2 Flutes 90°Chamfering Cutters
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L « Endmills for various work materials, hardened steels(HRc~50),
‘ L pre-hardened steels, tool steels and cast irons

Good wear resistance by Si-based PVD coating.
Applied helix 2flutes design for better performance in corner chamfering.
Minimize fracturing at high feed by high TRS fine WC grade.
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2CHA 008900011 3
2CHA 008900016 4
2CHA 010900 025 1 90 2.5 60 6
2CHA 010900 035 1 90° 35 70 | 8
2CHA 010900 045 1 90° 45 80 10
2CHA 010900 055 1 90° 55 90 12

3 Flutes 90°Chamfering Cutters

Py y
35 90°5HZ| FHE]

HRc500[3}0] IHEZ, T2|51E%, 272, 38 5 DA 713
Me|27] 28 (Si) H215t0f Loha 0| S43Lct.

A Efol 38 A2510] DA T 7HBA| 2A20| £O
TjAe] 257} gk

I

ns o 0| =2 0| XFE S S AHEH, 10|15 AYA| A=LO| ohEF 2[AS}
3 StASLICE
L « Endmills for various work materials, hardened steels (HRc ~50),

pre-hardened steels, tool steels and cast irons

Good wear resistance by Si-based PVD coating.

Applied helix 2flutes design for better performance in corner chamfering.
Minimize fracturing at high feed by high TRS fine WC grade.
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I!gl’g‘ 30 DATA D Size D Tolerance
Helix Angle 20.8~2 +0 ~ -0.02mm
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3CHA 008900011 3
3CHA 008 900016 4
3CHA 010900 025 1 90 2.5 6O 6
3CHA 010900 035 1 90° 35 65 8
3CHA 020 900 040 2 90° 40 75 10
3CHA 020 900 050 2 90° 50 80 12
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| ISTE/25TE/4STE

« RPM : rev./min « Feed : mm/min

| ARy QUHETLZIE [ FHARZE Mild steels / Free cutting steel T2E%[EAZ 35 ?(t;rrl;;ué;aslts,ﬁsﬁl: / Carbon Steels 2172 [ 2L Tool steels / Mold steels
Material HP/SM SS/SC/FC SCM/HPM
ZE Hardness -200HB ~30HRc 30~ 40HRc
QA outside Diameter RPM FEED RPM FEED RPM FEED
22 5,500 85 4,000 75 3,000 50
23 4,000 70 3,000 55 2,000 40
24 3,000 60 2,500 45 1,800 35
25 2,500 50 2,000 40 1,500 30
26 2,000 45 1,600 35 1,200 25
a7 1,800 40 1,300 30 1,150 25
28 1,500 35 1,250 30 900 23
29 1,350 35 1,100 30 850 20
210 1,200 35 900 25 800 20
211 1,100 35 850 25 750 20
212 1,000 30 800 25 600 15
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| 2CHA/3CHA Cutting Condition

The parameters on the table is based on 2 flutes. To change the number of flutes, refer to the same diameter of other parameters and then adjust it.
For engrave machining, check the edge of the flutes.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

+ RPM : rev./min « Feed : mm/min

oA UIRZZ M Mildsteels Freecuttingsteel  FRBZ[EHAZH[BIRH Jucturastoas/ Carbon Steels B72 | 387 Tool steels / Mold steels
Material HP/SM S5/SC/FC SCM/HPM
4K Hardness ~200HB ~30HRc 30~ 40HRc
9| outside Diameter RPM FEED RPM FEED RPM FEED
23 4,200 70 3,000 55 2,500 40
24 3,000 60 2,500 45 1,800 35
26 2,000 40 1,500 35 1,200 25
28 1,500 35 1,200 30 900 25
210 1,200 35 1,000 25 900 20
212 1,000 30 850 25 600 20

oy

Ap:0.1d -
Ap : Axial Depth
Depth of Cut SHIHAZI0] (mm)

Ap

H7| ZU2 2L 7|Z0|H 2 50| HPA| Z2 21Z0f| H|3|5t0] 2|49} 0| S5 =S UP/DOWN AIFFHA|L.

A7| BAZAS M7 2200|102 4 JKBN 713 B4, 7 B, HE 7|0 w2t 224 2% Bk

HOEZ E2 &84 AMQ E= Y FARE FHSLICL

The parameters on the table is based on 2 flutes. To change the number of flutes, refer to the same diameter of other parameters and then adjust it.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
Air blow, water-soluble oil, or oil mist is recommended.
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