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URAMEN-MARU Coated Solid Carbide Double Face Chamfering Cutter (2-flute)
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Production will end as soon as stock runs out.

% K Feature

O HIMZER T HENZV (BB NUBHIER) @Unnecessary to reverse the work.
Q1 ADY— )L CREOHEHBWININ TEETY @®Only 1 pc of product can chamfer both sides.
@BHMM FBEICTIAANI—T 1T % HELEmUP @Durability is realized due to TIA2N coating on super micro-grain carbide.

B mm
BEmd—FR REDEACHNE
ltem Code 22+0.03 L Maximum C chamfe;
: amount on the back side
C-BMC-V 3.3 3.3 15 1 3.4 60 1.8 4 C0.5
C-BMC-V 4.0 4 15 1.5 4.5 60 2 4 C0.7
C-BMC-V 6.8 6.8 30 3 7.6 80 4.4 8 C1.0
C-BMC-V 8.0 8 30 3 8.5 80 5 8 C1.3
C-BMC-V 8.5 8.5 30 3 8.75 80 5.5 8 C1.3
C-BMC-V 10.0 10 35 3 10 100 6 10 C1.8
C-BMC-V 10.2 10.2 35 3 10.1 100 6.2 10 C1.8
C-BMC-V 12.0 12 40 3 11.5 110 7 12 C2.3

WIEEHEIRMAR Recommended cutting conditions
#HHI+4 Work ig #) Cast metal

EIELRE : Vc(m/min) 25~40
3 0.05~0.08

=il Carbon steel
15~30
0.02~0.05

#YJEBAEZERTEV,  Please use cutting oil.
HRFWEIT AN DLETT, A prepared hole is required for carbon steel.
AR TINIOREI. £EE TP TCIERTIV,  In the case of contouring processing Please use conditions, lowering.
IR BETHRR TT MEAIN B, F o7 ORI TEIASE DR RIC L TEBRLET .
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.
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Point Set Drilling Deburring and It returns to Chamfering to front
Chamfering to back the center
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Contouring Contouring

ZANTRSEE =)
Hard material

HRC45~55
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