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Unequal Leads Coated Solid Carbide Square Endmills For Aluminum Plunge Milling(3-flute)
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OB DHERETCKY . ZAAND TSI MIH alkE @®Unique cutting edge design enables plunge cutting in the Z direction
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@®Unequal leads reduce cutting resistance and chatter during machining

Ot EDHLMEN RF @Cutting swarf removal is excellent
OSENMITPEYHICHII @®Ideal for high-speed and heavy-duty machining
AL mm
i D ‘ m e ‘ 2(2.5D) ‘ d

IC3ZAL-4.0XS4 4 0.03 10 2.5 50 4 2
IC3ZAL-4.0XS6 4 0.03 10 2.5 50 6 1
IC3ZAL-6.0 6 0.04 15 3 50 6 2
IC3ZAL-8.0 8 0.04 20 4 60 8 2
IC3ZAL-10.0 10 0.04 25 4.5 75 10 2
IC3ZAL-12.0 12 0.04 30 5 75 12 2
IC3ZAL-16.0 16 0.04 40 5 100 16 2
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WIEEEIRMR (FUIT ae=1D ap=1D) Recommended cutting conditions (Drilling ae=1D ap=1D)
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Work Cu-MgX A2014 Si%k A4032 MgZ A5052 Mg-SiZk A6061 Zn-Mg% A7075 AC, ADC
n(min-') [F(mm/min)| n(min-') [F(mm/min)| n(min-') |F(mm/min)| n(min-') [F(mm/min)
11,730 350 13,800 410 13,800 410 11,040 330
6 7,900 310 9,300 370 9,300 370 7,440 300 8,370 340 11,160 450
8 5,950 180 7,000 210 7,000 210 5,600 170 6,300 190 8,400 250
10 4,760 190 5,600 220 5,600 220 4,480 180 5,040 200 6,720 270
12 3,910 160 4,600 180 4,600 180 3,680 150 4,140 170 5,520 220
16 2,980 120 3,500 140 3,500 140 2,800 110 3,150 130 4,200 170

WIZEJHIR{R (BT ae=1D ap=1D) Recommended cutting conditions (Slotting ae=1D ap=1D)
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Work Cu-Mg A2014 Si% A4032 Mg% A5052 Mg-SiZ% A6061 Zn-Mg% A7075 AC, ADC
CEGH | EWERE CECH | EWRE
n(min-') [F(mm/min) i i
11,730 700 13,800 1,240 , , 11,040 990 12,420
6 7,900 950 9,300 1,100 9,300 1,100 7,440 740 8,370 830 11,160 1,330
8 5,950 710 7,000 840 7,000 840 5,600 670 6,300 760 8,400 1,000
10 4,760 670 5,600 780 5,600 780 4,480 630 5,040 700 6,720 940
12 3,910 700 4,600 830 4,600 830 3,680 660 4,140 750 5,520 990
16 2,980 630 3,500 740 3,500 740 2,800 590 3,150 660 4,200 880

WiZHLTHIRER (RIEhTae=0.3D ap=1.5D) Recommended cutting conditions (Side cutting ae=0.3D ap=1.5D)

44 ZIL=E ZIL=5E ZIL=E ZIL=E 7 L= E=H
Work Cu-MgX A2014 Si%k A4032 MgZ A5052 Mg-SiZk A6061 Zn-Mg% A7075 .
CIEREY | XWIRE OERE | EURE OERE | XWRE
n(min-") [F(mm/min)| n(min-') [F(mm/min)| n(min-") |F(mm/min)| n(min-") [F(mm/min)
11,730 1,170 13,800 1,380 13,800 1,380 11,040 1,100 12,420 1,240 , ,
6 7,900 950 9,300 1,110 9,300 1,110 7,440 890 8,370 1,000 11,160 1,340
8 5,950 890 7,000 1,050 7,000 1,050 5,600 840 6,300 950 8,400 1,260
10 4,760 710 5,600 840 5,600 840 4,480 670 5,040 760 6,720 1,000
12 3,910 700 4,600 830 4,600 830 3,680 660 4,140 750 5,520 990
16 2,980 630 3,500 740 3,500 740 2,800 590 3,150 660 4,200 880
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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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Video is here !



