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Coated Solid Carbide Corner Radius Endmills (4Flutes)
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OEEIMIARANNT+—I >V RA%=RIR @High cost effectiveness is realized.

O4EMHSEEME TOBEWVWT—TDIITHTIEE @Ability to process a range of materials from alloyed steel to soft iron.

@531 —hTHEGHUP @Durable due to S3 coating.

BAL D mm
e D ‘ R+0.025 ‘ d

ICAMRS-6X0.3R 6 0.3 6
IC4MRS-6X0.5R 6 0.5 13 50 6
ICAMRS-6X1.0R 6 1.0 13 50 6
IC4MRS-8X0.3R 8 0.3 19 60 8
IC4AMRS-8X0.5R 8 0.5 19 60 8
IC4MRS-8X1.0R 8 1.0 19 60 8
IC4MRS-10X0.3R 10 0.3 22 70 10
IC4MRS-10X0.5R 10 0.5 22 70 10
IC4MRS-10X1.0R 10 1.0 22 70 10
IC4MRS-12X0.3R 12 0.3 26 75 12
IC4MRS-12X0.5R 12 0.5 26 75 12
IC4MRS-12X1.0R 12 1.0 26 75 12

WIZEYJHIZRFR (BlTae=1D) Recommended cutting conditions (Slotting)
HREIA 1EE R/ R TEH/TUN— RV SEM/ AT A NS %

Yrap<0.5D

Work SS41/S45C(HRC30LLTF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
IRV IRE R IRE R IRE R IRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
2,200 260 2,000 220 1,600 180
8 1,700 250 1,500 200 1,200 180 1,040 160
10 1,350 250 1,200 200 1,050 180 960 160
12 1,200 250 1,100 200 1,000 180 800 160
WS EIRER (BEITIae<0.05D) Recommended cutting conditions(Side cutting ae<0.05D) Yrap<1.5D
HREIA 1EIS FSH/ R TEH/TUN—R S/ ATV U AH IS
Work SS41/S45C(HRC30LLTF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
RS B %R R RS
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 2,200 260 2,000 220 1,600 200 1,400 180
8 1,700 250 1,500 200 1,200 180 1,040 160
10 1,350 250 1,200 200 1,050 180 960 160
12 1,200 250 1,100 200 1,000 180 800 160

HYTHIRMIHCETHOER TYMERSN A, F v DRIMEPYHIBESE DR RICL > TEBELET,
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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