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Coated Solid Carbide Square Endmills (4Flutes)
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@High cost effectiveness is realized.
@Ability to process a range of materials from alloyed steel to soft iron.

@®Durable due to TiALM coating.
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IC455V-1.0 a"l".'_.dSS"-l"P 1.0 1 3 40 | 4 1 IC455V-0.0 AC455VP-9.0 25 | 75 1 10 1
IC455V-2.0 /IC455VP-2.0 2 6 | 40 | 4 1 IC455V-10.0/1C455VP10.0 | 10 | 258 | 75 | 10 ] 2
IC455V-3.0 /IC455VP-3.0 3 8 |50 ] & 1 IC455V-11.0 /1C455VP-11.0 | 11 | 30 | 75 | 12 1
IC455V-4.0 /IC455VP-4.0 4 10 | 50] 6 1 ICASSV-12.0/1C455VP12.0 | 12 | 30 | 75 |12 ] 2
IC455V-5.0 /IC455VP-5.0 3 13 |50 1] 6 1 IC455V-16.0/IC455VP-160 | 16 | 32 |100| 16 | 2
IC455V-6.0 /1IC455VP-6.0 6 15 |50 ] & 2 1C455V-20.0 /1C455VP-20.0 | 20 | 38 |100 | 20 | 2
IC455V-7.0 /IC455VP-7.0 7 |20 | 60| 8 1 IC455V-25.0 /1C455VP-25.0 | 25 | 45 | 110 | 25 2
IC455V-8.0 /IC455VP-8.0 8 | 20 |60 ] 8 2 B 1C455V-30.0/1C455VP-30.0 | 30 [ 55 | 130 ) 32 1
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Recommended cut‘t:ng conditions (Slotting)
L

SER/ATF LA
SCMISUISI04[HRC35-40)

Woark 5541 /545C {HRC40-45)
i R =] iR
Fi{rmm./min} nimin-1} Fi{rmm./min}

1 18,000 L] 5,000 200 12,500 180 9,800 130

] 11,500 320 0,000 230 7. 300 190 5,000 140

3 B.500 340 7400 240 5,200 190 4,000 180

4 6,400 360 5,600 270 4,000 240 3,200 210

5 5 /00 450 4,500 370 3500 300 E'EUU 250

& 4,200 450 2,700 330 2000 300 2,500 270

7 3,700 440 3,250 305 2600 285 2,250 255

B 3,300 FE] 2,800 280 3900 270 2,000 240

49 2,850 425 2,500 280 2100 270 1,200 240

[i] 2,500 420 2,200 280 2,000 270 A00 240

1 2350 420 2,100 280 200 270 LB50 240

2 2,200 420 2,000 280 800 270 500 240
16 B00 420 &00 285 A00 275 iN] 240
20 1,200 420 000 285 950 275 600 240
25 960 360 8OO 240 760 230 480 200
30 B00 340 670 200 540 190 400 180

ap<1.50 HASIRNTIEN a20<0030 apziD

Wi ERE {ﬂfﬁmIae{t} 1D} Recommended cutting conditions (Side cutting aef.D 1D}
! ! i

Tharmal refining steets

2 ; : )
3 8,500 520 7,400 330 5,200 240 4,000 210
q 6,400 540 5,600 345 4,000 300 3,200 775
5 5,700 &40 4,500 420 3,500 370 3,000 330
B 4,200 540 3,700 360 3,000 370 2,500 310
7 3700 595 3,950 360 2,600 340 2,250 305
g 2,200 550 2,800 360 2,200 310 2.000 300
] 2,850 545 2,500 353 2,100 305 500 285
i} 2,500 5ap 2,700 345 2,000 300 B0 270
11 2,350 540 2,100 345 1,500 290 650 270
12 2,200 540 2,000 345 1,800 280 1,500 270
16 1,600 540 1,600 340 1,400 280 1,000 270
20 1,200 540 1,000 340 950 280 800 270
25 960 460 800 290 760 240 480 230
30 800 440 670 240 &40 200 400 210
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Thease conditions &re for genaral guidanca. Theredor they are subject to charge to the situation of the maching used, 1he tool hold rgidity, culting oil, et
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