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TAC Mill Series : Radial Milling Cutters@

~ROUNLDS~LIT

TRC shelimills / ERC Endmills

Overlapping Serrated Cutting Edge!




QOUNDSPLIT 14¢ MILLS -
B |

ITRC / ERC type Radial milling cutters

B Features
E,|:| Anti-chatter cutter Comparison of chip shape
Serrated cutting edge further assists in the breaking of ROUNDS~LIT Conventional round insert

chips. This provides a very low cutting force and reduces
chattering for long overhang applications. )

Work material : SAE 1055 (200HB) ;
Cutting speed : V¢ = .500 SFM .
Feed per tooth : fz = 0.020 ipt

Depth of cut : ap = 0.080 ipt po
Width of cut  : @e = 2.00" (111

Subdivided chips

@ Serrated and round inserts are available

Unique insert boss provides a tight fit
and rigid clamping.

4 indexes per insert (Serration type)
8 indexes per insert (Regular round type)

These serrations are overlapped individually.

Whekn changing corners, please use the same insert
ocket.

ﬁ ou change slots, you cannot use all 4 or 8 cutting

edges correctly.

. Round type Serrated edge type
. CUttlng performance MJ type : 8 indexes NMJ typ : 4 indexes
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Stock . . -
Cat. No. Accuracy| Honing Coated Uncoated Dimensions (in) | ghane | cutter
AH725 | AH120 | AH140 | KS15F A T
RCMT1204EN-NMJ M with (] (] ° 0.47 0.19 Fig. 1
RCMT1204EN-MJ M with ( (] o 0.47 0.19 Fig.2 |E/TRC12
RCMT1204FN-NAJ M without (] 0.47 0.19 Fig. 3
RCMT1606EN-NMJ M with (] [ J ° 0.63 0.26 Fig. 1
RCMT1606EN-MJ M with (] [ ] (] 0.63 0.26 Fig.2 |E/TRC16
RCMT1606FN-NAJ M without (] 0.63 0.26 Fig. 3




l Cutter Body Specification

Bore type = Shank type

Max. depth of cut
RCMT12 type : Max. ap = 0.236"
RCMT16 type : Max. ap = 0.315"

