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Model number Tip diameter Tiplength  |Recess diameter| Recess length |Effective bladelength|  \perof  |Shank diameter | Overall length Applicable
D1 L1 D2 L2 H flutes DS L range
@® |BCM45-1.05-0.35-3.5 1.05 1.05 0.35 3.5 0.3 3 3 50 M1.4
-1.2-0.45-3. 3.5
@|BCM45-1.2-0.45-3.5 1.2 1.2 0.45 0.325 3 3 50 M1.6~M1.7
®BCM45-1.2-0.45-5 5
@ |BCM45-1.3-0.5-3.5 3.5
®|BCM45-1.3-0.5-5 1.3 1.3 0.5 5 0.35 3 3 50 M1.7 ~ M2.
®BCM45-1.8-0.8-5 1.8 1.8 0.8 5 0.45 3 3 50 M2.3 ~M2.6
@|BCM45-2.4-1.0-10 2.4 2.4 1 10 0.65 3 3 50 M3. ~M4.
BCM45-4.0-2.0-15 4 4 2 15 0.95 3 4 50 M5. ~ M6.
@ [WCM45-5.0-2.8-20 5 5 2.8 20 1.05 | 3(staggered blades) 6 60 M7. ~
I ©|WCM45-8.0-4.8-25 8 8 4.8 25 1.55 3 (Staggered blades) 8 70 M10. ~
R R A M T i I I
Reco ended g conditio
Cdtgin‘g = Nurﬁber()f Feed rate Feeding
Model b speed revolutions speed Cut direction
odel number (mp/min) (\r;i:/\l-ﬂ (mm/blade) (mr?m/min) I
BCM45-1.05-0.35- 3.5 10 54200 0.010 F130 | Downward | ?\ ‘ ‘1\
HHHe 1 il BCM45-1.2-0.45-3.5/5 20 S7700 0.010 F231 Downward | ‘} ‘ |
“ | ‘ 3 | H BCM45-13-05 -35/5 20 57000 0.015 F315 Downward ‘(M At
i . | Bcm45-18-08- 5 30 | 57300 | 0015 | F329 | Downward |
‘ ‘ (H [ BCM45-24-10- 10 40 | s7500 | 0.015 | F338 | Downward
‘ il | BCM45-40-20- 15 15~ 35 ~0.02 Downward
1 f WCM45-50 - 28 - 20 15~35 ~0.02 Downward
WCM45-80-48 - 25 15~ 35 ~0.02 Downward

Tip diameter Tip length  |Recess diameter| Recess length |Effective bladelength|  Number of | Shank diameter| Overall length
Model number flutes

D1 L1 D2 L2 H DS L
®| TITAN-BCM45-1.3-0.8-3.5 3.5

1. 1. ! .2
@| TITAN-BCM45-1.3-0.8-5 3 3 08 5 0 3 3 60
®| TITAN-BCM45-2.3-1.2-4 23 23 12 4 05 3 3 60
@| TITAN-BCM45-2.3-1.2-6 6
®| TITAN-WCM45-3.8-2.0-5 38 53 > 5 0.85 3 4 60
®| TITAN-WCM45-3.8-2.0-10 10 (g EL)
@| TITAN-WCM45-5.0-2.8-10 10 3
TITAN-WCM45-5.0-2.8-15 5 4 2.8 15 1.05 (Staggered bldes) 6 60
®| TITAN-WCM45-5.0-2.8-20 20
©| TITAN-WCM45-8.0-4.8-15 15 3 60
@] TITAN-WCM45-8.0-4.8-20 8 6 48 20 GG P 8 70
@| TITAN-WCM45-8.0-4.8-25 25

Recommended cutting conditions

Cutrg | b | Feede | Fisdng |

Model number . . mm/blade, . ut direction

e o | o | ok | (TN |
| TITAN-BCM45-1.3-0.8-3.5/5 | 5/10 |SI500/53000 | 0.030 |F135/F270 | Downward f Il |
‘}m TITAN-BCM45-2.3-1.2-4/6 | 10/15 |51800/52700 | 0.030 | F162/F243 | Downward [ ‘i
- | TITAN-WCM45-3.8-2.0-5/10 15 S1600 | 0.020 | F100 |Downwad |
| TITAN-WCM45-5.0-2.8-10/15/20 15 51200 | 0.020 F72_ | Downward [ EEEE |
| TITAN-WCM45-8.0-4.8-15/20/25 15 5750 | 0.020 FA5 | Downward | \ }

