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Icon @THECUTMILL (endmill) «Drill-Chamfering Cutter Coating Type

JI—F« V0 BUOM | -T2V I R/BENFFENRA VM ESER (H) (Y )AvhbIIL(RE)-
Coating designation| Coating Type | Features/ability/characteristics/hardness guide(Hv) | THECUTMILL’ (endmill) ltem /
v Vi TIAON TR EEEEME . TRE(E M. 2900 (Hv) :Eigal/,:gigél\z/lrégﬁ/\%\\//.|C4SSV.|C4SSVP
1 ; e . . ,
Wear resistance, Oxidation resistance,2900(Hv) | p\pE.\/ C-BAVIC-\/ C-CRC-
; T EEFEME . #8E) 14, 2700
\¥ TiCN TC-SSD-V
\,2 ! Wear resistance,Sliding property,2700
M EEFEME  MERM 1. 24, 3500
\V AR TiSiN Wear resistance,Oxidation resistance, | |C4HST.IC2BHT
Heat-resistance,3500
; T EEFE M T EE{L 4. 3000 IC2BEL.IC4EAV
\k Ve ALTIN Wear resistance,Oxidation resistance,3000 ’

Wear resistance,Oxidation resistance,2900

i EEFE I T ERM L 14 TG4, 3500
S, s TIAGN+ARCIN | Wear resistance,Oxidation resistance, | IC4DMC,ICADMCL,ICE6HXE

Seizure resistance,3500

MHEEFE M, MR, MiZAME, 1BEh1E, 3500~3700
S, s2 TiAQN+0(Z—/1—AH) | Wear resistance,Corrosion resistance, ICSHSVR,IC3MBS,ICSMBS

Heat-resistance,Sliding property,3500~3700
i EEFE I, T ERM L 14 T4, 3200

S, s3 ARCrN Wear resistance,Oxidation resistance, | ICAMRS,IHEMZ5-5
Heat-resistance,3200
_ it EEFE M THER L. () =UREERE. 3800
S 4| S4 AQTiXN Wear resistance,Oxidation resistance, IC2RBV

(Resistance) High temperature hardness,,3800

G|l G TiN MEEFELE. B&E1E 2200 TC-TTD-G,TCC-G,CSQ-G
Wear resistance,Welding resistance, 2200

T coxzeTRIDEDIF. (V) AV TESIEE A
01 The product represented by this color text are not THECUTMILL.
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4§ K Feature
OFEIIAN YT —Y Y A BRI

@High cost effectiveness is realized.

OEMHSEEME TORELEWNT—I DIITHTIEE

@ADbility to process a range of materials from alloyed steel to soft iron.

Bz mm
e

Eﬁeﬁ Code D d

IC255-3.0 3 8 45 6 1
IC255-4.0 4 11 45 6 1
IC255-5.0 5 13 50 6 1
IC255-6.0 6 13 50 6 7
1C255-8.0 8 19 60 8 2
1C255-10.0 10 ) 70 10 7
1C255-12.0 12 26 75 12 2
1C255-20.0 20 38 100 20 7

1RHIA

WIREYJEIRER (BilTae=1D)

tEis A/ R

TEfE/FUN—R Vi

Recommended cutting conditions (Slotting)

Sizil/ AT > L A

¥#D<3.0 ap<0.15D
¥#D>3.0 ap<0.25D

SIS  ap=0.02D

Hardened Steels ap=0.05D

SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) (HRC40-45)
X RE XV RE KR X RE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)

3 s . ,

4 3,840 145 3,360 110 2,400 95 1,920 85
5 3,420 180 2,700 150 2,100 120 1,800 110
6 2,520 180 2,220 135 1,800 120 1,500 110
8 1,920 175 1,680 115 1,320 110 1,200 95
10 1,500 170 1,320 115 1,200 110 1,080 95
12 1,320 170 1,200 115 1,080 110 900 95
20 720 175 600 120 570 115 360 ©)5

WiSHETEISRMR (BIENTae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D)

¥%ap<0.15D  WHIUBEHEMIE ap<1D

Hardened Steels ae<0.02D

A 1& S/ R TESH/TUN—R U e/ A7V LA b
SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
R IRE R IRE RV IRE RIRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)

3 5,100 210 4,440 135 3,120 95 2,400 85
4 3,840 215 3,360 140 2,400 120 1,920 110
5 3,420 260 2,700 170 2,100 150 1,800 130
6 2,520 260 2,220 145 1,800 150 1,500 125
8 1,920 230 1,680 145 1,320 125 1,200 120
10 1,500 215 1,320 140 1,200 120 1,080 110
12 1,320 215 1,200 140 1,080 115 900 110
20 720 210 600 130 570 115 360 110

NATHIE A HETHER TTMEASN BN, Fvo 7 DRI RTHRSEDORTICL - TEBRLET,
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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Coated Solid Carbide Square Endmills (2Flutes)

fez o] T3

FERE (D Tolerance)
1=D=3(0~-0.02).D=4(0~—0.03)

OEBFINIRNN T+ =YV A=ZEH @High cost effectiveness is realized.
OEMHSEERMETORELENT—IDIITHTIHE @Ability to process a range of materials from alloyed steel to soft iron.
OTIANI—hTHmmUP @Durable due to TiAN coating.

B mm

Bmad— R d Emd— R
Iltem Code ltem Code
IC255V-1.0 1 2.5 40 4 1 IC255V-8.0 8 19 60 8 2
IC2SSV-1.5 1.5 4 50 4 1 IC255V-8.5 8.5 22 75 10 1
IC255V-2.0 2 6 40 4 1 IC255V-9.0 9 22 70 10 1
IC255V-2.5 2.5 6.5 50 6 1 IC255V-10.0 10 22 70 10 2
IC255V-3.0 3 8 45 6 1 IC2S5V-11.0 11 26 75 12 1
IC25SV-3.5 3.5 9 50 6 1 IC255V-12.0 12 26 75 12 2
IC255V-4.0 4 11 45 6 1 IC255V-13.0 13 33 100 16 1
IC255V-4.5 4.5 11 50 6 1 IC255V-14.0 14 35 100 16 1
IC255V-5.0 5 13 50 6 1 IC255V-15.0 15 38 100 16 1
IC2SSV-5.5 5.5 14 50 6 1 IC255V-16.0 16 32 100 16 2
IC255V-6.0 6 13 50 6 2 IC255V-20.0 20 38 100 20 2
IC255V-6.5 6.5 16 60 8 1 IC255V-25.0 25 45 110 25 2
IC255V-7.0 7 19 60 8 1 IC255V-30.0 30 55 130 32 1
#D<3.0 ap<0.15D Y EHUBHENMTE ap=<0.02D
WEEEISER (BlTae=1D) Recommended cutting conditions (Slotting) #%D>3.0 ap<0.25D  Hardened Steels ap=0.05D
) IS FEN/ e R TES/TUN—RVH asi#l/ A7 U A IR
Work SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
D L XY EE : XYERE N KR L pedtd:s
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
1 18,000 220 15,000 100 12,500 80 9,800 50
2 11,500 220 10,000 130 7,300 80 6,000 60
3 8,500 230 7,400 160 5,200 125 4,000 100
4 6,400 240 5,600 180 4,000 160 3,200 140
5 5,700 300 4,500 250 3,500 200 3,000 180
6 4,200 300 3,700 220 3,000 200 2,500 180
8 3,200 290 2,800 190 2,200 180 2,000 160
10 2,500 280 2,200 190 2,000 180 1,800 160
12 2,200 280 2,000 190 1,800 180 1,500 160
16 1,800 285 1,600 195 1,400 185 1,000 160
20 1,200 285 1,000 195 950 185 600 160
30 800 200 670 140 640 130 400 120
Yrap<1.5D *#HBMITE ae<0.02D ap=1D
WEEHIZ4R (EIENTae<0.1D) Recommended cutting conditions(Side cutting ae<0.1D) Thermal refining steels
18IS FSH/ R 2= TEM/FUN—RVH asifl/ ATV UM IR E
SS541/S45C(HRC30LAT) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
EWIRE DCIERE R IRE EL7 5 R RE L R IRE
F(mm/min) n(min-1) F(mm/min) n(min-1) F(mm/min) i F(mm/min)
1 18,000 280 15,000 170 12,500 130 9,800 80
2 11,500 300 10,000 200 7,300 150 6,000 100
3 8,500 350 7,400 220 5,200 160 4,000 140
4 6,400 360 5,600 230 4,000 200 3,200 185
5 5,700 430 4,500 280 3,500 250 3,000 220
6 4,200 430 3,700 240 3,000 250 2,500 210
8 3,200 380 2,800 240 2,200 210 2,000 200
10 2,500 360 2,200 230 2,000 200 1,800 180
12 2,200 360 2,000 230 1,800 190 1,500 180
16 1,800 350 1,600 220 1,400 190 1,000 180
20 1,200 350 1,000 220 950 190 600 180
30 800 250 670 160 640 150 400 140

