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Coated Solid Carbide High Helical Square Endmills(3-flute)
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OAERNITH>THICERD[7—TUU-T7 7 V| BH-H2RERE LY @The unique design with multiple 'Arc Relief Angle" in the arc along the peripheral cutting edge increases rigidity,

BltzRD, BICYWBOHHENE LU ELV LFARERL TS improves chip evacuation, resulting in a beautiful finished surface.
Q@IERRBICON NI DHERZEAETIECAIMEZHTNS  @Rigidity has been improved by increasing the cross-sectional area of the cutting edge
(#912%77y Tttt compared to conventional products.(up approx. 12% compared to our company)
@& SSEEH (HRCSSUT) FTORLVEEIICHE @|deal for machining a wide range of materials, from alloy steel to high hardness steel (up to HRC55).
OFEL LHCLIDENEON T EOHEENRIF. B REGTHIEELEG  @Miror finish provides smooth cutting edge and good chip evacuation. It also has a long tool life and good cutting accuracy.
OFNIICHRE @|deal for high-speed machining.
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Item Code D ‘ 2(3D) ‘ d Item Code d
IC3WFS-2.0X54 2 6 50 4 1 IC3WFS-4.5 4.5 13.5 50 6 1
IC3WEFS-2.0XS6 2 6 50 6 1 IC3WEFS-5.0 5 15 50 6 1
IC3WFS-3.0X54 3 9 50 4 1 IC3WFS-6.0 6 18 50 6 2
IC3WEFS-3.0XS6 3 9 50 6 1 IC3WFS-8.0 8 24 60 8 2
IC3WEFS-3.5 3.5 10.5 50 6 1 IC3WFS-10.0 10 30 75 10 2
IC3WFS-4.0XS4 4 12 50 4 2 IC3WFS-12.0 12 36 75 12 2
IC3WFS-4.0X56 4 12 50 6 1
WIZELNHIRER (BT ae=1D ap=0.5D) Recommended cutting conditions (Slotting ae=1D ap=0.5D)
) SR/ S5k Sl S/ TEH AT VLA
k | S50C/FC250/SCM(HRC=30) SKD61/SK/NAK 5US304/5US316
X RE I XVRE I X YRE L EVRE
F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
2 15,930 240 11,150 165 9,800 150
3 10,620 255 7,450 175 6,600 175 4,800 55
3.5 9,100 275 6.400 190 5,650 150 4,100 60
4 7,600 320 5,300 220 4,700 185 3,400 60
4.5 6,800 310 4,700 210 4,200 190 3,000 60
5 5,750 380 4,000 265 3,600 215 2,580 50
6 4,800 430 3,400 305 3,000 270 2,150 50
8 3,600 430 2,500 300 2,250 235 1,650 50
10 2,900 350 2,000 240 1,800 205 1,300 35
12 2,400 325 1,700 230 1,500 180 1,700 35
WZHETHIRER RIFET ae<0.3D ap=1.5D) Recommended cutting conditions (Side cutting ae=0.3D ap=1.5D)
FRERE/ SRR/ S i St/ TEH AT VLA
S50C/FC250/SCM(HRC=30) SKD61/SK/NAK 5US304/5US316
XV IRE I X RE L X WRE L RRE
F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
2 15,930 380 11,150 260 9,800 235 7,200
3 10,620 315 7,450 215 6.600 215 4,800 80
3.5 9,100 275 6,400 190 5,650 185 4,700 90
4 7,600 450 5,300 305 4,700 260 3,400 90
4.5 6,800 410 4,700 275 4,200 250 3,000 90
5 5.750 430 4,000 300 3,600 245 2,580 75
6 4,800 500 3,400 355 3,000 315 2,150 75
8 3,600 540 2,500 375 2,250 295 1,650 75
10 2,900 520 2,000 355 1,800 305 1,300 55
12 2,400 500 1,700 350 1,500 275 1,700 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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