IC2ALL

fﬁllﬁ
MG (i) 2] (8

E#&’m? RENT *IUVEE J17—7’

(F)AvhI) BERI7IVSRAOYT I VR

Long Blade Solid Carbide Square Endmills For Aluminum (2-flute)
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@High cost effectiveness is realized.
@Sharpness is prioritized due to non coating and sharp corner.
@A wide range of cutting is possible due to long cutting edge length.
@Grinding to level 1000 diamond granularity provides high quality cut face.

BAT mm

ltem Code D d

IC2ALL-3.0 3 22 65 6 1
IC2ALL-4.0 4 26 65 6 1
IC2ALL-5.0 5 32 75 6 1
IC2ALL-6.0 6 32 75 6 2
IC2ALL-8.0 8 42 95 8 2
IC2ALL-10.0 10 53 120 10 2
IC2ALL-12.0 12 53 120 12 2

WiZHEHISFR (RIENTIae=0.3D ap=1.5D) Recommended cutting conditions(Side cutting ae=0.3D ap=1.5D)
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ZIL=E5%

ZIL=E%F

ZIL=E:

ZIL=EF

ZIL=ZE:

Work Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-Sik 6061 Zn-Mg% 7075
D | EER [EURE| OEH [EURE | DES [XJURE| DM [EJUEE | BEM [XURE | GER [XJEE | GER | R0EE
n(min-") [(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)
3 32,400 | 1,400 | 11,300 500 16,200 720 16,200 720 9,720 470 13,000 580
4 24,000 | 1,400 8,400 500 12,000 720 12,000 720 7,200 470 9,600 580 14,400 860
5 18,800 | 1,400 6,600 500 9,400 720 9,400 720 5,640 470 7,520 580 11,300 860
6 16,200 | 1,400 5,700 500 8,100 720 8,100 720 4,860 470 6,480 580 9,700 860
8 12,000 | 1,400 4,200 500 6,000 720 6,000 720 3,600 470 4,800 580 7,200 860
10 10,000 | 1,400 3,500 500 5,000 720 5,000 720 3,000 470 4,000 580 6,000 860
12 8,000 1,400 2,800 500 4,000 720 4,000 720 2,400 470 3,200 580 4,800 860
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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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