NETHIRMAIEHETHELR TTAEHINBEIR. F+ o 7 ORIMEPTEBEEDRRICE>TEBRLET .
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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1=D=3(0~—0.02).Dz4(0~—0.03)

% KR Feature

OERINIRMNNT+—I Y A%ZEIR @High cost effectiveness is realized.
OLEMHSEEMETODRLNT—TI DIITHTIEE @Ability to process a range of materials from alloyed steel to soft iron.
OTIACNI—h~THEUP @®Durable due to TiARN coating.
EAL D mm
mmd— R d mmd— R
Item Code Item Code
IC2SSVP-1.0 1 2.5 40 4 1 IC2SSVP-9.0 9 22 70 10 1
IC255VP-2.0 2 6 40 4 1 IC2SSVP-10.0 10 22 70 10 2
IC255VP-3.0 3 8 45 6 1 IC2SSVP-11.0 11 26 75 12 1
IC255VP-4.0 4 11 45 6 1 IC2SSVP-12.0 12 26 75 12 2
IC2SSVP-5.0 5 13 50 6 1 IC2SSVP-16.0 16 32 100 16 2
IC255VP-6.0 6 13 50 6 2 IC255VP-20.0 20 38 100 20 2
IC2SSVP-7.0 7 19 60 8 1 IC2SSVP-25.0 25 45 110 25 2
IC2SSVP-8.0 8 19 60 8 2 IC2S5VP-30.0 30 55 130 32 1
%D<3.0 ap<0.15D WHEMMESHENTIE ap=0.02D
WiZEHIRMER (BI1Tae=1D) Recommended cutting conditions (Slotting) #D>3.0 ap<0.25D  Hardened Steels ap=0.05D
R 1215 RSN/ Rt TEE/TUN—RU8H SR8/ 25V LA SIS
Work SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
D X IRE 5 XWIRE i KRR K RE
i F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
1 18.000 220 15,000 100 12,500 80 9,800 50
2 11.500 220 10,000 130 7,300 80 6,000 60
3 8.500 230 7,400 160 5,200 125 4,000 100
4 6,400 240 5,600 180 4,000 160 3,200 140
5 5,700 300 4,500 250 3,500 200 3.000 180
6 4,200 300 3,700 220 3.000 200 2,500 180
8 3.200 290 2,800 190 2,200 180 2,000 160
10 2,500 280 2,200 190 2,000 180 1,800 160
12 2,200 280 2,000 190 1,800 180 1,500 160
16 1,800 285 1,600 195 1,400 185 1,000 160
20 1,200 285 1,000 195 950 185 600 160
30 800 200 670 140 640 130 400 120
Yrap<1.5D S EHEM@INTEF ae<0.02D ap=1D
WiZE)EIRMR (RIENTae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D) Thermal refining steels
HEl YIS F/ Rl TEMR/FUN—RVR G/ AT > b Al HANTEG
Work S541/S45C(HRC30LAF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
X IRE 5 XYIRE i K REE K EE
F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
1 18.000 280 15,000 170 12,500 130 9,800 80
2 11.500 300 10,000 200 7,300 150 6,000 100
3 8.500 350 7,400 220 5,200 160 4,000 140
4 6,400 360 5,600 230 4,000 200 3.200 185
5 5,700 430 4,500 280 3,500 250 3,000 220
6 4,200 430 3.700 240 3.000 250 2,500 210
8 3.200 380 2,800 240 2,200 210 2,000 200
10 2,500 360 2,200 230 2,000 200 1,800 180
12 2,200 360 2,000 230 1,800 190 1,500 180
16 1.800 350 1,600 220 1,400 190 1.000 180
20 1,200 350 1,000 220 950 190 600 180
30 800 250 670 160 640 150 400 140

YRR AR BHETHER T SEHINBHEIR, F+ o7 DRI PYEIAEDR RIS > TEBRLET,
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.

@ENT OFIEm/MT
2 IS/ | TER/TUN-FVE | SR/AT VUM EBOIERE =y
(SS41. 545C) |(SKD. NAK101) [(SCM. S 4) |Hardened Steels| Hard material
Iap Iap HRC30AF HRC30~35 HRC35~40 HRC40~45 HRC45~55
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@High cost effectiveness is realized.
@ADbility to process a range of materials from alloyed steel to soft iron.
@Durable due to TIAN coating.

BT : mm
o | o | . | o | g
IC2SLV-3.0 3 12 60 6 1
IC25SLV-4.0 4 16 60 6 1
IC2SLV-5.0 5 20 60 6 1
IC2SLV-6.0 6 24 60 6 2
IC2SLV-8.0 8 32 75 8 2
IC2SLV-10.0 10 40 100 10 2
IC2SLV-12.0 12 48 100 12 2
IC2SLV-16.0 16 64 150 16 2
IC25LV-20.0 20 80 150 20 2
WZEEHEIZRGR (RIENTae<0.05D) Recommended cutting conditions (Side cutting ae<0.05D) Yrap<2.5D

) 1= S/ PR TES/UN—R S/ 27> L A ZAONTES

Work 5541/545C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
3 3,200 90 2,800 60 2,000 40 1,500 50
4 2,400 100 2,100 60 1,500 50 1,200 65
5 2,200 110 1,700 70 1,300 60 1,150 75
6 1,600 110 1,400 65 1,150 70 950 70
8 1,200 100 1,050 65 850 60 750 70
10 1,000 90 850 60 750 50 700 65
12 850 90 750 60 700 50 600 60
16 640 80 560 B5| 530 45 450 55
20 500 80 450 55 420 45 360 55

MYMHIRFEHETHRR TT AEHSN B, Fv o7 OBIMEPTIERZEDRIRIC L > TEEELET,
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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FERE (D Tolerance)
1=D=3(0~—0.02).Dz4(0~-0.03)

¥ E Feature

@EEIMIARNNT+—Y Y A%=ERIR @High cost effectiveness is realized.
QLM NS EEME TDRLNT—TDIITH I EE @Ability to process a range of materials from alloyed steel to soft iron.
OTIAGNI—h~THdaUP @®Durable due to TiACN coating.