Descriptions Replacement parts Cat. No.
Applicable cutter [TRC12R... MTRC16R125...
Clamping screw |[CSTB-4L090 (CSTB-5L120
5 Torx Bit BT15S BT20M
s Grip H-TBS H-TB
Bl Shell Mills s:’llb::u:f: l\(r\/trye:re:h [T-15D T-20D
No. of oolan oolant thru center
Item NO' Stock Inserts oD1 |oDb D::;enSIQons S?) b 2 Cholle ' bcolt I( Nto‘thlnclude'd) Inserts
TRC12R200U0075A05 [} 5 2.00 | 1.85| 0.75 | 0.75 | 1.97 | 0.20 | 0.32 | with | (C0.375x1.125H)
TRC12R250U0075A06 [J 6 250 | 2.32 | 0.75 | 0.75 | 1.97 | 0.20 | 0.32 | with |(C0.375x1.125H) | RCMT1204*N-***
TRC12R300U0100A07 ° 7 3.00 | 2.83 | 1.00 | 1.02 | 2.48 | 0.24 | 0.37 | with | (C0.500x1.375H)
TRC16R200U0075A04 [ J 4 200|185 | 0.75 | 0.75 | 1.97 | 0.20 | 0.32 | with | (C0.375x1.125H)
TRC16R250U0075A05 [ ] 5 250|232 | 075 | 0.75| 1.97 | 0.20 | 0.32 with | (C0.375x1.125H)
TRC16R300U0100A06 [ ] 6 3.00 | 2.83 | 1.00 | 1.02 | 2.48 | 0.24 | 0.37 | with | (C0.500x1.375H) | RCMT1606*N-***
TRC16R400U0150A07 [ ] 7 400 | 3.82| 150 | 1.46 | 2.48 | 0.39 | 0.63 | with | (TMBA-0.750H)
TRC16R500U0150A08 [ ] 8 5.00 | 3.78 | 1.50 | 1.46 | 2.48 | 0.39 | 0.63 | with | (TMBA-0.750H)
B Shank type Descriptions Replacement parts Cat. No.
Applicable cutter ERC12R... ERC16R...
Clamping screw |CSTB-4L090 CSTB-5L120
Wrench (substitution)| T-15DB (T-15D) T-20DB (T-20D)
§ Iltem No. Stock | No. of inserts PLACRETE (LY Goolant Inserts
= oD1 | eDs | 0s | Lf L role
ERC12R125U0125W03 [ ] 3 125 | 1.25 | 225 | 2.75 with
s [ERC12R150U0125W04 ([ ] 4 150 | 1.25 | 2.66 | 2.34 with RCMT1204*N-***
£ [ERC12R150U0150W04 ° 4 1.50 [ 1.50 | 2.66 | 2.34 | 5.00 [ with
% [ERC16R150U0125W02 [ ] 2 150 | 1.25 | 2.66 | 2.34 with
- RCMT1606*N-***
ERC16R150U0150W02 ° 2 1.50 | 1.50 | 2.66 | 2.34 with
ERC12R125U0125-03L [ ] 3 125 | 1.25 | 3.75 | 225 | 6.00 | with
ERC12R125U0125-03LM [ ] 3 125 | 1.25 | 4.00 | 4.00 | 8.00 | with
ERC12R150U0150-04L ® 4 150 | 1.50 | 3.75 | 2.00 | 6.00 | with RCMT1204*N-***
2 ERC12R150U0125-04LM [ ] 4 1.50 | 1.25 | 4.00 | 4.00 8.00 with
- [ERC12R150U0150-04LM [ ] 4 1.50 | 1.50 | 4.00 | 4.00 ' with
ERC16R150U0150-02L [ ] 2 150 | 1.50 | 4.00 | 2.00 | 6.00 | with
ERC16R150U0125-02LM [ ] 2 1.50 | 1.25 | 6.00 | 2.00 8.00 with RCMT1606*N-***
ERC16R150U0150-02LM ® 2 1.50 | 1.50 | 4.00 | 4.00 ' with
ERC12R125U0125-03LL [ ] 3 125 | 1.25 | 5.00 | 7.00 with
ERC12R125U150-03LL [ ] 3 125 | 1.50 | 5.00 | 7.00 with
1 ERC12R150U150-04LL [ ] 4 1.50 | 1.50 | 10.00 | 2.00 with RCMT1204*N-***
é ERC12R150U0125-04LX [ ] 4 1.50 | 1.25 | 5.00 | 7.00 12.00 with
z ERC12R150U0150-04LX ® 4 150 | 1.50 | 5.00 | 7.00 ' with
ERC16R150U0125-02LL ® 2 1.50 | 1.25 | 10.00 | 2.00 with
ERC16R150U150-02LL [ ] 2 1.50 | 1.50 | 10.00 | 2.00 with RCMT1606*N-***
ERC16R150U0150-02LX ([ ] 2 1.50 | 1.50 | 5.00 | 7.00 with

*Note: Standard length cutters come with weldon shanks, all others are cylindrical.
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l Standard cutting conditions

. Brinell Cutting Speed Feed per tooth fz (in/t) each chipbreaker
Work material hall'_(ligess Grades | ¢ (SFM) NMJ MJ NAJ

Low carbon steels (S15C, SS400 etc.) ~ 200 300 -530-720 |.007-.010-.012

High carbon steels (S45C, S55C etc.) | 200 ~ 300

Alloyed steels (SCM440, SCr415 etc.) | 150 ~ 300 AH725 | 300 - 500 - 650 007 - .008 - .010 008 -.020 - .028 )

Tool steels (SK, SKH etc.) ~ 300 300 - 460 - 600

Stainless steels

(SUS304, SUS316 etc.) - AH140 | 200 - 400 - 460 |[.006 -.008 -.010 |.008 -.016 - .024 -
Grey cast irons (FC250, FC300 etc.)

Ductile cast irons (FCD400 etc.) 150 ~ 250 | AH120 | 460 - 600 - 820 |.007 -.010 -.012 |.008 - .020 - .028 -
Aluminium alloys (Si < 13%) - 1640 - 2600 - 4000
Aluminium alloys (Si > 13%) — | """ J300- 650 1000 ] 004-.010-.012
?ﬁig;i?'?ﬂ'g?ﬁ'_‘gxl_ WV eto) - AH725 | 65-115-160 |.006 -.008 - .010 |.008 - .016 - .024 -

- To remove excessive chip accumulation use an air blast.

- When chips stick to the cutting edges (aluminium machining), use a water

soluble cutting fluid.

- Cutting conditions are limited by machine power and material rigidity. When

the cutting width or depth is large, set Vc and fz below the recommended

values and check the machine vibration and spindle load.
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