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Coated Solid Carbide Semi-Long Blade Square Endmills (2Flutes)
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@High cost effectiveness is realized.
@ADbility to process a range of materials from alloyed steel to soft iron.
@Durable due to TiARN coating.
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|C2SLV-3.0 3 12 60 6 1
|C2SLV-4.0 4 16 60 6 1
|C2SLV-5.0 5 20 60 6 1
IC2SLV-6.0 6 24 60 6 2
|C2SLV-8.0 8 32 75 8 2
IC2SLV-10.0 10 40 100 10 2
|C2SLV-12.0 12 48 100 12 2
IC2SLV-16.0 16 64 150 16 2
|C2SLV-20.0 20 80 150 20 2
WSS 4R (RIENTae<0.05D) Recommended cutting conditions (Side cutting ae<0.05D) Yrap<2.5D
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Work §541/545C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
3 3,200 90 2,800 60 2,000 40 1,500 50
4 2,400 100 2,100 60 1,500 50 1,200 65
5 2,200 110 1,700 70 1,300 60 1,150 75
6 1,600 110 1,400 65 1,150 70 950 70
8 1,200 100 1,050 65 850 60 750 70
10 1,000 90 850 60 750 50 700 65
12 850 90 750 60 700 50 600 60
16 640 80 560 55 530 45 450 55
20 500 80 450 55 420 45 360 55
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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.
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