B mm

mmd— R

mmd— R

Item Code 2 d Item Code
IC4S5V-1.0 3 40 4 1 IC4S5V-8.0 20 60
IC4SSV-1.5 1.5 4 50 4 1 |C4SSV-8.5 8.5 22 75 10 1
IC4S5V-2.0 2 6 40 4 1 IC4S5V-9.0 9 25 75 10 1
IC4SSV-2.5 2.5 6.5 50 6 1 IC4SSV-10.0 10 25 75 10 2
IC4S5V-3.0 3 8 50 6 1 IC4S5V-11.0 11 30 75 12 1
IC4SSV-3.5 3.5 9 50 6 1 IC4SSV-12.0 12 30 75 12 2
IC4S5V-4.0 4 10 50 6 1 IC4S5V-13.0 13 33 100 16 1
IC4SSV-4.5 4.5 11 50 6 1 |C4SSV-14.0 14 35 100 16 1
IC455V-5.0 5 13 50 6 1 IC4S55V-15.0 15 38 100 16 1
IC4SSV-5.5 5.5 14 50 6 1 IC4SSV-16.0 16 32 100 16 2
IC455V-6.0 6 15 50 6 2 IC455V-20.0 20 38 100 20 2
IC4SSV-6.5 6.5 16 60 8 1 IC4SSV-25.0 25 45 110 25 2
IC455V-7.0 7 20 60 8 1 IC455V-30.0 30 55 | 130 | 32 1
#D<3.0 ap<0.15D AEUESEENTER ap=0.02D
WEEIHIRGR (BhlTae=1D) Recommended cutting conditions (Slotting) #D>3.0 ap<0.25D  Hardened Steels ap=0.05D
1HEIA 3z e TEH/FUN—R asifl/ A7V LA b= B L
Work SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
EWIRE L RV IRE L R IRE EWIRE
F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
1 18,000 300 15,000 200 12,500 9,800 130
2 11,500 320 10,000 230 7,300 190 6,000 140
3 8,500 340 7,400 240 5,200 190 4,000 180
4 6,400 360 5,600 270 4,000 240 3,200 210
5 5,700 450 4,500 370 3,500 300 3,000 270
6 4,200 450 3,700 330 3,000 300 2,500 270
8 3,200 430 2,800 280 2,200 270 2,000 240
10 2,500 420 2,200 280 2,000 270 1,800 240
12 2,200 420 2,000 280 1,800 270 1,500 240
16 1,800 420 1,600 285 1,400 275 1,000 240
20 1,200 420 1,000 285 950 275 600 240
30 800 340 670 200 640 190 400 180
Yrap<1.5D HRAEMITH ae<0.02D ap=1D
WSS ER (BIENTae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D) Thermal refining steels
A 18E RS/ R TEH/FUN— RV SR/ 25> LA IS 2
Work SS41/S45C(HRC30UF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
DCIEREY EWIRE L R RE L R IRE CI#5EY EWIRE
n(min-1) F(mm/min) i F(mm/min) i F(mm/min) n(min-1) F(mm/min)
1 18,000 480 15,000 300 12,500 200 9,800 180
2 11,500 500 10,000 310 7,300 220 6,000 200
3 8,500 520 7,400 330 5,200 240 4,000 210
4 6,400 540 5,600 345 4,000 300 3,200 275
5 5,700 640 4,500 420 3,500 370 3,000 330
6 4,200 640 3,700 360 3,000 370 2,500 310
8 3,200 550 2,800 360 2,200 310 2,000 300
10 2,500 540 2,200 345 2,000 300 1,800 270
12 2,200 540 2,000 345 1,800 280 1,500 270
16 1,800 540 1,600 340 1,400 280 1,000 270
20 1,200 540 1,000 340 950 280 600 270
30 800 440 670 240 640 200 400 210

MENHIRM R HCETHER TTSEHINDEIR., F+o 7 DRI PYIEIEZEORRICE>TERRLET
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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OEEIMIRNNT A=YV RA%=EIR @High cost effectiveness is realized.
@M SEERME TOBEWVT—TDIITHTIEE @Ability to process a range of materials from alloyed steel to soft iron.
OTIANI—h~THaUP @Durable due to TiA2N coating.

B mm

Ad— R

fd— R

Item Code 2 d Item Code
IC4SSVP-1.0 1 3 4 1 IC4S5S5VP-9.0 1
IC4SSVP-2.0 2 6 40 4 1 IC4SSVP-10.0 10 25 75 10 2
IC4SSVP-3.0 3 8 50 6 1 IC455VP-11.0 11 30 75 12 1
IC4SSVP-4.0 4 10 50 6 1 IC4SSVP-12.0 12 30 75 12 2
IC4SSVP-5.0 5 13 50 6 1 IC4SSVP-16.0 16 32 100 16 2
IC4SSVP-6.0 6 15 50 6 2 IC4SSVP-20.0 20 38 100 20 2
IC4SSVP-7.0 7 20 60 8 1 IC4S5S5VP-25.0 25 45 110 25 2
IC4SSVP-8.0 8 20 60 8 2 IC4SSVP-30.0 30 55 130 32 1

#D<3.0 ap<0.15D rZIUEFENTE ap=0.02D
WiZHEJHISR MR (BhlTae=1D) Recommended cutting conditions(Slotting) #D>3.0 ap<0.25D  Hardened Steels ap=0.05D

) 1Eis AR/ pesR TE#/FUN—R Vi S/ A7 VU A LB

Work SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
= IRE EVIRE i XV IRE =V IRE

F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
1 18,000 300 15,000 200 12,500 180 9,800 130
2 11,500 320 10,000 230 7,300 190 6,000 140
3 8,500 340 7,400 240 5,200 190 4,000 180
4 6,400 360 5,600 270 4,000 240 3,200 210
5 5,700 450 4,500 370 3,500 300 3,000 270
6 4,200 450 3,700 330 3,000 300 2,500 270
8 3,200 430 2,800 280 2,200 270 2,000 240
10 2,500 420 2,200 280 2,000 270 1,800 240
12 2,200 420 2,000 280 1,800 270 1,500 240
16 1,800 420 1,600 285 1,400 275 1,000 240
20 1,200 420 1,000 285 950 275 600 240
30 800 340 670 200 640 190 400 180

Yrap<1.5D < HABEMMNTE ae<0.02D ap=1D
WSS ER (BIETae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D) Thermal refining steels

1HEI 1SR/ R TE#/FUN—R Vi S/ AT > L Al B

Work SS41/S45C(HRC30LATF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
(ELi ¢ IRV IRE E[T XWIRE E[Tr 5 XY IRE L AV RE
n(min-1) F(mm/min) n(min-1) F(mm/min) n(min-1) F(mm/min) i F(mm/min)

1 18,000 480 15,000 300 12,500 200 9,800

2 11,500 500 10,000 310 7,300 220 6,000 200

3 8,500 520 7,400 330 5,200 240 4,000 210

4 6,400 540 5,600 345 4,000 300 3,200 275

5 5,700 640 4,500 420 3,500 370 3,000 330

6 4,200 640 3,700 360 3,000 370 2,500 310

8 3,200 550 2,800 360 2,200 310 2,000 300
10 2,500 540 2,200 345 2,000 300 1,800 270
12 2,200 540 2,000 345 1,800 280 1,500 270
16 1,800 540 1,600 340 1,400 280 1,000 270
20 1,200 540 1,000 340 950 280 600 270
30 800 440 670 240 640 200 400 210

MTEIRMGEHETHOER TTERASNAHM. Fv o7 DRIMERTHEESDRRIC L TEBRLET
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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Coated Solid Carbide Square Endmills (4Flutes-Medium)
Fig1

0~
-0.03 2
L

0

o] BRSSO

-0.03 Vi

A

L

QA IRANNTA—Y Y ABERIR
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OTIACNI—~THaUP

@High cost effectiveness is realized.
@Ability to process a range of materials from alloyed steel to soft iron.
@Durable due to TIARN coating.

B4 mm
A I I T I
IC4SLV-3.0 3 12 50 6 1
IC4SLV-4.0 4 16 50 6 1
IC4SLV-5.0 5 20 60 6 1
IC4SLV-6.0 6 24 60 6 2
IC4SLV-8.0 8 32 75 8 2
IC4SLV-10.0 10 40 100 10 2
IC4SLV-12.0 12 48 100 12 2
IC4SLV-16.0 16 64 150 16 2
IC4SLV-20.0 20 80 150 20 2
WiZELNHIRMR (I TIae<0.05D) Recommended cutting conditions (Side cutting ae<0.05D) #rap<2.5D

) 1EIE RS/ R eRE TE8/UN— RV Saiil/ 27> LA

Work 5541/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40)
3 3,200 140 2,800 90 1,950 65 1,500 60
4 2,400 145 2,100 95 1,500 80 1,200 75
5 2,200 170 1,700 110 1,300 100 1,150 90
6 1,600 170 1,400 100 1,150 100 950 85
8 1,200 145 1,050 100 850 85 750 80
10 950 145 850 95 750 80 700 75
12 850 145 750 95 700 75 600 75
16 640 130 560 90 530 70 450 70
20 500 130 450 90 420 70 360 70

MHIRGFEHETHRER TT MEHSN B, Fv oY ORINEP YIEAZEDRRIC L > TEEELET,
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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Carbide Corner Radius Endmills (4Flutes)
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09

OEEIMIRANNT+— >V RA%=EIR @High cost effectiveness is realized.

