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Chamfering Tool for Hardened Steels
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Allows numerically controlled (NC) automated centering and chamfering.
Long tool life even when machining hardened steel

DNZHC-ATH @‘r‘t %EE Features of DN2HC-ATH ’

01

- B BUVWEMERIRT Y/ =0T
HELimstIC ko= RIETE
ﬁ%ﬁJJkGDmﬁ{thd:Dtﬂﬂﬂitm &= LAY
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ATH coating provides long tool life, even with hardenad steel.
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A wide range of chamfering is required for molds and parts, which are often processed manually.
In addition, few chamfering tools are available for hardened steel.
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Using DN2HC allows NC automated machining, reducing manual processing time. Compatible with a wide range of
steel types ranging from soft steel to hardened steel; provides long tool life and quality processed surfaces.
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This is the point

Edge shape offers high defect resistance and outstanding cutting capabilities to suppress burr
generation and achieve automated and stable machining.
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Features Employs blunt-angled tip and thinning for optimized edge shape.

VI VIICEDBLGEEDRLY DN2HC-ATH fekEIDIE
) Good biting properties by thinning

Conventional chamfering tool
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Resistant to defects due to
the blunt-angled tip
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Optimized edge shapa for outstanding cutting capabiliies and hrgh defect resistance

EIHIZEME cutting conditions DNEHC'ATH fiﬂ;n:['] A Conventional A ﬁEEEn':'u B convertional 8

IE : DN2HCOB00-ATH
Tool  (pEXL15XLEB) —— R (W)
WHIH | TSAFUISEEMN (53HRC) W 000 e i

Waork material : Steel for plastic moids A
FEEE | fitAEMC (HSK-AB3)
Wachine ; Vertioal MG 2000 2000 A 20004
ve=30m/min n=1592min’ J
f=0.06mm/rev  v=35mm/min f
=S REBIETIHER HEREH 1000 - 1000 - i 1000

Coolant : Water base coolant [Extemaly
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Low torgue and thrust Tergue rising Wavsform disturbance caused by cefect
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Adapts ATH Coating

Features

OTHI—F I DEESMEBEEEXSICHE, SEEFATEN LOESES{b. BEs(kht  ®Hardness and oxidation resistance of TH coatings is further Improved.

TEECED=LR. (%EEM?D*ESBICW{I:L,&Si;%fjj‘yrﬁ*)‘vhj—s_-ar:ﬂb‘“@?) Enablles Iung_er life and higl'!er aflic_ienl when cutting high-hardness
materials, (Si nano composite coating with finer crystal particlas)
= EEME (SBHRCL ) OMEIN TICRIF /e E R LTS, .Exhil:';ré amazing ?erfarmanoe when cutting high-hardness materials
= = w = {58HRC or higher
ORSATEUTYNTOREM. @Long life for both dry cutting and wet cutting
_EEIE Top diameter @ 5MM

T8 ma : DNEHCOGQ0-ATH (6x215XLEG) #HEIET viorkmaterisl : SKD1 14824 (BOHRC)
B viaohine - 1BEEMC (HSK-AB3) Horizontal e

ve=30m/min »=1,592min' f=0.06mm/rev wv=395mm/min

D=3k coclant © AGBIEUIEIGE SBBETH water bace caolant (External)

tﬂﬁﬂ%ﬁ: Cutting conditions I-..-..—..I
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Canyentional B Conventional A
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Tonl ife extends beyond 576th hole PBamaged on 384ih hple Damaged on 384th hole Good surface wilhoul tears

ﬁ*lﬂl tﬂ:ﬂ (JTR*E‘:&( E%ﬁ Resistant to defects; provides long life compared to conventional tools.
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C chamfering pitch diameter
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' S ik Size (mm) Eﬁﬁiﬁjgﬁfg Usable length (mm) sl
?ﬁi]c;: Eﬁ B ﬁéﬁﬁﬁ SR fﬁg& R ok %ﬁ@ :-@Hﬁszxo% %TJ%% ‘Eﬁeﬁ)
| T | n | o | | e |, || cowmen | R

