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For High Hardness Steel, Coated Solid Carbide Ball Endmills (2-flute)
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O\ ERS Z R o foB A AT FBRESHI—T 4T T @High hardness material can be processed due to special coating
SEEMOHEIIT and super micro-grain alloy which is excellent wear resistant.
OIFtEVMNIYIHIDRAICKIEHEEENLRENRENICE L @Roughness and edge strength are improved due to eccentric edge type.
@SR TDERICHIIN @High-speed machine is available. 84 - mm
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Item Code
IC2RBV-0.5R 0.5 1 2 50 4 1
IC2RBV-1R 1 2 4 50 4 1
IC2RBV-1.5R 1.5 3 6 75 6 1
IC2RBV-2R 2 4 8 75 6 1
IC2RBV-3R 3 6 12 75 6 2
IC2RBV-4R 4 8 16 100 8 2
IC2RBV-5R 5 10 20 100 10 2
IC2RBV-6R 6 12 24 100 12 2
IC2RBV-8R 8 16 32 150 16 2
IC2RBV-10R 10 20 40 150 20 2
WZEPHIRGR (INTHERAa=15") Recommended cutting conditions
A S/ TEH/FUN—RVi HAN AN
Work SCM/SKD61/SKD11/NAKE (HRC=45) SKD61/5KD11/STAVAXEE (45~55HRC) SKD61/5KH/SK5% (55~62HRC)
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F(mm/min) F(mm/min)

1 70,000 3,000 =0. =0. 46,600 1,700 = =0.

2 40,000 3.000 =04 =0.10 26,600 1,700 =04 =0.10 10,400 670 =0.2 =0.05
3 30,000 3,000 =0.6 =0.15 20,000 1,700 =0.6 =0.15 8,000 670 =0.3 =0.075
4 25,000 3.000 =0.8 =0.20 17.000 1,700 =0.8 =0.20 6,400 640 =04 =0.10
6 20,000 3,000 =1.2 =0.30 13,000 1,700 =1.2 =0.30 4,200 530 =0.6 =0.15
8 15,000 3.000 =1.6 =0.40 10.000 1,700 =1.6 =0.40 3.200 540 =0.8 =0.20
10 12,000 2,900 =20 =0.50 8,000 1,600 =2.0 =0.50 2,500 510 =1.0 =0.25
12 10,000 2,500 =24 =0.60 6,600 1,400 =24 =0.50 2,100 440 =1.2 =0.30
16 7,500 1,900 =3.2 =0.80 4,950 1,000 =3.2 =0.50 1,550 310 =1.6 =0.30
20 6.000 1,700 =4.0 =1.00 3.960 800 =4.0 =0.50 1.250 250 =20 =0.30

WIEEEISRER ITHERIAa>15) Recommended cutting conditions

A4 S/ TEWR/ IU/N\—RVH PEANSH HRANE
Work SCM/SKD61/SKD11/NAKEZ (HRC=45) SKD61/SKD11/STAVAXEE (45~55HRC) SKD61/SKH/SKS&& (55~62HRC)
D IR RE K IRE

F(mm/min) F(mm/min) n(min-") | F(mm/min)

1 53,000 3,000 =0. =0.05 35,000 1,700 =0.2 =0.05 12,600 350 =0.

2 30,000 3,000 =04 =0.10 20,000 1,700 =04 =0.10 7,300 350 =0.2 =0.05
3 23,000 1,700 =0.6 =0.15 15,000 1,000 =0.6 =0.15 5.600 350 =0.3 =0.075
4 20,000 1,700 =0.8 =0.20 13,000 1,000 =0.8 =0.20 4,500 340 =04 =0.10
6 15,000 1,700 =1.2 =0.30 10,000 1,000 =1.2 =0.30 2,900 270 =0.6 =0.15
8 11,000 1,700 =1.6 =0.40 7,500 1,000 =1.6 =0.40 2,200 280 =0.8 =0.20
10 9,000 1,600 =2.0 =0.50 6,000 900 =2.0 =0.50 1,800 270 =1.0 =0.25
12 7,500 1,400 =24 =0.60 5,000 800 =24 =0.50 1,500 230 =1.2 =0.30
16 5.600 1,120 =3.2 =0.80 3.750 600 =3.2 =0.50 1,120 180 =1.6 =0.30
20 4,500 900 =4.0 =1.00 3.000 480 =4.0 =0.50 900 140 =20 =0.30
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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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The eccentric blade type has a convex R-shaped flank on the outer periphery, and has a large clearance and high blade edge strength.
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H | (5541,545C) | (SKD,NAK101) Hardened Steels| Hard material
| HRC=30 HRC30~35 HRC35~45 HRC45~55 HRC55~62
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