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Coated HSS Square Endmills (2-flute)
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OEFIIANNT#—T Y A &EEE! @High cost effectiveness is realized!

O I1—F 4 VT (CK EICRENIATTHE, @High speed cutting is possible with S3 coating.

O I1—F VT (Ck EICTEHEMNKIEUP! @Durable due to S3 coating! B4 mm
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Item Code Item Code

IHEM2S-5-2.0 2 7 50 6 1 IHEM2S-5-17.0 17 40 105 20 2
IHEM2S-5-3.0 3 9 50 6 1 IHEM2S-5-18.0 18 40 105 20 2
IHEM25-5-4.0 4 12 60 8 1 IHEM25-5-19.0 19 45 110 20 2
IHEM2S-5-5.0 5 15 60 8 1 IHEM25-5-20.0 20 45 110 20 2
IHEM25-5-6.0 6 15 60 8 1 IHEM25-5-21.0 21 45 110 20 1
IHEM2S5-5-7.0 7 20 65 10 2 IHEM2S-5-22.0 22 45 110 20 1
IHEM2S-5-8.0 8 20 65 10 2 IHEM2S-5-23.0 23 50 120 25 1
IHEM2S5-5-9.0 © 25 75 10 2 IHEM2S-5-24.0 24 50 120 25 1
IHEM2S-5-10.0 10 25 75 10 2 IHEM2S-5-25.0 25 50 120 25 1
IHEM2S-5-11.0 11 30 80 12 2 IHEM2S-5-26.0 26 50 120 25 1
IHEM2S-5-12.0 12 30 80 12 2 IHEM2S-5-27.0 27 55 125 25 1
IHEM25-5-13.0 13 35 90 12 2 IHEM25-5-28.0 28 55 125 25 1
IHEM2S-5-14.0 14 35 90 16 2 IHEM25-5-29.0 29 55 125 25 1
IHEM2S-5-15.0 15 40 95 16 2 IHEM2S-5-30.0 30 55 125 25 1
IHEM2S-5-16.0 16 40 95 16 2

WIZHEHIRER (Bl Tae=1D ap<0.5D) Recommended cutting conditions (Slotting ae=1D ap<0.5D)
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Tool Steels Alloy Steels
Pre-hardened Steels Stainless Steels
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Work [Mild Steels-Carbon Steels Cast Iron Aluminium Alloys

D n(n/min) | F(mm/min) | n(n/min) | F(mm/min) | n(n/min) | F(mm/min) | n(n/min) | F(mm/min) | n(n/min) | F(mm/min)
2 5,000 50 3,900 30 2,700 15 8,240 75 14,400 240
3 4,200 60 2,700 30 2,030 25 5,490 75 12,300 285
4 3,300 75 2,100 30 1,650 25 4,130 90 8,700 300
5 2,400 90 1,650 45 1,200 30 3,300 120 7,350 345
6 2,100 105 1,350 45 1,050 30 2,750 135 3,000 345
8 1,500 105 1,050 60 830 45 2,060 135 4,500 345
10 1,200 105 750 60 680 60 1,650 135 3,450 345
12 1,050 120 600 60 530 60 1,380 150 2,850 345
16 750 135 530 75 380 60 1,040 180 2,180 390
20 600 135 450 75 330 60 830 180 1,730 390
25 520 135 380 75 300 60 660 180 1,400 375
30 450 120 300 60 230 45 560 150 1,160 360
WiZEEHISER (BIENLae<0.1D ap<1.5D) Recommended cutting conditions (Side cutting ae<0.1D ap<1.5D)
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Work |Mild Steels-Carbon Steels| 5 -t qah e cteels Stainless Steels Cast Iron Aluminium Alloys
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D n(n/min) | F(mm/min) | n(n/min) | F(mm/min) | n(n/min) | F(mm/min) | n(n/min) | F(mm/min) | n(n/min) | F(mm/min)
2 7,500 45 6,440 30 4,860 8,400 75 23,700

3 5,000 60 4,290 45 3,240 30 5,600 75 15,810 360
4 3,750 90 3,230 45 2,640 30 4,200 90 11,850 405
5 3,000 105 2,580 60 1,920 45 3,360 120 9,480 435
6 2,500 120 2,150 60 1,680 45 2,810 135 7,910 450
8 1,880 135 1,610 90 1,320 60 2,100 135 5,930 450
10 1,500 135 1,290 90 1,080 90 1,680 135 4,740 465
12 1,250 135 1,080 105 840 90 1,400 150 3,540 465
16 930 165 810 120 600 90 1,050 180 2,970 525
20 750 165 650 105 530 90 590 180 2,370 525
25 600 150 510 105 480 90 680 180 1,920 525
30 500 135 440 75 360 60 390 150 1,580 510
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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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Aluminium Alloys

Aloy Steels | prahardened Steels | Stainless Steels Cast Iron Hardened Steels

Carbon Steels Tool Steels HRC<35 HRC=35