dia. dia. longth | length | Length Dia. s Fiernd | pitoh diameter
DN2HCO300-ATH @ 3 0.7 1.3 9 45 3 1.2 1.1 |2.758R 3% | 8,000
DN2HC0400-ATH | ® | 4 [ 095 | 1.7 | 12 | 50 | 4 | 1.6 | 15 |1 _[BZ 488 9,100
DN2HCO600-ATH | @ | 6 | 14 | 26 | 15 | 66 | 6 | 24 | 22 |15 8% 6%%| 11,500
DN2HCOB00-ATH | @ 8 1.9 3.4 20 74 8 3.2 3.0 |2 _BA 8F#E| 132800
DN2HC1000-ATH @® | 10 | 2.4 4.3 24 84 10 41 3.7 |25 @A10%E| 16,700
DN2HC1200-ATH | ® | 12 | 29 | 51 | 28 | 95 | 12 | 49 | 45 |3 _ @a12x%| 19,200
DN2HC1600-ATH | ® | 16 | 39 | 68 | 35 | 113 | 16 | 66 | 6.0 |4 @\alex#| 34700

OH | IEEEERTY. @ : Stocked ltems.

(o) ﬁﬁﬁ%i’ﬁl}ﬁiﬁ ﬁ Re-grinding compatibility range table

fard
ARk AR BEm) L A
Item Code Product Name Tool dia. Shape TK End
AEEfN TRAmROTE - R s —— -
Chamfering Tool for Hardened Stesls 3~16 - S=16

5':'.“" nBO) éfg%?j—zi Reference sizes of ool tip
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Use it for creating machining programs and defining tool shapes in CAM as needed.
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Tip flat diameter

ZRAMES

Correction for Z-depth

B : SeliihA

Flgure: Enlarged

i view

CEALIEEL.

ZZE & Reference size (mm)
Gl BiEDe | gwosyhg | ZRSMES
ltam Code Tool dia. Tip flat Correction for
diameter Z-depth
DN2HC0300-ATH 3 0.4 0.2
DN2HC0400-ATH 4 0.6 0.3
DN2HCO0600-ATH 6 0.8 0.4
 DN2HCO0800-ATH | 8 1.2 0.6
DN2HC1000-ATH = 10 1.4 0.7
' DN2HC1200-ATH | 12 1.8 0.9
DN2HC1600-ATH = 16 2.4 1.2
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Field data
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tTJiéﬂJ%{fF Cutting conditions

T8 ' DN2HC 1200-ATH (¢ 12x228%L95)
IEHIET vierk marsral ¢+ SKO 11482 (BOHRC)

a
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i Machine @ HEFEMC (HSK-AB3) verica vc
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Allows various types of hardened steel chamfaring
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B pilol hole = Chamiering.

OHRC) chamfering field data
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Certering — M8 threading

No. p?.;ﬁs :%;ET {wﬁn) (m{:-'J f tmn’bL:I'an) (rﬁrﬂ) (rfr?]) Holﬂ:ﬁ_ﬁm ﬁgn?a?n! h
o |5 (o8rea0io5xa10) | 10 | 400 o008, 20 | - | - | a0 |pmWet
o [mmamimeno | BACEON | w [m |4 e | - | - | o |28
b= @oeexios | 01 |00 | 8O0 | e | 1 | 1 | - | ABAL
B e @oxezexos) | 120 | %00 | 808 | e | 21 | - | - | AEAC
® [ten ey | [ g @ | - | - | v Ay,

O 75AFv/ &AM (53HRC) DEERY)+1a LIV hn T =4

—EBYCRAUROADOICIFEEROINIINHETT,
RUTUNTEICDN2HCE IRy DALY RSV EHETS
CET RUIIEEREESTLE<RCYDINTHARETT.
Generally, a tapped hole entrance requires chamfering.

Combination of DN2HC and Epoch D Thread Mill allows deformation-free
threading.
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D Thread Mill, threading

Sleel for plastic molds (53HRC)
chamfering/threading field data

f’]ﬁ“%# Cutiing conditions

‘E:fﬁ‘?U‘J'J" Centering

TE 101 : DN2ZHC1200-ATH (12x228X1L.85)

IR work material © TS AF o SR AE (B3HRC) steelfor plastic malds
R Mactine © BEEMC (HSK-FB3) verioal Mo

ve=30m/min #=B00min' f=0.06mm/rev w=48mm/min
I—S2/ cootamt : *ﬁ'&ﬂ}ﬁ”‘;ﬁ SHEHEIH Water bazs coolant (External)

50 »MBRUTIDINT

Centering — MB8 threading

AL—2A7
RUHEDHHTTEE

Allows smoath
thread fastening.

