
Instruction Manual  
XEBEC Burrless Chamfering Cutter 
 
SAFETY PRECAUTIONS  Please read this before use. 
The following indicators and symbols are used to classify and explain the items that must be observed in order to use this product safely. 
 

 WARNING indicates a hazardous situation 
which, if not avoided, could result in death or 
serious injury. 

 Meaning symbols 

  This is the safety alert symbol. It is used to alert 
you to potential physical injury hazards. Obey 
all safety messages that follow this symbol to 
avoid possible injury or death. 

 
NOTICE is used to address practices not related 
to physical injury.  

 

Operator Safety Protection 
 
 
・ Check that the cutter is free of any abnormalities before using it. 
 If there is chipping, significant wear, or other cutter abnormality, there 

is the risk that it may be damaged and pieces may fly off during use. 
・ DO NOT touch the cutter while it is rotating. 
 Before rotating the cutter, be sure to close the equipment door and 

take other necessary action. 
・ If oscillation or other abnormality occurs during use, 

discontinue use immediately. 
 This is dangerous and there is the risk of cutter falling off, breaking, 

or rupturing. 
・ Use protective gloves and other protective gear when touching 

the cutter. 
 There is a risk of injury and burns if the cutter blade is touched with 

bare hands. 

Use of protective equipment 
Be sure to wear personal protective gear including goggles, 
masks, gloves, and earmuffs to prevent injuries common during 
machining. Wear clothing with long sleeves or other clothing 
that does not expose the skin, and fasten the cuffs and hems 
tightly. 
Precaution regarding cutting particles 
Fragments, cutting particles, and other substances generated 
during work will be scattered into the surrounding area. Be sure 
to use a dust collector or other means to collect them. 
Attention to the work area 
・ Install an enclosure so that persons other than the operator do 

not enter the work area, and ensure that all persons, if any, in 
the work area are wearing protective equipment. In particular 
be careful that children do not enter the work area. 

・ Keep the floor of the work area clean at all times to prevent 
the risk of slipping or tripping on dust, cutting particles, oil, 
water, or other substance. 

・ There is the risk of fire caused by heating, sparks, or other 
factor resulting from use of the product. Do not use the 
product close to a flammable liquid or in an explosive 
atmosphere. Also be sure to enact fire prevention measures. 

 

Pre-Work Check 
 
 
・ Select and use a coolant/cutting fluid that is suitable for the 

purpose. 
 Depending on the type of coolant/cutting fluid, there is the risk of fire 

caused by overheating, sparks, or other problem. 
 If heating or sparks are expected, be sure to implement fire 

prevention measures. 
 
 
・ Check in advance that the cutter shank and tool holder do not 

contact the workpiece or other objects. 
 Select and install a cutter with consideration for the movement path 

of this product. 
・ If the product will be used for wet machining, adjust so that the 

coolant/cutting fluid properly contacts the blade tip. 
 If the amount of coolant/cutting fluid contacting the tip is not 

sufficient, the blade tip temperature will rise and its tool life may be 
shortened. 

  

Setup and installation 
 

・ Be sure to check the dimensions prior to use. 
 If processed with a wrong size cutter, there is the risk of damage to 

the product, jig, or machine tool. 
・ During use, the workpiece must be fastened securely to the 

machine tool or jig so that it does not move. 
 If the workpiece moves during machining, there is the risk of 

damage to the cutter or flying pieces of the workpiece. 
・ When installing onto the tool holder, install with runout of 0.01 

mm or less. 
 If runout is large when the tool is installed, there is the risk of 

chipping and breakage when the tool starts rotating and when it cuts 
into the workpiece. 

・ Before performing actual machining, use no-load running or 
other means to check the operation until it is confirmed that 
there are no errors in the machining program. 

 If there is an error in the machining program, there is the risk of 
damage to the cutter or workpiece.  

  

Precautions for Use 
 
 
・ DO NOT use at the excessive rotational speed. 
 The rotational speed for this product varies depending on the cutter 

size. If used at excessive rotational speed, there is the risk of cutter 
chipping or breakage during cutting. 

・ DO NOT use the product rotating in the reverse direction. 
 This product is ordinarily used rotating clockwise. Using the product 

rotating counterclockwise is dangerous and the cutter is certain to 
be damaged when it cuts into the workpiece. 

・ DO NOT use this product with manual tools or similar 
equipment. 

 This product is a dedicated tool for use only with numerical control 
processing machines. Using the product with a manual tool or 
similar equipment is dangerous and there is the risk of injury 
resulting from damage to the cutter. 

・ DO NOT use this product for any purpose other than deburring 
or chamfering. 

 This product was designed for workpiece deburring and chamfering. 
If it is used for curved face machining or other machining which it 
was not designed for, there is the risk that the cutter will be unable to 
withstand the load and will break. 

 
 
・ If the location of deburring or chamfering has an intermittent 

shape, check the conditions of use carefully. 
 If there is a notch or other intermittent shape at the location of 

deburring or chamfering, chipping of the blade will be more likely, 
and depending on the depth of cut the cutter tool life may be 
significantly reduced. 