O4EMHSEERME TOBEWVT—TDIILTHTIEE @Ability to process a range of materials from alloyed steel to soft iron.

@S31—hTHEGHUP @Durable due to S3 coating.

BAL D mm
e D ‘ R+0.025 ‘ d

ICAMRS-6X0.3R 6 0.3 6
IC4MRS-6X0.5R 6 0.5 13 50 6
ICAMRS-6X1.0R 6 1.0 13 50 6
IC4MRS-8X0.3R 8 0.3 19 60 8
ICAMRS-8X0.5R 8 0.5 19 60 8
IC4MRS-8X1.0R 8 1.0 19 60 8
ICAMRS-10X0.3R 10 0.3 22 70 10
IC4MRS-10X0.5R 10 0.5 22 70 10
ICAMRS-10X1.0R 10 1.0 22 70 10
IC4MRS-12X0.3R 12 0.3 26 75 12
ICAMRS-12X0.5R 12 0.5 26 75 12
IC4MRS-12X1.0R 12 1.0 26 75 12

WIEELTRIZRMR (Bl Tae=1D)
ol 1Eis A/ R TEH/FUN— RV &/ AT VLA e

Recommended cutting conditions (Slotting) Yrap<0.5D

Work SS41/S45C(HRC30LUTF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
EIRE R IRE R IRE R IRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
2,200 260 2,000 220 1,600 180
8 1,700 250 1,500 200 1,200 180 1,040 160
10 1,350 250 1,200 200 1,050 180 960 160
12 1,200 250 1,100 200 1,000 180 800 160
WiSEHIRER (BEITIae<0.05D) Recommended cutting conditions(Side cutting ae<0.05D) Yrap<1.5D
A 1EIS FSH/ e 2R TEH/TUN—RVHE S/ ATV U AH RS
Work SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) Hardened Steels(HRC40-45)
EIRE EWRE XV IRE = IRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 2,200 260 2,000 220 1,600 200 1,400 180
8 1,700 250 1,500 200 1,200 180 1,040 160
10 1,350 250 1,200 200 1,050 180 960 160
12 1,200 250 1,100 200 1,000 180 800 160

KYTEIR I HETHRER TTMER SN, F+ o7 DRIMEPYHIESE DR RICE > TEBILET,
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.

@EINT a6 @Am/T
b 2 . BEH
ap Hard material
HRC45~55
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Coated Solid Carbide Radius Endmills (5Flutes)

dhe

R o [ENS

=

S Feature

O EFE M S CENBUDRL,
BEUICKWEHRI—T« VT ZRA
O LMD SHEIM ETIRILVWII LR ZEER
OEH DI - RBOBEHFHI—T VT TRE=RXHTIHE

@\Wear and heat resistance are excellent, low cutting resistance
Special coating which is not easily adhered to is used.

@ADbility to process a range of materials from alloyed steel to
difficult-to-machine.

@High speed feed is possible due to innovative edge shape and
the strongest carbide coating.

EA7 D mm

(R D R+0.015 d
IC5HSVR-6X0.5R 6 17 6
IC5HSVR-6X1.0R 6 1 17 60 6
ICSHSVR-8X0.5R 8 05 22 80 8
IC5HSVR-8X1.0R 8 1 22 80 8
ICSHSVR-8X1.5R 8 1.5 22 80 8
IC5HSVR-10X0.5R 10 0.5 27 80 10
IC5HSVR-10X1.0R 10 1 27 80 10
IC5HSVR-10X1.5R 10 1.5 27 80 10
ICSHSVR-10X2.0R 10 2 27 80 10
IC5HSVR-12X0.5R 12 0.5 32 110 12
IC5HSVR-12X1.0R 12 1 32 110 12
IC5HSVR-12X1.5R 12 1.5 32 110 12
ICSHSVR-12X2.0R 12 2 32 110 12
IC5HSVR-16X1.0R 16 1 45 110 16
IC5HSVR-16X1.5R 16 1.5 45 110 16
IC5HSVR-16X2.0R 16 2 45 110 16

WZ#EJHIZREZR (RIFITae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D)

HREIA RS/ Sl FUN—RSH PEANSH PEANSH

st
(25~35HRC)

Work (180-250HB) (35~45HRC) (45~55HRC) (55~65HRC)
XV RE XV RE XV RE KRB X ERE
F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 16,000 6,700 13,800 5,000 13,300 4,800 6,400 2,300 5,300 1,900
8 12,000 7,200 10,300 4,330 9.950 4,180 4,800 2,000 4,000 1,680
10 9,550 6,300 8.300 4,000 8,000 3.840 3.800 1,800 3.200 1,500
12 8.000 5,760 6.900 4,140 6.600 3.900 3,200 1.920 2,650 1.590
16 6.000 4,680 5,200 3.750 5,000 3.600 2,400 1,730 2,000 1,440
gﬁ?{% ap=1.5D.ae=0.1~0.05D | ap=1.5D.ae=0.1~0.05D | ap=1.5D.ae=0.1~0.02D | ap=1.5D.ae=0.1~0.01D | ap=1.5D.ae=0.1~0.01D

MENHIRAFRBETHER T SEAINAER. F+ o7 ORIMECYIEIAZEORRICE > TEBHLET,
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.

@ RIENT

ae

F

=g
Hard material

HRC45~65
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Coated Solid Carbide High Helical Square Endmills(3Flutes)

e — e

4 E Feature

060’ I L THRIEEFIHIZ5RIR @Super-low-resistance cut is realized due to 60 degrees twist.
O &L VKRB (XIS @Ability to process a wide range of materials.

@S RERNMIATIRE @Highly efficient processing is possible.
Ot LEERYF @High-precision cut face.

BT mm

BRI K NRIE

Item Code D Tolerance of Dia d
IC3HSN-3.0 3 -0.014~-0.028 8 57 6
IC3HSN-4.0 4 -0.020~-0.038 11 57 6
IC3HSN-5.0 5 -0.020~-0.038 13 57 6
IC3HSN-6.0 6 -0.020~-0.038 13 57 6
IC3HSN-8.0 8 -0.025~-0.047 19 63 8
IC3HSN-10.0 10 -0.025~-0.047 22 72 10
IC3HSN-12.0 12 -0.032~-0.059 26 83 12

WiZHEYHEISRFR (BlTae=1D ap=0.5D) Recommended cutting conditions (Slotting)

HREI R/ BhEk/ Sati S/ TEM il SEEHE
S50C/FC250/SCM(HRC30UF) SKD61/SK/NAK SKD61(HRC45-55)
IRV RE [l KWIRE X L TRV RE
F(mm/min) i F(mm/min) i i i F(mm/min)

3 , , , ,

4 9,000 410 7,000 280 6,000 270 6,500 260
5 7,000 400 5,500 285 5,000 285 5,400 285
6 6,000 410 4,500 280 4,200 290 4,500 280
8 4,500 430 3,500 300 3,000 285 3,300 285
10 3,800 435 2,800 285 2,500 285 2,700 275
12 3,800 400 2,300 270 2,500 265 2,200 265

WZHHIR R (BIFETae<0.3D ap=<1.5D) Recommended cutting conditions(Side cutting ae<0.3D ap=1.5D)

REI RN/ Bk SRt o/ TEM AT LA SEERE
S50C/FC250/SCM(HRC30LF) SKD61/SK/NAK SUS304/5US316 SKD61(HRC45-55)
IRV IRE R IRE L R IRE L RV IRE
F(mm/min) in- F(mm/min) in- F(mm/min) i F(mm/min)

3 12,000 540 9,500 370 8,000 360 9,000

4 9,000 510 7,000 350 6,000 340 6,500 330
5 7,000 500 5,500 360 5,000 360 5,400 355
6 6,000 520 4,500 350 4,200 365 4,500 350
8 4,500 540 3,500 375 3,000 360 3,300 355
10 3,800 545 2,800 360 2,500 360 2,700 345
12 3,800 500 2,300 345 2,500 335 2,200 330

MAENHIRMIIBETHER TTMERSN AR, F+o 7 ORI CTEBEEDRRICE>TEBRLET .
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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Coated Solid Carbide High Helical Square Endmills(4Flutes)

—

SS 1

¥ E Feature

OSEEMIFFARI— MKW BN MEEREE - Mt Z 518 @Special coating offers excellent wear and heat resistance.
05 EMH SHEER (HRCS55UT) FTORAEWNWT—IIIIATIEE @Ability to process a range of materials from alloyed steel to
@4 H - I LAAS TR WHIBHMZEREL. (t LERF hardened steel (up to HRC55).