RULLDOZERZFL

No thread deformation

TRYIDALYRZIVDEFE  Features of Epoch D Thread Mil
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+ This single toal can perform both drilling and threading simultaneously. N W .
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Size
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Recommended Cutting Caonditions

5 ~ A MR () s - sl - 220 TUN—RE TUN—F BETER EEETESR ZFVLAS ok - 751 ik PIV==4 - 8
12/9'_) _/7 L. Stuciural steel, Carben steel, Alloy atesl Pre-hardened stee| Pre-hardened steal Cabd working toal sleal ‘High-speed tao| steel Stainieas steel Castiron, Ductile east iron Alurminlum, Coppear
il (~3OHRAC) (30~40HRC) (40~50HAC) (50~BOHAC) (B0O~BSHAC) _
Centering 885 S0O0C SCM SKD&1 SKDB1 BKD11 BKH SuUs FC FCD Al, Gu
- SIHERRE vo (mimin) 50~80~120 40~60~80 30~40~50 20~-30~40 10~20~30 40~60~100 50~100~150
EZ2 EERdy | EDRE E?E B |EDBE i‘é?i O#Rd |EDEE E?E Bt | EDEE E?E B | EDEE E?E ElERE | EDEE J‘étr).'?-; EIEREL SEEDWEE ii'_;i
Teal dia n vi n v n vi n wi n wi n vl n
{mim) {min") | (mm/min) (mmirev) {min") | (mm/min) {mm/rav) {min?y | (mmiming (mm/rav) (min™y | {mmimin} (mmirev) {min1} | (mmimin) {mm/rav) (miny | {mmfmin] {mimirev) (miny | (mm/min} (mmirev)
B 0.06 005 004 0.04 0.04 0.06 0.06
| #8 8500 510 |gg4pos | 9499 320 |po3~007 4200 | 188 |gopgps| 3200 | 128 |gop~p0e| 2100 | 84 |go3~o0s| 6400 | 384 |504~00s|'1000| 660 | 54008
= 0.06 0.05 | 0.04 ; 0.04 0.04 0.06 0.06
CHEEb (7%) #4 6400| 384 |gp4~pos| 4800 240 |503~0.07 3200 | 128 |gop~pos| 2499 | 96 |pop~nos| 1600 B4 |qooioos| 4890 | 288 |g0a~gos| 8000|480 | pgi~n08
C Chamfering (B 0.07 0.06 : 0.06 0.08 0.06 0.07 ; 0.07
- = fing (Bare) #6 4200| 294 |05 00| 3200|192 6040 08| | 2100 | 126 |ggd~o.os| 1690 96 |goivnos| 1100 | 86 |goidos| 3200 | 224 |5082h0g| 5300| 371 | 5g5~h09
— 0.075 ol 006 | 0.06 0.08 0.06 0.075 0.075
i #9 8200| 240 |gps—gq0| 2490 144 |004~0.08 1600 | 96 |gos~008| '290| 72 |gps~oo8| 800| 48 |gosa~ops| 2400 | 180 |goslgqp| 4000| 300 545 510
0.08 0.065 0.06 0.06 0.06 0.08 0.08
0.05~0.11 0.04~0.08 0.04~0.08 .04~0. .04~0. 05~0. 05~0,
| ¢10 2500| 200 1900| 124 i 1300 78 960 58 |godo0a| 640| 38 |goaBos| 1990 | 152 |po8gqq| 3200| 256 |408UR
0.08 0.065 0.06 0.06 0.06 0.08 0.08
é12 2100| 188 |gps~p.1| 1600 104 |504~0.09 1100| €6 |poa~gos| S99| 48 |pos~008| %%9| 32 |gpd~oos| 1690 | 128 |gos~0.11| 2790 216 |pos~0.11
0.12 0.08 0.08 0.08 0.08 ' 0.12 0.72
¢16 1600| 192 |g41p~0.14| 1290] 96 |gp6~0.10 800| 64 |go~0.10] B9 | 48 |goe~0.0] 400 22 |gop~p.qo| 1290 144 |g40-~014| 2000| 240 |p40-014
" 5 - sl - o2 TUIN—R BMT GETES AFIZ - S5 )ik FIE=SL -