Regular maintenance 
When changing the cutter, remove any dirt from the tool holder grip and 
cutter shank, and keep these parts clean. 
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Features 
XEBEC Burrless Chamfering Cutter is a chamfering tool that does not generate burrs. The following benefits can be expected. 
 
Reduction of deburring process 
With ordinary chamfering tools, burrs are generated on both the upper 
and lower edges, requiring additional deburring processes. On the 
other hand, XEBEC Burrless Chamfering Cutter does not generate 
burrs either on upper or lower edge, thereby reducing the need for any 
additional deburring process. 
 

Reduction of cutting tool costs 
The tool life of this product is more than 1.5 times longer than that of 
ordinary chamfering tools (based on our experimental data). This 
contributes to tool cost reduction. 

Reduction of machining time 
Multi-blade design enables high feed rate. 
This enables highly efficient chamfering and reduces machining time. 
 

Improvement of machining positional accuracy 
The tip of this tool is flat by design, preventing rounding and chipping 
of the tool tip that cause tool length measurement errors, thereby 
improving machining positional accuracy.

Product specifications 
 
 
 
 
 
 
 
 

Model 
Applicable 
chamfering 

size 
(mm) 

Coating LF 
(mm) KAPR APMX 

(mm) 
Dcon 
(mm) 

Number 
of 

blades 

Dc (Chamfer 
Alignment 

Diameter)(mm) 
How to 

use Fig. 

XC-C-03-M 
C0.3～0.6 

AlTiCrN (for carbon steel, 
SUS and heat-resistance 
alloy) 50 45° 1 φ6 3 φ2 

Cross 
feed 
machining 

1 
XC-C-03-N Non-coating (for aluminum 

and resin) 

XC-C-06-M 
C0.7 - 1.5 

AlTiCrN (for carbon steel, 
SUS and heat-resistance 
alloy) 60 45° 2 φ6 4 φ4 

Cross 
feed 
machining 

2 

XC-C-06-N Non-coating (for aluminum 
and resin) 

 
Remarks for use 

 

・ This product is a dedicated tool for cross feed  
machining. 

・ As shown in the figure, position this tool 
so that Dc (Chamfer Alignment Diameter) 
is aligned with the Chamfer Center Point. 
This positioning is necessary to ensure 
that burr formation is suppressed when 
chamfering. Refer to the Chamfer Size 
Adjustment Chart below for actual tool 
positions. 

 
Chamfer size adjustment chart 

 

Create the machining program by referring to the Offsets A and B in the table for desired chamfer size. This ensures that Dc (Chamfer Alignment 
Diameter) and the Chamfer Center Point are aligned properly. 
 

 
 
 
 
 
 

 
 
 
 

XC-C-03-M / N 
Applicable 
chamfering size 

Offsets (mm) 
A B 

C0.3 0.85 0.65 
C0.4 0.80 0.70 
C0.5 0.75 0.75 
C0.6 0.70 0.80 

Formula for calculating shift amount A and B 
A=（Dc－C）/2 
B=（APMX+C）/2 

 
*C=Chamfer size 

XC-C-06-M / N 
Applicable 

chamfering size 
Offsets (mm) 

A B 
C0.7 1.65 1.35 
C0.8 1.60 1.40 
C0.9 1.55 1.45 
C1.0 1.50 1.50 
C1.1 1.45 1.55 
C1.2 1.40 1.60 
C1.3 1.35 1.65 
C1.4 1.30 1.70 
C1.5 1.25 1.75 

Chamfer Center Point 
The center position of the 
chamfer width, dividing the 
chamfer size into two equal parts. 

Dc (Chamfer 
Alignment 
Diameter) 

LF 
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Machining conditions 

 

1. The reference conditions of the rotational speed and feed speed are guidelines for first-time machining. 
2. To improve machining conditions, adjust the rotation speed, feed speed, and the cutting depth at one time. 
3. In case vibration or abnormal noise is detected, lower the rotational speed and feed rate, or reduce the depth of cut. 
4. If burrs are generated when machining plastics, maintain the feed per tooth at 0.07(mm/tooth), and use the same rotational speed as the tool you 

normally work with. 
 
XC-C-03-M / N 

 
XC-C-06-M / N 

 

Workpiece Steel SUS 64 titanium Inconel Aluminum alloy Resin 
Model (coating) XC-C-03-M (AlTiCrN) XC-C-03-N (non-coating) 
Machining speed (m/min) 60～100 40～80 45~60 20~30 200～300 60～100 
Rotational speed (min－1) 12000 9000 8000 4000 40000 12000 
Feed rate (mm/min) 1800 1350 1200 600 6000 1800 
Feed per tooth (mm/tooth) 0.05 0.05 0.05 0.05 0.05 0.05 

Workpiece Steel SUS 64 titanium Inconel Aluminum alloy Resin 
Model (coating) XC-C-06-M (AlTiCrN) XC-C-06-N (non-coating) 
Machining speed (m/min) 60～100 40～80 45～60 20～30 200～300 60～100 
Rotational speed (min－1) 6300 4800 4000 2000 20000 6300 
Feed rate (mm/min) 1260 960 800 400 4000 1760 
Feed per tooth (mm/tooth) 0.05 0.05 0.05 0.05 0.05 0.07 
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