@4 flutes and 45 degrees corner twist provides low cutting
residence and a good cut face.

B4 mm
Item Code Tolerance of Dia
IC4AHST-3.0 3 0~-0.02 8 50 4
IC4AHST-4.0 4 0~-0.03 10 50 4
IC4HST-5.0 5 0~-0.02 13 50 6
IC4HST-6.0 6 0~-0.03 15 50 6
IC4HST-8.0 8 0~-0.03 20 60 8
IC4HST-10.0 10 0~-0.03 25 75 10
IC4HST-12.0 12 0~-0.03 30 75 12
IC4HST-16.0 16 0~-0.03 40 100 16
IC4HST-20.0 20 0~-0.03 45 100 20
WZEYJHIZRM4ER (BlT) Recommended cutting conditions(Slotting)
RE PR/ Bk S St/ TEHH P AL | IRANSE - SHEER
S50C/FC250/SCM(HRC30LLF) SKD61/SK/NAK SUS304/5US316 Hardened Steels(HRC45~55)
Sk X RE L X RE L IR RE [EIE 75 XV RE
n(min-1) F(mm/min) i F(mm/min) i F(mm/min) n(min-1) F(mm/min)
3 , 400 6,400 6,700 300 5,300 130
4 4,800 450 4,800 500 5,100 320 4,000 135
5 3,800 480 3.800 530 4,100 330 3,200 150
6 3,200 500 3,200 550 3,400 340 2,700 170
8 2,400 530 2,400 590 2,600 320 2,000 170
10 1,900 470 1,900 520 2,000 290 1,600 155
12 1,600 430 1,600 490 1,750 240 1,300 135
16 1,200 370 1,200 420 1,300 230 1,000 120
20 1,000 370 1,000 420 1,000 210 800 110
E’gpt’%?{%l ae=1D.ap=1D ae=1D.ap=0.5D ae=1D.ap=0.2D
WZEJHISGZR (RIENTI) Recommended cutting conditions(Side cutting)
RHI44 RFR/ ek SR St/ TEH ATV LA AN - FEEH
S50C/FC250/SCM(HRC30LLF) SKD61/SK/NAK SUS304/5US316 Hardened Steels(HRC45~55)
XYRE i X RE L X RE ] XYRE
F(mm/min) - F(mm/min) F(mm/min) F(mm/min)
3 9,600 700 9,600 770 9,500 630 7,400 420
4 7,200 750 7,200 830 7,200 700 5,600 450
5 5,700 810 5,700 900 5,800 730 4,500 500
6 4,800 870 4,800 980 4,800 780 3,700 520
8 3,600 940 3,600 1,040 3.600 770 2,800 570
10 2,900 860 2,900 960 2,900 670 2,200 510
12 2,400 810 2,400 900 2,450 570 1,900 500
16 1,800 660 1,800 730 1,800 460 1,400 400
20 1.400 540 1,400 600 1,500 420 1,100 350
B]gp'[%?ﬁ 2e=0.15D.ap=1.5D a2e=0.1D.ap=1.5D ae=0.05D.ap=1.5D

YRR BHETHER T SEHIN B F+ o7 DRI CYIEIAEDRRICE > TEBRLET
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.

ommT ofEMT
e 2 SR/ RS | IER/TUN-RVE [a2/AFVLAM|  BEEs e
a a (5541, S45C) |(SKD. NAK101) [(SCM. S 4) |Hardened Steels| Hard material
P P HRC30LI T HRC30~35 HRC35~40 HRC40~45 HRC45~55
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Unequal division unequal lead carbide end mill for difficult-to-cut materials (4Flutes) L

T -

002

4§ E Feature

O FU—RIMBNEICKVEHIMNTICHITS @Cutting resistance and chattering for difficult-to-cut materials are cut down
PIEBERE E U= due to a variable lead and original edge type.
O RYHIN TEE CELVIITEZRER @High speed cutting is possible and smooth machined surface is realized.
ON L. FrvyaSVRERA (MFvEVIMaEN T L) @Gash land is used for cutting edge (chipping resistance improves).
BAL D mm
A@a— K ‘ 0 q Ama— R
Item Code Item Code
IC4DMC-2.0 2 4 50 4 1 IC4DMC-8.0
ICADMC-3.0 3 7 50 6 1 ICADMC-10.0 10 22 75 10 2
IC4DMC-4.0 4 9 50 6 1 IC4DMC-12.0 12 26 75 12 2
IC4ADMC-5.0 5 12 50 6 1 ICADMC-16.0 16 35 90 16 2
IC4DMC-6.0 6 13 50 6 2 IC4DMC-20.0 20 45 100 20 2
WZHEJHIZMR (B0T) Recommended cutting conditions (Slotting)

L] RIS/ S e asi/TEH 2F VLR FIVE B MRS S/ 1> ARV

=) 152

Work |S50C/FC250/SCME (HRCI0LLT) SKD61/SK/NAKE SUS304/5US316 SKD6 1% (HRC45-55) H?gggﬁ-‘é'lsﬁa”sttgltg)‘fls

5 7 KR 7 X R 7 ROEE T RORE T =R
- F(mm/min) - F(mm/min) F(mm/min) F(mm/min) F(mm/min)
2 , 610 9,000 8,650 280 , 120 2,900
3 70,800 650 6,200 370 6,700 340 2,900 130 2,400 100
4 8,300 730 5,000 440 5,100 360 2,200 135 1,800 115
5 6,850 960 4,050 560 4,100 370 1,700 150 1,500 130
6 5,800 1,150 3,400 650 3,400 380 1,450 170 1,200 140
B 4,300 1,030 2,500 580 2,600 350 1,100 170 900 130
10 3,400 320 2,000 480 2,000 320 900 155 720 120
2 2,900 720 1,700 410 1,750 270 720 135 600 100
16 2,200 610 1,300 350 1,300 250 540 120 450 75
20 1,700 550 1,000 320 1,000 230 430 110 360 55
{ggm’&;?ﬁ ae=1D.ap=1D ae=1D.ap=0.5D ae=1D,ap=0.2D

Yrap<1.5D vEEEMMINTEF ae<0.02D ap=1D
Thermal refining steels

WEETEIRER EID
s R/ B/ SR aeE/TEM8 2FYLRE/FIVER RS MifAS R/ A > ARIL=

Recommended cutting conditions (Side cutting)

152
Work |S50C/FC250/SCME(HRCI0MT) |  SKD61/SK/NAKE: SUS304/5U5316 SKD6 12 (HRC45-55) H?ﬁ};gﬁg‘fﬁaansttgfgfls
5 . EOEE . FOF . X R : X R _' UL
F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)
2 19,000 1,000 15,200 800 12,600 500 , 280 4,300
3 13,500 1,150 10,800 920 9,540 700 6,700 340 3,600 180
4 10,000 1,300 8,000 1,040 7.200 850 5,100 370 2,900 200
5 8,200 1,700 6,600 1,360 5,800 920 4,000 390 2,250 230
6 6,700 2,000 5,400 1,600 4,800 950 3,200 400 1,000 230
B 5.200 1,600 4,200 1,280 3,600 860 2,500 205 1,400 240
10 4,300 1,300 3,400 1,040 2,900 750 2,000 400 1,200 250
12 3.600 1,150 2,900 920 2.450 630 1,600 360 1,000 160
16 2,700 1,000 2,200 800 1,800 510 1,200 300 720 120
20 2.200 800 1,800 640 1,500 460 1,000 280 540 100
‘gg;ﬁfﬁ 2e=0.2D.ap=1.5D 2e=0.1D.ap=1.5D 2e=0.05D.ap=1.5D

