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Please read these instructions before use and keep them where the operator may refer to them whenever necessary. httDS://lbigédaismowa-com/
manual_index.php
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Chamfering angle of the C-CUTTER Universal Type is adjustable by revolving the Cartridge utilizing a hex key (2.5mm).
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Loosen the Lock Bolt (1 position). Button Head (3 pieces)
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Loosen the Button Heads (3 position). Failure to do so results in damages.
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Tighten the Lock Bolt and Button Heads securely after angle adjustments.

5 ~45° DA 45°~85°DiHE
@ 3WFRORY YAy REFYEICHIT THRLITH—BATHOIHF TS, 5°1045° 45710 85°
(3) Button Heads should be tightened gradually and evenly. (®1 Fig.1)
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Position of the Clamp Piece and Button Heads should be changed according to the angle range. Refer to Fig. 1.
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Adjusted angle is read with scales on the Cartridge and a mark on the Body only as a guide.
Precise angle should be measured by a presetter.
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Max. and min. chamfering diameters vary depending on 10 7.3 | 347 2.4 55°| 264 | 424 | 114
15°] 9.0 | 362 | 36 60°| 285 | 425 | 1241

angles. Refer to Fig. 2 and Table 1.

20| 112 | 374 | 47 65° | 30.7| 424 | 125
25°113.0 | 386 | 59 70° | 329 | 421 | 126
30° 152 | 396 | 7.0 75°| 349 | 41.7 | 127
35° | 174 | 405 | 8.0 80°| 369 | 411 | 119
40° | 196 | 412 | 90 85° | 38.8 | 40.3 8.6
45° 1 21.8 | 418 | 10.0 (1 Table 1)
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Chamfering ranges and L dimensions should be referred only as a guide.
Precise dimensions should be measured by a presetter.
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HOW TO MOUNT AN INSERT
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Clean the insert seat with vacuum prior to mounting the insert.
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Clean the side and contact faces of the insert with a wiper cloth.
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Whilst pressing the insert lightly into the pocket tighten the two clamping screws evenly together.
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Ensure there is no clearance between the insert and its seating.
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If one screw only is tightened the insert may move off its seating.
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1 Do not use any clamping screws other than the original. 1
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#ABEHISE4ZR RECOMMENDED CUTTING DATA
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L Chamfering Steel Cast iron Aluminum Stainless steel
Max. chmfer MAX. min location Ve F Vo f Ve f Ve f
9% Countersink 50 0.1 40 0.1 80 0.1 30 0.08
c2 1,500
flE  Traverse 80 0.15 50 0.15 100 0.2 60 0.1

Ve : tIEBRE (m/min) . f : 1TEEEHED DEDE (mm/rev)
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Vc : cutting speed (m/min), f: feed rate per rev. (mm/rev)

Cutting conditions are the same for coated and non-coated
inserts. The use of coated inserts enables better surface finish and
extended insert life.
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I In cases where the max. chamfering amounts are exceeded then the cutting speed should be reduced.
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1 Please use a step feeding technique where swarf is long or large chamfers are required.
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1 To extend insert life please use coolant. If an oil base lubricant is used then apply surface speeds of less than 30m/min
1 in order to reduce smoke and lessen the risk of ignition.
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: Do not use at speeds above the max. min-'.
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1 Cutting data may have to be reduced where there is a lack of rigidity in the machine or workpiece.
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