Cﬁﬂy D (:I — j') ﬁé“*z (&_f:) swﬁ%ﬁm[lﬁzﬁpﬁﬁmsﬁqlw steal H\}Jhadmi:l—s}t;‘g Cnl:]?uﬂingiﬁihsl 'Hg-xpeed too| steal Sg;nless sle.veIm ﬁvZZﬁl iron, Dusctile cast imn Aluminfum, E:z:|:1:;e;ﬁﬁ
, ok sl (~BOHRC) (30~BOHAC) {50~B0HRL) (60~B5HRC)
C Chamfering (Corner) S5 50CC 5CM SKDB] SKDT1 SKH sus FC FCD Al, Cu
IHERE vo (mimin) 150~225~300 100~165~250 50~110~180 40~75~120 50~80~160 100~1B0~260 200~300~400
E® B4 | 20EE | 19400 | @R | Z0EE | 13%bo GRS | RDEE | 10800 | B | E0RE | 1UE00 | @Ry | E0EE | 10%00 | @EY | #05E | 1US00 | B | E0EE | 13600
Tool dia, n v EDR n v EOE n v D& n v EDR vi EDR n vE EDR n vE EDfE
{mr) {min") | (mmimin) {mmvt) fmin) | (mmiming (mmity (miri') | {mm/min) {mmity {min) | (mmfmin) (mmit) (min) | (mmjmin) (mmity {min) | (mm/min] (mmity {min) | (mmimin) fmmit)
- 0.03 0.025 0.02 0.0z 0.02 0.03 0.02
@3 24,000 1,440 |00 5 0g0| 17,500| 875 |07 50 12000 480 |godug| 8000| 320 |goimctos0| 9600 384 |08 6[19.100| 1,146 |52 08 e[ 32,000| 1,920 |40t eni
0.03 0,025 0.02 002 | - 0.02 0.03 0.02
o4 18,000 1,080 |, % 040|13.100| 685 [ %0e3 8,800| 352 |jpocbpsg| B000| 240 |yoi0tbume| 7200 | 288 |ggidbmp|14.300| 858 |jaadicsnag| 24.000| 1,440 |50 S
0.035 0.03 0.03 0.03 0.03 0.035 0.035
i 12.000) 840 |oep5noas| B89 528 |oop0~0040 5.800| 348 |goay~Goup| 4000|240 |ooay-gomp| 4800| 288 |gopr-Gom| 9600| 672 |ogpgius| 18.000) 1120 g5 Goas
0.0375 0.03 0.03 - 0.03 0.03 0.0375 0.0375
#8 9.000 675 |gppbgpsn| B690| 396 |gppnidodn 4.400| 264 |ngongpqp| 3000| 180 |nopn—goao| $600| 218 |ogonposp| 7200 540 |pgas—posp| 12000| 900 |gaze~0050
0.04 4 0.0325 0.03 0.03 0.03 0.04 0.04
Ty @10 7,200| 576 01023“0,%055 5300 345 0_%%52245 3.500| 210 D'OZSB%MG 2,400 144 0_023,5%040 2900 174 0_028,5%040 5700 456 0_023,5%055 9,500| 768 0_0235?1_055
T & 303 i =200, ; ; ; K ; ; ;
'Cﬁ?ﬁ%ﬁiﬁ‘:‘ffﬁiiﬁgﬁﬁ’iﬁﬁfﬁ%ﬁ;?k’ e 6,000 480 |oops~oss| 4400|288 |ogag-00us 2900) 174 |goeo~ood0| 2000| 120 |popogouo| 2400 | 144 |ogeo~goap| 4800| 384 |gop5~poss| 8.090) 640 |gape-oss
- ; ; ' ! ) 0.06 0.04 0.04 0.04 0.04 0.06 0.06
Adjust by cecreasing the rofation speed and feed rate if C > Do x 20%. 16 4500 540 |ouenPono| 3300|264 |4058 0080 2200| 176 |gogn-ooso| 1500 120 |noanooso| 1800|144 |n0ad (sl 3600 432 |gpd G| 6000 720 |50 w0
: W () | S - RS - B2 TUN—R4H TUN—Kil PRLEE SEETEE X7 UUAS |BSo5E% FILSOL
JEDHI _‘_ Slructural staal, Carbon sleel, Alloy sloel Pra-hardened steal Pre-hardenad sisel Cold werking ol stesl High-speed fool steal Stainless steel Castiron ﬁ
; Viaak materd (~—30HRC) (30—40HRC) {40~50HRC) (650~B0HRC) (BO~B5HRG) Ductls csstion  Ajuminium, Copper
Slotting 85 SOOC SCM SKDB1 SKDE1 SKD11 SKH sUS FC FCD Al GU
mA 100% 100% 90% 70% 50% 100%
IR ve (mimin) 100~180~260 100~165~230 100~ 150~200 50~115~150 30~75~120 100~ 180~260