KB R BCETHER TTMERASN BN, F v DRIMPTEEES DR RICE > TEBRLET,
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.

o5 esmEmT ey rveryes
ae ISR/ Rl | TES/TUN\-RVE | SEH/ ATV LA o r9=17)
f— X (5541, 545C) |(SKD. NAK101)| (SCM. SUS304) |7 > 7EE/MREE | 1o g material
Iap Z Iap HRC3OMIT | HRC30~35 | HRC35~40 | nieliaidf | HRCAS~SS

13




S) M6 (& [ (2] (4

TIAGN+ @7  BINL  AENT RIVAE Fryia
AQCrN BiE SUR

ICADMCL

(H+) Ay b2V ANERIAREDEAEFY—RBEOV I T VRSV

Unequal division unequal lead carbide end mill for difficult-to-cut materials (4Flutes-Long)

L

{dhs

o1 a=100"
B1=42"
B2=45"

OREHEFFY—RICKVEEMNMIICHITS

PIHIRHTE EE U Z N
O ERHINTRETELLINTEZXIR
OV FryyaSYRRA (MWFvEY JHREN L)

mmd— R

@Cutting resistance and chattering for difficult-to-cut materials are cut down
due to a variable lead and original edge type.

@High speed cutting is possible and smooth machined surface is realized.

@Gash land is used for cutting edge (chipping resistance improves).

Emmd— R

Item Code D 2 d Item Code
IC4DMCL-2X6 2 6 50 4 1 IC4DMCL-8X24 8 24 60 8 2
ICADMCL-2X8 2 8 50 4 1 ICADMCL-8X32 8 32 75 8 2
IC4DMCL-3X9 3 9 50 6 1 IC4DMCL-10X30| 10 30 75 10 2
ICADMCL-3X12 3 12 50 6 1 ICADMCL-10X40| 10 40 100 10 2
IC4DMCL-4X12 4 12 50 6 1 IC4DMCL-12X36| 12 36 80 12 2
ICADMCL-4X16 4 16 50 6 1 ICADMCL-12X48| 12 48 110 12 2
IC4DMCL-5X15 5 15 50 6 1 IC4DMCL-16X48| 16 48 100 16 2
IC4ADMCL-5X20 5 20 50 6 1 ICADMCL-16X64| 16 64 150 16 2
IC4DMCL-6X18 6 18 50 6 2 IC4DMCL-20X60| 20 60 120 20 2
ICADMCL-6X24 6 24 60 6 2 ICADMCL-20X80| 20 80 150 20 2
WiZEYHISRER(BNMTI) Recommended cutting conditions(Slotting)

1RHIA
Work

R, B i/ o i
S50C/FC250/SCME
(HRC30LAF)

S/ TEMH
SKD61/SK/NAKSE

AT YVAM/FIVE
SUS304/5US316

MRS E
A4VaxIVE

B ]
SKD61% (HRC45-55)

3 60~85 [0.005~0.04] 30~45 [0.005~0.04| 30~45 0.004~0.025 15~23 0.004~0.03 10~12 [0.003~0.02
4 60~85 [0.003~0.02] 30~45 [0.003~0.02] 30~45 [0.002~0.013] 15~23 [0.002~0.015] 10~12 [0.002~0.01
HAHE ae=1D. ap=1D ae=1D. ap=0.5D ae=1D. ap=0.2D
WZEHISRER @IEINT) Recommended cutting conditions (Side cutting)

1RHIAA
Work

RERE, Bk SR
S50C/FC250/SCME
(HRC30LL'F)

3 88~112 |0.006~0.054

64~88

S/ TEMH
SKD61/SK/NAKSE

AT YVAM/FIVER
SUS304/5US316

MESE

B 5]
SKD61% (HRC45-55) A4axIE

0.006~0.05| 56~72 |0.006~0.04] 40~48 |0.005~0.04| 20~24 |0.004~0.03

4 88~112 [0.005~0.045

64~88

[0.005~0.04] 56~72 [0.005~0.03] 40~48 [0.004~0.03] 20~24 [0.003~0.03

tHAHE

ae=0.2D. ap=1.5D

ae=0.1D. ap=1.5D ae=0.05D. ap=1.5D

3 (3D) :£=3XD. (4D) :£=4XD

MATHIR A HETHER TTMERSNAHEM, F v 7 DRI PTEASEDRRICE > TEBRLET,
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.

@E/MNT

ae

OfIEINT

Z

EE
Hard material

HRC45~55

WEISF/ Rl | IES/TUN-F Vil

B2 Z7 YV 39y ae mume
(5541, 5450C) s FIVER/MAEE

(SKD. NAK101) [ (SCM. SUS304)

Titanium allo
HRC30~35 HRC35~40 | yeat-resistant aYloy

HRC30LLF
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Coated Solid Carbide High Helical Square Endmills (6Flutes)

%\g 0 Jj 2\
0~
-0.03

dh6

44 K Feature

OEANIRNNT+—I Y AEER
@4 — NI KW T EFEEUP
OSHEEMDITHOK
021 X6 NIRMA

@High cost effectiveness is realized.

@Special coating offers excellent wear resistance.

@®Machining hardened steel is also possible.
@AIl sizes have 6 flutes.

Bf o mm
@md—R
Item Code
IC6HXE-6.0 6 15 60 6
IC6HXE-8.0 8 20 75 8
IC6HXE-10.0 10 25 80 10
IC6HXE-12.0 12 30 100 12

WEEIHIEGR (AIENTae<0.1D) Recommended cutting conditions(Side cutting ae<0.1D)

Yrap<1.5D Y HEMINTE ae<0.02D ap=1D

Thermal refining steels

O] e/ a2l TBE e
Work S45C/SKD(HRC50LLF) (HRC50-60) (HRC60LL k)
EVIRE EWIRE EVIRE
F(mm/min) F(mm/min) F(mm/min)
16,000 5,800 8,000 2,900 4,000 ,

8 12,000 5,800 6,000 2,900 3,000 1,400
10 9,500 5,700 4,800 2,900 2,400 1,400
12 8,000 4,800 4,000 2,400 2,000 1,200

NETHIRMAIRHETHELR TT ASEHSNBHEIR. F v 7 ORIMEPTRBEEDRRICE>TEBRLET .
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.

OFIENT

T

@&
Hard material

HRC45~65
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TAGN EBfiF BN AENT *ILAE
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(H') AyvbI BEANIS T« VT ITVRII

Coated Solid Carbide Roughing Endmills (4Flutes)
¥ /—RIWEYFIAL TR Large pitch nick is used

dh6
L
Y5 K Feature
OERINIRMNNT+—I Y A%ZER @High cost effectiveness is realized.
OEMHSEEME TORLWNT—I DINTHTIEE @Ability to process a range of materials from alloyed steel to soft iron.
O TIAGNI—h~CHaaUP @®Dulable due to TiACN coating.
QARHHLIFTHRERINL @Stable machining due to 4 flute design.
EAL Dmm
Emd— RN AERE
Item Code Tolerance of Dia
IC4RFE-6.0 6 0~-0.06 15 60 6
IC4RFE-8.0 8 0~-0.06 20 70 8
IC4RFE-10.0 10 0~-0.07 25 90 10
IC4RFE-12.0 12 0~-0.07 30 90 12
IC4RFE-16.0 16 0~-0.08 40 100 16
IC4RFE-20.0 20 0~-0.10 50 110 20

WiEELHIRER (BilTae=1D)
tais A/ R

R4

Recommended cutting conditions (Slotting)

