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HEEE Notes 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.
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» For soft and ductile material. Not suitable for machining hardened steel or tempered steel.
* When machining hard and inductile material, please use “NEW CHAMFERING DRILL".
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Code Model Angle Min p|Iot holedia. | Maxchamfering dia. h7
0030 00004490 -ST4 -90° 1
0030 00006690 06 -ST6 -90° 90 ° 8 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
0030 00014890 14 -ST8 -90° 90 ° 6 14 2 8 15 50 46 70
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
0030 00281290 28 -ST12 -90° 90 ° 12 28 2 12 30 70 66 120
&N Ordering Example T EEREE RS ST Guide Line For Rotation Speed
14 - ST 8 90°
Y ARL—F Yvvy bs)= "t =
=RAE vy AR 3,000 \ T LEd ﬂuil:lsféx?&g . -
Max. Straight ~ Shank Angle == ole diameter X min
chamfering  shank size \ Alumingm alloy
dia. W xYHIEHI>TEHEGE LT3
N DISRHECEA T,
=] \\ \ ~Copperjalioy xﬂ]%”ﬁktt\:')%b‘ibéizé\
& 2,000 N\ EEREE T T IEREZFERT IV,
g2t \ ISR .
min-' \ Rolled steel Use of coolant is recommendable
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These products contain cobalt, which is a specified chemical
?ﬁﬁﬁj A substaﬁce classified as a Class 2 harmful substance. 'f‘ $‘
»SAgciwcn':Tlfoﬁndg (® When using the chamfer for standard cutting: D |a A = = = -— d
YL Friction against the tool will not generate any dust or particles that are f *‘
Futyy dangerous to machine operators. Therefore, measures to prevent health )
foolPresetier impairment are not necessary. ?
Jva (@ When altering or regrinding the chamfer itself: b
XZhY Cobalt dust will be generated, and measures to prevent health impairment are L
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necessary. Please contact NT TOOL for details.

A& Applications

ERE R
Rolled steel
plate

A7TVLA

Stainless e

carbide
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Quartz glass
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» 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".
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Code Model Angle Min p||ot hole dia. Max chamfenng dia. h7
0010 00007890 -ST8 -90°
0010 00015890 -ST8 -90° 2 =
0010 00251090 25 -ST10 -90° 90 ‘ 25 2 10 26 3 65 58 80
0010 00351290 35 -ST12 -90° 90° 35 2 12 36 10 74 67 90
0010 00451290 45 -ST12 -90° 90° 16 45 2 12 46 15 76 68 95
T3EXHI Ordering Example T EEREE RS> Guide Line For Rotation Speed
15 - ST 8 - 90°
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Chamfering dia Insert No.

2620 00251290 | C25 -ST12 -90° 5~25 25 12 95 60 1.6 0.11
2620 00401290 | C40 -ST12 -90° 20 ~ 40 40 12 95 60 8.4 024 | N2
2620 00501290 | C50 -ST12 -90° 30 ~50 50 12 95 60 13.9 0.38
CESHI Ordering Example o AO—T7YITAFv T IER AV FIRIVEERF v T TY,
« MROAO—7 VA F VT IIERTEFHADTLHAICTIELEEL (1Y MOEA),
C25 - ST 12 - 90° - FYTALYF BT RHRLTVET.,
FHERY ZhL—F Sy I « Insert for chamfering cutter is specially designed and available only from NT. (1set=10pcs.)
2K vy HAR » Other commercialized products cannot be used.
Max. Straight  Shank Angle » Wrench and screw are included.
chargfering shank size
ia.
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» Not suitable for machining hardened steel or tempered steel.

tIHIsREB 24 Recommended cutting conditions Fv AL ~F Wrench Bt/ Clamp screw
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600 For drilling machine Code Model Code Model
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& Use of coolant is recommendable

% 300 in order to improve tool life and ser-
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(40~ 100m/min) TTEEALIEELY,

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