|
== B4 | EOER | 130K00 | B | E0EE | 19X00 Bl | E0EE | 10800 | Y | E0EE | 1HXO0 | BEY | #0EE | 19800 | B | 20mE | 19400
Teol dia, n v =D n v Ebfz n vi & n v EDf n vi ZEDf n vt ZEDRE
(mm) miry | (mmimin] (mmit) (mint} | {mmimin) (mmi) p min®y | {mm/min) (i) {min®) | {mmimin) (mmit) {min"y | (mmimin} {mmit) {min)y | (mm/min) {mmity
3 19100| 1146 |20, 17500 875 [ 0028 16000 | 640 |o0 008 00| 12000 | 480 |0 2% 0y BO00| 320 |00 20% .[19100| 1146|3200
0.03 0.025 ! 0.02 ; 0.02 0.02 0.03
#4 14300 858 |potS | 13100 856 (4008 12000 | 480 |goi06gs0| 9290| 368 |ngia~goso| B900| 240 |goiodoso| 14300 | 858 |nudtSus
0.035 0.03 0.03 0.03 0.03 0.035
5 8600| 672 |gox5-gpas| 8890 528 |ngon-poan 8000 | 480 |nopn-goap| B109| 366 nopp~goao| 4000 240 \ggongnap| %600 672 |gose-nous
0.0375 0.03 0.03 0.03 0.03 0.0375
#8 7200| 540 6600 396 -0 6000 | 360 4600 | 276 2 3000| 180 7200| 540 i
OEELHICHUTE, PURTHAEVEHBARETERSE BT DL e Al oi b o e 050
MITEENCENBOET, BARHTERCHFESECRRSE @10 5700| 456 |smeegoss| 9900| 845 | eeds 4800 | 288 |qpoonmo| 5700|222 |qenCGoag| 2400 | 144 |goodepoao| 5700| 456 |g0omn0ss
2EICHII TIT B E RS S e = T e =
- For hardened stesl, large cutting lcads may prevent machining of max available @12 4800 384 00750055 4400 286 0020~0.045 4000 240 0.020~0.040 3100 186 0.020~0.040 2000 120 0.020~0.040 4800 384 0.025~0.065
denths in a single operation. Make adjustiments: for example, machining the groove - 006‘ 004‘ . 004‘ - 004‘ * 004‘ - 006‘
e s 418 3600| 432 |gnsp~gozo| 3390 264 |pgag~ooso 3000| 240 |gop~gpso| 2309 | 184 [pesp~opso| 1500 120 |poag~oosp| 3600 | 432 |gost~00m
[EIBIsSREOREICDWLT] [Setting of cutting conditions]
@40HRCLE FOBRAM. AF/LUA#M. FPILSSEONTTE. 77— /MOEHEEERLET. * Coolant Is reccmmended for work materlals of é0HRG or harder, stainless steel, and aluminium. » y
T DAY IRLFIERERTEOTT. EEONTTE. MIER, BM, EEBEFSICEOTESSEfR Ee 0. :\:nmeae rrtaico.mme;’deﬁom:mng mn(.lilm?;la areffcir gzr;]eral gléugteiwes. }t\gjlljst cult:ntg EaDrazrnerters :Dractual maghining based on machining shape, purpose, machine used, and other factors.
O TREROMSEENORLITLYNERL). TRORIS 0,02 sl NCWA TS0, A s e e s
SEHIALER., fohdr, REDECSHEVLICLOMDERBLTIEZD, * Watch for smoke and fire hazards posed by heated chips or tools:

SUID<{FBLUTEDERICIDREE - SIKCTERIEEL,
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H. ZZ207—7ERERO—PICHD. FAMBETRT D F .
[Epochl [MOLDING] [FBACHFE=E2H1Y—ILHXsHOSRERCI.

The diagrams and table data are examples of test results, and are not guaranteed values.
"Epoch” and “MoLDiNG" are registered trademarks of Mitsubishi Hitachi Tool Engineering, Ltd. in Japan.
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