TEMH/FUN—R

Ye—iREH SEEMITEF  Mild Steels. Alloy Steels

ap=0.75D

Yo -SUSENTEF Thermal refining steels,SUS  ap=0.5D
S/ AT VLA

NG

Work SS41/S45C(HRC30LLF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) (HRC40-45)
EWIRE R IRE R IRE EWIRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 4,500 450 3,700 300 2,900 230 2,400 190
8 3,400 510 2,800 340 2,200 260 1,800 220
10 2,700 540 2,250 360 1,750 280 1,450 230
12 2,250 550 1,850 370 1,450 290 1,200 240
16 1,700 550 1,400 370 1,100 290 900 240
20 1,350 540 1,100 360 900 280 720 230
Yrap<1.5D

WZEJHISGZ (RIENITae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D)
855 FRSH/ Rt

144

TEfE/FUN—R Vil

JrEHEMIITIE Thermal refining steels

Szl AT > L A

ap=1D

HINIBSHSE

Work SS41/S45C(HRC30AF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) (HRC40-45)
EWRE =W RE = RE EWIRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 5,300 540 4,500 360 3,450 280 2,650 210
8 4,000 580 3,400 410 2,600 310 2,000 240
10 3,200 610 2,700 430 2,050 330 1,600 260
12 2,650 640 2,250 450 1,700 340 1,350 270
16 2,000 640 1,700 450 1,300 340 1,000 270
20 1,600 610 1,350 430 1,050 330 810 260

YRR MR BCETHER TTSEHIN B, F+o 7 DRI EIHBEEDRIRIC S >TERRLET
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.

@EINT
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O@fIEINT
ae

7 T % To
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Hard material

HRC45~55
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Solid Carbide Square Endmills for Aluminum (2Flutes)

4 &
Fig1 D % dné
0~

O %= A PEVFHE2000EDHEZITV BT EFZEE  @Mirror polishing is realized due to grinding to

O BEPEBRNILDOFREZINHIL. TEFRH AT B, level 2000 diamond granularity.
Tt LEbRIF @®Adhesion and occurrence of built-up edge is cut down,
@ 2KHA T T DN RYF tool life is increased and machined surface is good.
O/ V1T 4T - EVAERTYINKER @Cutting swarf removal is excellent.
@Sharpness is prioritized due to non coating and sharp corner.
HEAL Dmm

Hmd— R
o Code D d
IC2ALE-3.0 3 12 50 6 1
IC2ALE-4.0 4 15 50 6 1
IC2ALE-5.0 5 17 50 6 1
IC2ALE-6.0 6 17 50 6 2
IC2ALE-8.0 8 22 60 8 2
IC2ALE-10.0 10 29 75 10 2
IC2ALE-12.0 12 28 75 12 2
IC2ALE-16.0 16 42 95 16 2
IC2ALE-20.0 20 45 100 20 2

WiZHEYJHIZRAFR (BlTap=1D) Recommended cutting conditions (Slotting)
1Rl if e = ZILZE 7ZIL=5 ZIL=EE ZILZEE ZIL=E

Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-SiZk 6061 Zn-Mg% 7075

n(min—1) | (mm/min) | n(min-") | (mm/min)| n(min=") [(mm/min)| n(min-1) |(mm/min)| n(min=1) |(mm/min) | n(min-") | (mm/min) | n(min-") [(mm/min)
3 32,000 530 9,100 180 13,000 260 13,000 260 8,300 ,

4 24,000 660 7,000 230 10,000 330 10,000 330 6,400 210 8,000 260 12,000 400
5 19,000 660 5,600 230 8,000 330 8,000 330 5,100 210 6,400 260 9,600 400
6 16,000 660 4,550 230 6,500 330 6,500 330 4,200 210 5,200 260 8,000 400
8 12,000 660 3,500 280 5,000 400 5,000 400 3,200 260 4,000 320 6,000 460
10 9,600 800 2,800 280 4,000 400 4,000 400 2,600 260 3,200 320 4,800 460
12 8,000 800 2,310 320 3,300 460 3,300 460 2,100 300 2,600 370 4,000 460
16 6,000 660 1,890 230 2,700 330 2,700 330 1,800 210 2,200 260 3,000 530
20 4,800 530 1,400 230 2,000 330 2,000 330 1,300 210 1,600 260 2,400 400

WiZAEHISER (EIENTIae=0.3D ap=1.5D) Recommended cutting conditions(Side cutting)

I #7 U= 7ILZa% 7ILZa% IR 7ILZa% S
107 Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-SiZk 6061 Zn-Mg% 7075

n(min—1) | (mm/min) | n(min-") | (mm/min)| n(min=") [(mm/min)| n(min-1) |(mm/min)| n(min=") |(mm/min) | n(min-") | (mm/min) | n(min-") [(mm/min)
32,000 690 9,100 240 13,000 340 13,000 340 8,300 220 10,400 270

3

4 24,000 860 7.000 300 10,000 430 10,000 430 6.400 270 8.000 340 12,000 520

5 19,000 860 5,600 300 8,000 430 8,000 430 5,100 270 6,400 340 9,600 520

6 16,000 860 4,550 300 6,500 430 6,500 430 4,200 270 5,200 340 8,000 520
8 12,000 860 3,500 360 5,000 520 5,000 520 3,200 330 4,000 410 6,000 600
10 9,600 1,040 2,800 360 4,000 520 4,000 520 2,600 330 3,200 410 4,800 600
12 8,000 1,040 2,310 420 3,300 600 3,300 600 2,100 390 2,600 480 4,000 600
16 6,000 890 1,890 300 2,700 430 2,700 430 1,800 270 2,200 340 3,000 690
20 4,800 690 1,400 300 2,000 430 2,000 430 1,300 270 1,600 340 2,400 520

MENHIRMRHETHELR TTSEHINBER. 7+ 7 DRI PEIETEZEORRICE > TEETLET

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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Solid Carbide Square Endmills for Aluminum (2Flutes-Long)
Figl DI ST ghe

0~ 1
-0.02 0

Fig2 D-‘_m H Ith

o~1—
-0.02 Y] |

OEBINIRNNT A=YV AL @High cost effectiveness is realized.

0./ V1T 47 - EVAIERTIINEKER @Sharpness is prioritized due to non coating and sharp corner.

OOV T ART. KWUILEHEIREIHIEZH/N— @A wide range of cutting is possible due to long cutting edge length.

ONEFS A PEYFAE1000E THEL TS, @Grinding to level 1000 diamond granularity provides high quality cut face.
KU BRI FPEERIR

BT mm

mmd— R

Item 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

WZHEEIR R (RIFETae=0.3D ap=1.5D) Recommended cutting conditions(Side cutting)

] W7 IV= FILZES FIL=ES FIL=EE FILSES 7SS
Work Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-Sizk 6061 Zn-Mg% 7075

D OEREy | XWRE | O (XURE | OERR | XOERE | OEH | XUERE | OfFRR | XORE | OEH | XUERE | DR | EDRE

(mm/min)| n(min-") [ (mm/min) | n(min-1) | (mm/min)| n(min=1) |{(mm/min)| n(min=1) | (mm/min)| n(min=1) | (mm/min)
32,400 | 1,400 | 11,300 500 16,200 720 16,200 720 9,720 470 13,000 580

3

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

12

10,000 | 1.400 | 3,500 500 5,000 720 5,000 720 3.000 470 4,000 580 6,000 860
8,000 | 1,400 | 2,800 500 4,000 720 4,000 720 2,400 470 3,200 580 4,800 860

HATEI R HCETHER TTMEASNAHM. Fv o DRIMEREIESE DR RIC L TEBRLET
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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Solid Carbide Square Endmills for Aluminum (3Flutes) L

OEFINIAANNT A=V AR @High cost effectiveness is realized.
O/ V1T 40T - EVAERTYINKER @Sharpness is prioritized due to non coating and sharp corner.
OLIHINS VR ICEBNIZ3M A ZRA @For excellent cutting balance 3 flutes are used.
ONEIZS A VEVRHIE1000B THEL TS, @Grinding to level 1000 diamond granularity provides

KW LB FIFEZERIR high quality cut face.
O=fItDYa— IR TEAEENT @Highly efficient processing is possible due to short cutting edge

length and high rigidity.

