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Please read these instructions before use and keep them where https://big-daishowa.com/manual_index.oh
the operator may refer to them whenever necessary. ps://big i - -Php

B3 TR&EE Effective Chamfering Diameter
TNOEEY #7356, BXOMERZ RO S X CFERLTLI T,

Please confirm the chamfering diameter is suitable before operation.
@K 5l For example
ST32-C3050C-60

EEWAE : 60° Chamfering Angle : 60°
(45° DIHFE . DB FZEETT . Concerning 45°model, This part is blank.)

29 X)L— Center through
BAEEZE : $50mm  Max. Chamfering Dia. : 650mm
BIVRIUE - ¢30mm  Min. Bore : 30mm
ARU—brYv TP A4 $p32mm  Cylindrical Shank Dia. : 32mm

r A:‘;i%f (07 U 1 (0] e S ———

: - RAREE Y ZUEOEEUNIETERE A + Do not use for diameters larger than the max. :
1 BI\TNTTEMTOTRICEHETERWVZIZTEE A, Do not use for hole sizes less than the min. 1
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4 VY — DY F375% Mounting Indexable Inserts

1A=ty MICA VT — NERICI P ZIREM T, EYERIBRVTEETL,
Before the insert is attached, blow compressed air on the surface of the insert seating to remove chips,
dust, oil and etc.

24— hOBAECAEED IRECTEBILRVTIIZEL, @
Wipe the back and side surfaces of the insert thoroughly with a waste. <
3AVH—ZELEANSEIETIULBH S, A VT — NERICEW 17,
HEO2BOT 5> TR0 1 AT TS, O O ©
Attach the insert on the insert seating surface while pushing lightly, and \
tighten the two clamping screws evenly together. \

44 VY— SERICEENRVNTER LT EE L,
Ensure that there is no gap on the seating surface before use.

r A:‘;‘I% (o o] N S ———

c FRIIZITEFOMITLES &4 VT — MNFE LD RBNA B U ET,
CABEIFHEDT SV PRI A UAEER LBV TS,

1
1
1
I  Ifone screw only is tightened the insert may move off its seating.
I - Do not use any clamping screws other than the original.
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HEREDHISR(HER Recommeded cutting conditions

FE | BAERE _ = _.
gl o EENERR i ik PIVEZUL | AT VUM
Cuﬁtt;?a:oigel @&E&E Cheli\:lnﬁ‘)e(l"ing Chamfering General Steels | Cast Iron Aluminum | Stainless Steel
min® | “Amounts”|  Mode Iy Ty T T T e [
C0525C 7 000 o2 7% Plunge | 50 | 0.1 40 | 0.1 80 | 0.1 30 | 0.08
' BIE Side 80 | 015 | 50 | 0.15| 100 | 0.15 | 60 | 0.1
€1040C 5000 c3 % Punge | 90 | 015 | 60 | 015 | 100 | 02 | 40 | 0.12
C1434C-60 | y
C1652C-30 | 4,000 €3MM | mE side | 120 | 0.3 90 | 0.3 | 150 | 0.3 | 60 |02
C3060C C4
C30500.60 | 3.000 7% Plunge | 120 | 0.3 90 | 025 | 150 | 0.3 | 60 | 0.18
C4565C-60 4mm

g )
C5085C-30 | 2,500 Al Side 150 | 0.45 | 120 | 0.6 200 | 0.6 60 | 0.3

¢ Plunge | 150 | 0.4 120 | 0.35 | 180 | 0.4 80 | 0.25

©50100C | 2,000 ca i
& Side 150 | 0.45 | 120 | 0.6 240 | 0.6 60 | 0.36
1H—h A=F4>7 /) J>A=T127 A=F4>7
Insert Coated / Non-Coated Coated
Ve YJEIEE (m/min) Vc: cutting speed(m/min)
f:1@ERHEYDEVE (mm/rev) f: feed per revolution(mm/rev)

YEIEEE DT A v — N A—TF T * The cutting condition of a coated insert is the
CHETT, I—FA Y IA VY —NEFEHTBHET same as that of non-coated one. A coated insert
&fj\ﬁb\ﬂﬂiﬁfzﬁﬁﬂﬁﬁ?aé"t?ﬁ"@*%‘g“ ) can achieve better surface finish in longer time.
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- o . _ *Max. chamfer for 30°and 60°models shown
#30°, 60 DEAHNEFERORIDDRIZRLET . above indicates the long side dimension.
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- BAENERBZ DESIFHIEEEZELLTLEEL,  * In cases where the max. chamfering amounts are I

S THEVNES D, ASHERY (CEIT exceeded then the cutting speed should be reduced. 1
W PEYD T &7 "C <IEEL, . Please use a step feeding techniqpe where swarf

AT —REEOBEEDR 5. TSI B is long or large chamfers are required.
EHEHLET. 220, ﬁlﬂﬂdi@@**f@’\?tﬂ * To extend insert life please use coolant. If an oil
MR R EE DB S BIE, B WBSLIE D= sHEE] base lubricant is used then apply surfacespeeds
EE30m/min L\/L—F‘—Cﬂﬁﬁﬁ\ LT <0, of less than 30m/min in order to reduce smoke

 SEEERELL LB LN T S, and lessen the risk of ignition.

. D—JRIMERRILIHRVEERE.

= v N Y N + Cutting data may have to be reduced where there 1|
= 22
LR VIHRAES L THEN B F T, is a lack of rigidity in the machine or workpiece. |

Fy S 4 ~5— R8I  Insert Model A Y= MFTERMTCIRFELE T,
Cuttor Model [/73=7177]2Xa=74>7[DICa=574¥7| - A VU—MOBEAU LY METIVET,
Non-Coated | ZX Coated | DLC Coated BIF D% I(C-10PZAF T TEX L IEET L,

+ Do not use at speeds above the max. min'.

C0525C CW1206A |CW1206A(ZX) | CW1206ADLC)|  CEIXHI) CW1206A-10P

C1040C ¥DLCO—F « VAIF10EE Y MEITVEE A,
C3060C CW1909A [CW1909A(ZX) | CW1909A(DLC) | - Indexable inserts are available in units of 1 pce.
30°+ 60°% * Inserts are also available in packets of 10

C50100C CW3115A |CW3115A(ZX) | CW3115A(DLC) |  PCs., except for the DLC coated models.
When ordering, please add “-10P” at the end of
each model number. Example: CW1206A-10P
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