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Solid Carbide Square Endmills for Aluminum (2-flute)
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ON k=S A VEYFRE2000EDMEZTV. BT E(FZEE  @Mirror polishing is realized due to grinding to

OFE PIBRASEDFREZIMFIL. LEFGmHAE (BT, level 2000 diamond granularity.
Tt EEDRIF @Adhesion and occurrence of built-up edge is cut down,
@2 AT T DB N RIF tool life is increased and machined surface is good.
0./ V1TV 7 VA TINKER @Cutting swarf removal is excellent.
@Sharpness is prioritized due to non coating and sharp corner.
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Ko Code D d
IC2ALE-3.0 3 12 50 6 1
IC2ALE-4.0 4 15 50 6 1
IC2ALE-5.0 5 17 50 6 1
IC2ALE-6.0 6 17 50 6 2
IC2ALE-8.0 8 22 60 8 2
IC2ALE-10.0 10 29 75 10 2
IC2ALE-12.0 12 28 75 12 2
IC2ALE-16.0 16 42 95 16 2
IC2ALE-20.0 20 45 100 20 2

WiZEYJHIZRMR (BhlTae=1D ap=1D) Recommended cutting conditions(Slotting ae=1D ap=1D)
1REIAA i = ZIL=E ZIL=Fg ZIL=EE ZILZEE 7ZIL=
Wiork 107 Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-Sizk 6061 Zn-Mg% 7075
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n(min—1) | (mm/min) | n(min-") | (mm/min) | n(min-") | (mm/min)| n(min-1) | (mm/min) | n(min-1) | (mm/min)| n(min=1) | (mm/min) | n(min~-1) | (mm/min)

3 32,000 530 9,100 180 13,000 260 13,000 260 8,300 170 10,400

4 24,000 660 7,000 230 10.000 330 10,000 330 6,400 210 8.000 260 12,000 400
5 19,000 660 5,600 230 8,000 330 8,000 330 5,100 210 6,400 260 9,600 400
6

8

16,000 660 4,550 230 6,500 330 6,500 330 4,200 210 5,200 260 8,000 400
12,000 660 3,500 280 5,000 400 5,000 400 3,200 260 4,000 320 6,000 460
10 9,600 800 2,800 280 4,000 400 4,000 400 2,600 260 3,200 320 4,800 460
12 8,000 800 2,310 320 3,300 460 3,300 460 2,100 300 2,600 370 4,000 460
16 6,000 660 1,890 230 2,700 330 2,700 330 1,800 210 2,200 260 3,000 530
20 4,800 530 1,400 230 2,000 330 2,000 330 1,300 210 1,600 260 2,400 400

WSS 4R (RIENTae=0.3D ap=1.5D) Recommended cutting conditions(Side cutting ae=0.3D ap=1.5D)
1REI+A 7= ZIL=EF ZIL=EaF ZIL=SEFE ZIL=E%E ZILZE
Work 1070 Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-Sizk 6061 Zn-Mg% 7075

o] o]
n(min—1) | (mm/min) | n(min-") | (mm/min) | n(min-") | (mm/min)| n(min-1) | (mm/min) | n(min-") | (mm/min) | n(min=") | (mm/min) | n(min~-") | (mm/min)
32,000 690 9,100 240 13,000 340 13,000 340 8,300 220 10,400 270

3

4 24,000 860 7,000 300 10.000 430 10.000 430 6,400 270 8.000 340 12,000 520
5 19,000 860 5,600 300 8,000 430 8,000 430 5,100 270 6,400 340 9,600 520
6
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16,000 860 4,550 300 6,500 430 6,500 430 4,200 270 5,200 340 8,000 520

12,000 860 3,500 360 5,000 520 5,000 520 3,200 330 4,000 410 6,000 600
10 9,600 1,040 2,800 360 4,000 520 4,000 520 2,600 330 3,200 410 4,800 600
12 8,000 1,040 2,310 420 3,300 600 3,300 600 2,100 390 2,600 480 4,000 600
16 6,000 890 1,890 300 2,700 430 2,700 430 1,800 270 2,200 340 3,000 690
20 4,800 690 1.400 300 2,000 430 2,000 430 1,300 270 1.600 340 2,400 520
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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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