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Unequal Division/Unequal Leads Long Blade, Coated Solid Carbide Endmills for Difficult-to-Cut Materials (4-flute)
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OTENEFREY—RICKVHBEIMINTICHIFS @Cutting resistance and chattering for difficult-to-cut materials are cut down
PIEBEmEEE U= due to a variable lead and original edge type.
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@High speed cutting is possible and smooth machined surface is realized.
@®Gash land is used for cutting edge (chipping resistance improves).
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Iﬁnnnnw Cod: ‘ D 2 d Item Code
IC4DMCL-2X6 2 6 50 4 1 IC4ADMCL-8X24 8 24 60 8 2
ICADMCL-2X8 2 8 50 4 1 IC4ADMCL-8X32 8 32 75 8 2
IC4DMCL-3X9 3 9 50 6 1 IC4DMCL-10X30| 10 30 75 10 2
IC4DMCL-3X12 3 12 50 6 1 IC4ADMCL-10X40| 10 40 100 10 2
ICADMCL-4X12 4 12 50 6 1 IC4ADMCL-12X36| 12 36 80 12 2
IC4ADMCL-4X16 4 16 50 6 1 ICADMCL-12X48| 12 48 110 12 2
IC4DMCL-5X15 5 15 50 6 1 ICADMCL-16X48| 16 48 100 16 2
IC4DMCL-5X20 5 20 50 6 1 ICADMCL-16X64| 16 64 150 16 2
IC4DMCL-6X18 6 18 50 6 2 IC4DMCL-20X60| 20 60 120 20 2
IC4ADMCL-6X24 6 24 60 6 2 IC4ADMCL-20X80| 20 80 150 20 2

WiZHEHIRERGEMNT) Recommended cutting conditions (Slotting)
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Work |  SSOC/EC250SCME | kD61/SK/NAKE(HRC30-35) | SUS304/SUS316(HRC35-40) | Hardened Steels(FiRC4045) | Heatresistant Steels
o/D | | PORlEE KR YIRLEE X RE EIHRRE KR YRR R )RE EHEREE X IREE
Vc(m/min) | Fz(mm/t) | Vc(m/min) | Fz(mm/t) | Ve(m/min) | Fz(mm/t) | Vc(m/min) | Fz(mm/t) | Ve(m/min) | Fz(mm/t)
3 60~85 10.005~0.04] 30~45 |0.005~0.04| 30~45 0.004~0.025] 15~23 0.004~0.03 10~12 [0.003~0.02
4 60~85 [0.003~0.02] 30~45 [0.003~0.02] 30~45 [0.002~0.013| 15~23 [0.002~0.015] 10~12 [0.002~0.01
tﬂi&&% ae=1D. ap=1D ae=1D. ap=0.5D ae=1D. ap=0.2D
WZEHIRMER (BIEMNT) Recommended cutting conditions(Side cutting)
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S/ T Heat-resistant Steels

E HINBHE
SKD61/SK/NAKZE(HRC30-35)

Hardened Steels(HRC40-45)

)
Work

PAS i
SUS304/SUS316(HRC35-40)

(HRC=30)

2/D Vc(m/min)

YIEEE

X )IRE
Fz(mm/t)

IHREE
Vc(m/min)

X RE
Fz(mm/t)

P
Vc(m/min)

X4 ERE
Fz(mm/t)
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Vc(m/min)

Inconel Hasteloy

X RE
74(1014749)

HIERE
Vc(m/min)

K IRE
Fz(mm/t)

3 88~112 [0.006~0.054 64~88 |0.006~0.05| 56~72 |0.006~0.04| 40~48 |0.005~0.04] 20~24 0.004~0.03
4 88~112 [0.005~0.045 64~88 [0.005~0.04] 56~72 [0.005~0.03] 40~48 [0.004~0.03] 20~24 [0.003~0.03
tJJiAH}E‘ 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.

oML ®fImNT IS/ PR | TRE/7U)\-KVE | S8R5 V02| muEms | TIYoMMOS
2y (5541,545C) | (SKD.NAK101) | (SCM.SUS304) | Hardened Steels | joat-rasistant alloy

HRC30~35 HRC35~40 HRC40~45 HRC45~55
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