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Carbide miniature Corner R Cutter
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OCNCO#WNTICRE @Best for CNC machining.

@R ICEVWT—JDONMITHOEE @®Machining of very thin work is possible.

OFTHEN G @Easy for regrinding.

B mm
Emd— R
Item Code

C-CRC-V 0.25R 0.25 1 3 50 6 4
C-CRC-V 0.3R 0.3 1 3 50 6 4
C-CRC-V 0.4R 0.4 1 3 50 6 4
C-CRC-V 0.5R 0.5 1.5 4 50 8 4
C-CRC-V 0.6R 0.6 1.5 4 50 8 4
C-CRC-V 0.7R 0.7 1.5 4 50 8 4
C-CRC-V 0.8R 0.8 1.5 4 50 8 4
C-CRC-V 0.9R 0.9 1.5 4 50 8 4
C-CRC-V 1.0R 1.0 1.5 4 50 8 4
C-CRC-V 1.25R 1.25 2 6 50 9 4
C-CRC-V 1.5R 1.5 2 6 50 9 4
C-CRC-V 1.75R 1.75 2 6 50 9 4
C-CRC-V 2.0R 2.0 2.5 8 50 10 4
C-CRC-V 2.25R 2.25 2.5 8 50 10 4
C-CRC-V 2.5R 2.5 2.5 8 50 10 4

WEELNHISRMR Recommended cutting conditions
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Work Cast metal Ductile cast iron Carbon steel Alloy steel Hardening steel Stainless steel

EE 500-700 500-900 900-1,400
Hardness 200-270H8 N/mm2 N/mm2 47-52HRC

140-160 120-150 120-140
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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.

D3 0.007 - 0.015
D4 0.010 - 0.025
D6 0.018 - 0.035
D8 0.025 - 0.060
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