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Unequal division unequal lead carbide end mill for difficult-to-cut materials (4Flutes) L
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O EFEY—RIEENRICKVEHMITICHITFS @Cutting resistance and chattering for difficult-to-cut materials are cut down
YIEBETRE E U2 due to a variable lead and original edge type.
@S RYHINTRECELLII TEZRIR @High speed cutting is possible and smooth machined surface is realized.
OHLIF. FrvyaSYRRAMFvEY I MEEN E L)  @Gash land is used for cutting edge (chipping resistance improves).
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Item Code ‘ D 2 d Item Code ‘ D ‘ 2 ‘ L ‘ d ‘ Fig
ICADMC-2.0 2 4 50 4 1 ICADMC-8.0 8 19 60 8 2
ICADMC-3.0 3 7 50 6 1 ICADMC-10.0 10 22 75 10 2
ICADMC-4.0 4 9 50 6 1 ICADMC-12.0 12 26 75 12 2
ICADMC-5.0 5 12 50 6 1 ICADMC-16.0 16 35 90 16 2
ICADMC-6.0 6 13 50 6 2 ICADMC-20.0 20 45 100 20 2
WIEELNHISRMAR (BI0T) Recommended cutting conditions (Slotting)

M RS/ S S S2M/TE8 ZFVVAM/FIVES SEEE MHEE/ A~ IRILE

Work |S50C/FC250/SCM&(HRC30LIF) | SKD61/SK/NAKsS SUS304/5Us316 SKD61% (HRC45-55) e Fanstolos
2 15,300 610 9,000 360 8,650 280 4,300 120 2,900 70
3 10,800 650 6,200 370 6.700 340 2,900 130 2,400 100
Z 8.300 730 5,000 440 5,100 360 2,200 135 1,800 115
5 6.850 960 4,050 560 4,100 370 1,700 150 1,500 130
6 5,800 1,150 3,400 650 3.400 380 1,450 170 1,200 140
8 4,300 1,030 2,500 580 2,600 350 1,100 170 900 130
10 3.400 820 2,000 480 2,000 320 900 155 720 120
12 2,900 720 1,700 410 1,750 270 720 135 600 100
16 2.200 610 1,300 350 1,300 250 540 120 450 75
20 1,700 550 1,000 320 1,000 230 430 110 360 55
gg;%ao?{ﬁ ae=1D.ap=1D ae=1D.ap=0.5D ae=1D.ap=0.2D
Yap<1.5D FREMINTIE ae<0.02D ap=1D
WEEL)HISMR (EMNI) Recommended cutting conditions (Side cutting) Thermal refining steels
! RS/ S &2/ TES 2FYLRE/FIVE A MRS E/ 1~ IFILE
I | ss0c/rca%0/SCMS FRC30MT) SKD615/-JSK/N,§I?<% SUSs0MsueaTe smm%ﬁffﬁgs-ss) HeatTesistant Steels
nconel Hasteloy
2 19,000 1,000 15,200 800 12,600 500 8,700 280 4,300 120
3 13,500 1,150 10,800 920 9,540 700 6.700 340 3,600 180
4 10,000 1,300 8,000 1,040 7.200 850 5,100 370 2,900 200
5 8,200 1,700 6,600 1,360 5.800 920 4,000 390 2.250 230
6 6.700 2,000 5,400 1,600 4,800 950 3,200 400 1,900 230
8 5,200 1,600 4,200 1,280 3.600 860 2,500 405 1,400 240
10 4,300 1,300 3,400 1,040 2,900 750 2,000 400 1,200 250
12 3.600 1,150 2.900 920 2.450 630 1,600 360 1,000 160
16 2,700 1,000 2,200 800 1,800 510 1,200 300 720 120
20 2.200 800 1.800 640 1.500 460 1,000 280 540 100
%’g;ﬁ‘_g{ﬁ ae=0.2D.ap=1.5D ae=0.1D.ap=1.5D ae=0.05D.ap=1.5D
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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.

@®ENT OFIEMT o = = =
SR/ kR | TER/TUN-RVE | G2/ 2TV LA O TIPS TEESH
- a8 (5541. S45C) |{SKD. NAK101)|(SCM. 5Us304)|” 7~ SE/MHEE| o o material

D 7,




	24THECUT-16

