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Coated Solid Carbide Miniature Corner R Cutter(4-flute)
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OEMNSEEEM (HRCS55MUT) & TIRIGWLII TR ZRIR @Achieves a wide range of machining from alloyed steel to high
Q@A FHBE+TISINO—FT V7T kN, hardness steel (up to HRC55).
SR CHEFE IChBENRER @High-rigidity, excellent wear resistance and durability are realized
@R ITEVT—TJDMITHOEE due to TiSiN coating on super micro-grain carbide.
@®Machining of very thin work is possible. Bf * mm
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ltem Code Ri0.02‘ D=0.1 ‘ 2 d ltem Code ‘Ri0.02‘ D%0.1 ‘ 0
ICACRCV 0.25R| 0.25 1 6 50 3 IC4CRCV 1.0R 1.0 1.5 8 50 4
IC4CRCV 0.3R 0.3 1 6 50 3 IC4CRCV 1.25R| 1.25 2 9 50 6
IC4CRCV 0.4R 0.4 1 6 50 3 IC4CRCV 1.5R 1.5 2 9 50 6
IC4CRCV 0.5R 0.5 1.5 8 50 4 IC4CRCV 1.75R| 1.75 2 9 50 6
IC4CRCV 0.6R 0.6 1.5 8 50 4 IC4CRCV 2.0R 2.0 2.5 10 50 8
IC4CRCV 0.7R 0.7 1.5 8 50 4 IC4CRCV 2.25R| 2.25 2.5 10 50 8
IC4CRCV 0.8R 0.8 1.5 8 50 4 IC4CRCV 2.5R 2.5 2.5 10 50 8
IC4CRCV 0.9R 0.9 1.5 8 50 4
WIZEJHIRIFER  Recommended cutting conditions(Slotting)
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Work S50C/FC250/SCM(HRC=30) | SKD61/SK/NAK(HRC30~45) SUS304/5US316 Hardened Steel (HRC45~55)
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d Vc(m/min) fz(mm/t) Vc(m/min) fz(mm/t) Vc(m/min) fz(mm/t) Vc(m/min) fz(mm/t)

0.25 3 30~50 0.007~0.015 15~30 0.007~0.015 0.007~0.015 10~15 0.007~0.015
0.3 3 30~50 0.007~0.015 15~30 0.007~0.015 10~20 0.007~0.015 10~15 0.007~0.015
0.4 3 30~50 0.007~0.015 15~30 0.007~0.015 10~20 0.007~0.015 10~15 0.007~0.015
0.5 4 30~50 0.010~0.025 15~30 0.010~0.025 10~20 0.010~0.025 10~15 0.010~0.025
0.6 4 30~50 0.010~0.025 15~30 0.010~0.025 10~20 0.010~0.025 10~15 0.010~0.025
0.7 4 30~50 0.010~0.025 15~30 0.010~0.025 10~20 0.010~0.025 10~15 0.010~0.025
0.8 4 30~50 0.010~0.025 15~30 0.010~0.025 10~20 0.010~0.025 10~15 0.010~0.025
0.9 4 30~50 0.010~0.025 15~30 0.010~0.025 10~20 0.010~0.025 10~15 0.010~0.025
1.0 4 30~50 0.010~0.025 15~30 0.010~0.025 10~20 0.010~0.025 10~15 0.010~0.025
1.25 6 30~50 0.018~0.035 15~30 0.018~0.035 10~20 0.018~0.035 10~15 0.018~0.035
1.5 6 30~50 0.018~0.035 15~30 0.018~0.035 10~20 0.018~0.035 10~15 0.018~0.035
1.75 6 30~50 0.018~0.035 15~30 0.018~0.035 10~20 0.018~0.035 10~15 0.018~0.035
2.0 8 30~50 0.025~0.060 15~30 0.025~0.060 10~20 0.025~0.060 10~15 0.025~0.060
2.25 8 30~50 0.025~0.060 15~30 0.025~0.060 10~20 0.025~0.060 10~15 0.025~0.060
2.5 8 30~50 0.025~0.060 15~30 0.025~0.060 10~20 0.025~0.060 10~15 0.025~0.060
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity, cutting oil, etc.
KYELROEREHIZV-LET, Pleaseuse cutting fluid.
MIEMTEE EFINTE R AEEREICH FTINTL TN, Divide the cutting depth into several paths.

HIITEEDBER Approximate machining range

d
A
B 094 | 095 | 095 | 1.19 | 1.20 | 1.21 | 1.22 | 1.22 | 1.22 | 1.93 | 1.95 | 1.97 | 2.67 | 2.69 | 2.71
C 1.00 | 1.00 | 1.00 | 1.25 | 1.25 | 1.25 | 1.25 | 1.25 | 1.25 | 2.00 | 2.00 | 2.00 | 2.75 | 2.75 | 2.75
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