I i | I |



Magnification of A

02 % w2
)>
H

¢ D1 % 02

i ’

N A Y

0.05) |

L2o L gs/ K = Cutting Edge

L S

Carbide C Chamfering Cutter for Stainless Steel SUS-BCM/WCM J'”J‘-l[”

Model b Tip diameter Tiplength  |Recess diameter| Recess length |Effectivebladelength| Nymper of |Shank diameter | Overall length
odel number DI L1 D2 L2 H flutes DS L
@®|] SUS-BCM45-1.3-0.8-3.5 3.5
1. 1. ! .2
@| SUS-BCM45-1.3-0.8-5 3 3 08 5 2 : . 2y
®| SUS-BCM45-2.3-1.2-6 6
@| SUS-BCM45-2.3-1.2-8 2.3 23 1.2 8 0.5 3 3 50
®| SUS-BCM45-2.3-1.2-10 10
®| SUS-BCM45-3.8-2.0-8 8
@| SUS-BCM45-3.8-2.0-10 3.8 3.8 2 10 0.85 3 4 50
SUS-BCM45-3.8-2.0-15 15
®] SUS-WCM45-5.0-2.8-10 10 3 50
SUS-WCM45-5.0-2.8-15 5 5 2.8 15 1.05 6 60
@] SUS-WCM45-5.0-2.8-20 20 Fraggeredlades
@| SUS-WCM45-8.0-4.8-15 15 3 60
®| SUS-WCM45-8.0-4.8-20 8 8 4.8 20 1.55 8
@] SUS-WCM45-8.0-4.8-25 25 (tagerd bisds) e
Recommended cutting conditions
Cutting Number of Feed rate Feeding
Model number speed | revolutions | plade) | SPeed |t irection
(m/min) (minA-1) (mm/min)
front/back | front/back front/back front/back

SUS-BCM45-1.3-0.8-3.5/5 5/10 [S1500/53000| 0.015 |F70/F135 | Downward
SUS-BCM45-2.3-1.2-6/8/10 10/15 [51800/52700| 0.015 |F80/F125 | Downward
SUS-BCM45-3.8-2.0-8/10/15 10/20 |S1100/52200| 0.015 |F50/F100 | Downward
SUS-WCM45-5.0-2.8-10/15/20 20 51600 0.015 F75 Downward
SUS-WCM45-8.0-4.8-15/20/25 20 S1000 0.015 F45 Downward

Carbide C Chamfering Cutter for General Steel STEEL-BCM/WCM flz’ﬂ-[[”

del b Tip diameter Tiplength  [Recess diameter| Recess length |Effectivebladelength|  Numberof |Shank diameter | Overall length
Model number D1 L1 D2 L2 H flutes DS L
® STEEL-BCM45-1.3-0.8-3.5 3.5
@ STEEL-BCM45-1.3-0.8-5 e E o 5 0z : E =)
©) STEEL-BCM45-2.3-1.2-4 4
@ STEEL-BCM45-2.3-1.2-6 23 23 12 6 05 3 3 60
® STEEL-WCM45-3.8-2.0-5 5 3
® STEEL-WCM45-3.8-2.0-10 28 A 2 10 GEs gt 4 =Y
@ STEEL-WCM45-5.0-2.8-10 10 3
STEEL-WCM45-5.0-2.8-15 5 5 2.8 15 1.05 (Staggered blades) 6 60
©) STEEL-WCMA45-5.0-2.8-20 20
© STEEL-WCM45-8.0-4.8-15 15 3 60
@ STEEL-WCM45-8.0-4.8-20 8 8 4.8 20 1.55 (Staggered blades) 8 70
® STEEL-WCMA45-8.0-4.8-25 25
Recommended cutting conditions
Cutting | Numberof | Feedrate Fseeg;r;g
Model number speed revolutions | (mm/blade) (mr':\/min) Cut direction
(m/min) (minA-1) front/back

front/back
STEEL-BCM45-1.3-0.8-3.5/5| 7.5 | S2170 |003/005 |F195/F326 | Downward
STEEL-BCM45-2.3-1.2-4/6| 15 52700 | 0.03/0.05 | F243/F405 | Downward
STEEL-WCM45-3.8-2.0-5/10| 15 S1600 | 0.100 F480 | Downward
STEEL-WCM45-5.0-2.8-10/15/20 30 52417 0.050 F363 Downward
STEEL-WCMA45-8.0-4.8-15/20/25 30 51480 0.050 F222 Downward




