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« Processing of soft cutting materials such as aluminum alloys,
brass alloys, and plastics

+ Achieves excellent surface finish and minimizes burrs.

+ Applying single-flute helix type ensures outstanding cutting force at the
tool center.

+ Capable of all chamfering with a single tool and demonstrates
excellent performance.

R.TAC 150 D Size D Tolerance d1 Size d1 Tolerance
Coating | elix Angle Y=6 +0~-0.01mm 203~4 +0 ~-0.02mm
28~16 +0~-0.015mm
494P o9 mm

1CHA 009 900 S03 1CHAC 009 900 S03 3
1CHA 012900 S03 1CHAC 012900 S03 . . 3
1CHA 020 900 S03 1CHAC 020 900 S03 2 0.6 90° 0.7 6 40 3
1CHA 030900 S03 1CHAC 030 900 S03 3 0.8 90° 1.1 - 40 3
1CHA 040 900 S04 1CHAC 040 900 S04 4 1 90° 1.5 - 40 4
1CHA 060 900 S06 1CHAC 060 900 S06 6 1.5 90° 2.25 - 50 6
1CHA 080 900 S08 1CHAC 080 900 S08 8 2 90° 3 - 60 8
1CHA 100900 S10 1CHAC 100900 S10 10 2.5 90° 3.75 - 70 10
1CHA 120900 S12 1CHAC 120900 S12 12 3 90° 4.5 - 75 12
1CHA 160900 S16 1CHAC 160 900 S16 16 4 90° 6 - 80 16

0.9 0.3 90° 0.3 2.7 40
1.2 0.4 90° 0.4 3.6 40
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+ RPM : rev./min « Feed : mm/min

mA YRO[E &S Auminum EE ABS4:7 / 013
Material AL7075 Plastic ABS resin Acrylic
ZE Hardness
9| outside Diameter RPM FEED RPM FEED RPM FEED
21.2 21,300 470 12,000 300 30,000 2,000
22 15,500 600 7,000 300 30,000 2,200
23 13,580 660 4,800 250 25,000 2,400
24 10,160 690 3,600 200 20,000 2,200
25 8,170 700 2,400 120 13,500 2,300
28 5,130 640 2,050 120 10,000 2,400
210 4,085 600 1,600 120 8,000 2,400
212 3,420 560 1,350 120 7,000 2,200
216 3,040 550 950 120 5,600 2,200
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* Please be mindful of chip adhesion on the cutting edge.

* When entering the cutting material, please check for chip buildup on the tool.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

I 1CHA + RPM : rev./min « Feed : mm/min

AR 2205 &2 Aluminum Zatag ABS#:3 / 0}3%
Material AL7075 Plastic ABS resin Acrylic

ZAE Hardness

9| outside Diameter RPM FEED RPM FEED RPM FEED
20.9 37,000 230 14,500 300 25,000 220
21.2 34,000 230 11,000 320 24,000 230
22 20,700 230 8,500 350 12,000 230
23 13,800 230 6,800 380 8,000 230
24 10,350 250 6,200 380 6,000 230
26 6,900 250 5,900 400 4,000 240
28 5,150 250 5,000 400 3,000 240
210 4,140 250 4,000 400 3,000 250
212 3,450 250 3,300 420 2,000 250
216 2,588 250 2,500 420 1,400 250
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* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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