-39030060 | 3 6 45 4 0.2

KMC-39030120 | 3 12 50 4 0.2

KMC-39030200 | 3 20 60 4 0.2

KMC-39030300 | 3 30 70 4 0.2

KMC-39030400 | 3 40 80 4 0.2

KMC-39040070 | 4 — 70 4 0.3

KMC-39060080 [ 6 — 80 6 0.3
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Referential Cutting Conditions

OTIALNI—T 4T TDKMCA-3IE FEE&HFD20%~30% 77y TH RN LE T,
KMCA-3 with TiA £ N coating shall be recommended to increase 20%~30% on the following conditions

Workiece Carbon Steel-General Structural Steel Alloy Steel-Tool Steel
B $5+555C SCM-SKT+SKS+SKD
NIf&EE [EHY Y ViEMT t2—E= MHE Y ViET t2—€=
E Kinds of Processing Chamfer Cutting V groove Cutting Center Cutting Chamfer Cutting V groove Cutting Center Cutting
b A & YIHBREE [3XY) R E | LTRRME 350 5RE | YIHIRE |V 1R E | TIHLREE |3XY) R E | LIRRE (R RE IHIRE %) RE
Al Flute Diameter (uttngSpeed | Feed | CutingSpeed | Feed | CuttingSpeed | Feed | CuttingSpeed | Feed | CuttingSpeed | Feed | CuttingSpeed | Feed
/“)_l‘/ mm m/min | mm/rev [ m/min [ mm/rev [ m/min [ mm/rev [ m/min | mm/rev | m/min | mm/rev | m/min | mm/rev
| N N 0.003 - 0,003 - 0015 " 0.004 - 0.002 - 0.006
0.5~0.9 15~30 ~03 10~25 ~003 8~15 ~004 10~18 ~03 8~15 ~0005 8~15 ~0
0015 0015 003 0.01 0.003 0012
1 2 18~30 ~004 15~25 ~004 15~25 ~006 12~25 ~003 10~20 ~0008 10~20 ~003
0015 0015 003 0.01 0.003 0.015
e 2 3 18~30 ~004 15~25 ~00 15~25 ~006 12~25 ~03 10~20 ~0008 10~20 0045
0.02 0.02 0035 001 0.003 0.02
4 20~35 ~005 18~30 ~005 18~30 ~007 15~30 ~0035 12~24 ~0008 12~24 ~005
0.02 0.02 0035 001 0.003 0.02
6 20~35 18~30 18~30 15~30 12~24 12~24
~0,05 ~0,05 ~0,07 ~0.035 ~0.008 ~0.05
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Referential Cutting Conditions

™ TIVEZ O LE® % #
W*&EIJ.M Aluminum AIIc'):y Cast Iron
IS ADC-AC FC-FCD
NItEE HEHY Y VBT t>2—E= HEY VBT t2—E=
Kinds of Processing Chamfer Cutting V groove Cutting Center Cutting Chamfer Cutting V groove Cutting Center Cutting
H & YRR |3 RE | TIHDRE 2R E | LIHIRES | 3X YR E | IRRE () R E | SIHIRE | X053 E | TR RE x4 RE
Flute Diameter (uttingSpeed | Feed | CutingSpeed | Feed | CuttingSpeed | Feed | CuttingSpeed | Feed | CuttingSpeed | Feed | CuttingSpeed | Feed
mm m/min | mm/rev [ m/min [ mm/rev [ m/min [ mm/rev [ m/min | mm/rev | m/min | mm/rev | m/min | mm/rev
0.01 0.001 003 001 001 0015
0.5~0.9 25~35 20~28 20~28 25~35 20~28 20~28
~003 ~003 ~0.1 ~003 ~003 ~0.05
003 0.03 0.06 003 003 0,045
1 ~2 45~95 40~80 40~80 35~55 30~45 30~45
~0.06 ~0.06 ~0.12 ~0.06 ~0.06 ~0.09
003 003 0.08 003 003 0.09
2 ~ 45~9 40~ 40~ ~| 4 ~4
3 5~95 ~006 0~80 ~006 0~80 5 35~55 ~006 30~45 ~006 30~45 0
0.04 0.04 0.08 0.04 0.04 01
4 55~110 007 45~95 007 45~95 ~018 40~65 007 35~55 ~007 35~55 15
0.04 0.04 0.1 004 0.04 01
6 55~110 45~95 45~95 40~65 35~55 35~55
~0,07 ~0,07 ~0,18 ~0,07 ~0.07 ~0.15
fi = MIFRICK W UTHRRE, XY REEFELTTIEL,  -Adjust Revolution and Feed Speed at the same rate.
Remarks IEAEER L TTREL, -Use Cutting Oil.
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