B4 mm

Emmd—F

Item Code D e d

IC3ALS-3.0 3 5 50 6 1
IC3ALS-4.0 4 6 50 6 1
IC3ALS-5.0 5 8 50 6 1
IC3ALS-6.0 6 9 55 6 2
IC3ALS-8.0 8 12 65 8 2
IC3ALS-10.0 10 15 75 10 2
IC3ALS-12.0 12 18 80 12 2

WiZHEYJHIZRAER (BlTap=1D) Recommended cutting conditions (Slotting)
BRI # = = ZIL=E% = 7IL=5% ZIL=5% HE7 IL=GF
Cu-Mg* 2014 Si% 4032 Mg% 5052 Mg-Si%k 6061 Zn-Mg% 7075 AC85

n(min—1) |(mm/min) | n(min-") | (mm/min)| n(min=") | (mm/min)| n(min-1) | (mm/min)| n(min=") |(mm/min) | n(min-") | (mm/min) | n(min-") [(mm/min)
3 , , 392 , , , , ,

4 24,000 | 1,000 9,800 490 14,000 700 14,000 700 8,400 420 11,200 560 16,800 840
5 19,000 | 1,000 7,840 490 11,200 700 11,200 700 6,720 420 8,960 560 13,440 840
6

8

16,000 | 1,000 | 6,370 490 9.100 700 9.100 700 5,460 420 7,280 560 10,920 840
12,000 | 1,000 | 4,900 588 7,000 840 7,000 840 4,200 504 5,600 672 8,400 1,008

0 9,600 1,200 | 3,920 588 5,600 840 5,600 840 3,360 504 4,480 672 6,720 1,008
2 8,000 1,200 | 3,220 686 4,600 980 4,600 980 2,760 588 3.680 784 5,520 1,176

WiZHEHISRER (EIENTae=0.3D ap=1.5D) Recommended cutting conditions(Side cutting)
1R i = = ZIL=E = = = HE7 IL=EF
Cu-Mg* 2014 Si%k 4032 MgX% 5052 Mg-SiZk 6061 Zn-Mg% 7075 AC85

n(min-1) [ (mm/min) | n(min=") | (mm/min)| n(min-") | (mm/min)| n(min-1) | (mm/min)| n(min-1) |(mm/min) | n(min-") | (mm/min) | n(min-") |(mm/min)
32,000 | 1,040 | 14,560 510 20,800 | 1,160 | 20,800 | 1,160 | 12,480 700 16,640 928 ,
24,000 | 1,300 | 11,200 637 16,000 | 1,450 | 16,000 | 1,450 9,600 870 12,800 | 1,160 | 19,200 | 1,092

3

4

5 19,000 | 1,300 | 8,960 637 12,800 | 1,450 | 12,800 | 1,450 | 7.680 870 10,240 | 1,160 | 15,400 | 1,092

6 16,000 | 1,300 7,280 637 10,400 | 1,450 | 10,400 | 1,450 6,240 870 8,320 1,160 | 12,500 | 1,092
8 12,000 | 1,300 | 5,600 764 8,000 1,750 | 8,000 1,750 | 4,800 1,050 | 6,400 1,400 | 9.600 1,310
10 9,600 1,560 4,480 764 6,400 1,750 6,400 1,750 3,840 1,050 5,120 1,400 7,700 1,310
12 8,000 1,560 | 3,710 892 5,300 | 2,000 | 5,300 | 2,000 | 3,180 1,200 | 4,240 1,600 | 6,400 1,529

HATEIR MR BETHER TTEASNBHM. Fro 7 DRI PTHRZEDRRICL - TEBRLET,

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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Solid Carbide Square Endmills for Aluminum (3Flutes medium)

% R | Feature

OERANIRANNT+—T >V AZEIR @High cost effectiveness is realized.

0./ V1T 47 VAR THINERER @Sharpness is prioritized due to non coating and sharp corner.

OHINS Y R CENT3MNZIRA @For excellent cutting balance 3 flutes are used.

ONEFS A PEYFAE2000F THEL TS, @Grinding to level 2000 diamond granularity provides

&0 EER S EIFEESER high quality cut face.
BAL D mm
R
Iﬁ_ﬁ Codlze D d

IC3ALM 3.0x9 3 9 50 6 1
IC3ALM 4.0x12 4 12 50 6 1
IC3ALM 5.0x15 5 15 50 6 1
IC3ALM 6.0x18 6 18 50 6 2
IC3ALM 8.0x20 8 20 60 8 2
IC3ALM 10.0x30 10 30 75 10 2
IC3ALM 12.0x32 12 32 75 12 2
IC3ALM 16.0x45 16 45 100 16 2
IC3ALM 20.0x45 20 45 100 20 2

WZEJHIRZR (BlTap=1D) Recommended cutting conditions (Slotting)
=) i = FIL=EE FIL=EE 7IL=E5E 7IL=EE PIL=E& BE7IL=EF
Cu-Mg% 2014 Si% 4032 Mg 5052 Mg-Si% 6061 Zn-Mg% 7075

n(min-1) |(mm/min)| n(min-") [(mm/min)| n(min-") |(mm/min)| n(min-") |(mm/min)| n(min-") |(mm/min)

3 , , . . . .

4 24,000 | 900 9,800 440 | 14,000 | 630 | 14,000 | 630 8,400 380 | 11,200 | 500 | 16,800 | 750
5 19,000 | 900 7,840 440 11,200 | 630 11,200 | 630 6,720 380 8,960 500 13,440 | 750
6 16,000 | 900 6,370 440 9,100 630 9,100 630 5,460 380 7,280 500 | 10,920 | 750
8 12,000 | 900 4,900 530 7,000 760 7,000 760 4,200 450 5,600 600 8,400 900
10 9,600 | 1,080 | 3,920 530 5,600 760 5,600 760 3,360 450 4,480 600 6,720 900
12 8,000 | 1,080 | 3,220 620 4,600 880 4,600 880 2,760 530 3,680 700 5,520 | 1,000

WZHELTHIRER (Bl Tae=0.3D ap=1.5D) Recommended cutting conditions(Side cutting)
R H f = ZIV=E® 7IL=EE 7IL=EE 7IL=ZEE ZIL=ZE
107 Cu-Mg% 2014 Si% 4032 Mg% 5052 Mg-SiZ 6061 Zn-Mg%* 7075

n(min-1) |(mm/min)| n(min-1) |(mm/min)| n(min-1) |(mm/min)| n(min-1) |(mm/min)| n(min-1) |(mm/min)| n(min-1) |(mm/min)
32,000 936 14,560 455 20,800 | 1,160 | 20,800 | 1,160 | 12,480 700 16,640 928
24,000 | 1,170 | 11,200 572 16,000 | 1,450 | 16,000 | 1,450 | 9,600 870 12,800 | 1,160 | 19,200 975

3

4

5 19,000 | 1,170 | 8,960 572 12,800 | 1,450 | 12,800 | 1,450 | 7.680 870 10,240 | 1,160 | 15,400 975

6 16,000 | 1,170 | 7,280 572 10,400 | 1,450 | 10,400 | 1,450 | 6,240 870 8,320 1,160 | 12,500 975
8 12,000 | 1,170 5,600 689 8,000 1,750 8,000 1,750 4,800 1,050 | 6,400 1,400 | 9,600 1,170
10 9.600 1,404 | 4,480 689 6.400 1,750 | 6,400 1,750 | 3,840 1,050 | 5,120 1,400 | 7,700 1,170
12 8,000 1,404 | 3,710 806 5,300 | 2,000 | 5,300 | 2,000 | 3,180 1,200 | 4,240 1,600 | 6,400 1,300

HATHIR A HETHORER TY AEASN M. F+ 0 DRIMERTHIBESDRRICL > TEBELET

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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Solid Carbide Roughing Endmills for Aluminum(3Flutes)

O IL=MEH @For exclusive use with aluminum.

O@SHEEN I TIAE @Highly efficient processing is possible.

OREDOIFIRICELD TS YNEIITE @OCriginal edge shape provides flat machined face.

O EEFIHIIC KNG IR T HIERTIAE @Can be used by even low power machines due to low cut resistance.

BEEd—R HRNZE

Item Code Tolerance of Dia
IC3ALRF-6.0 6 -0.030~-0.105 0.25 13 57 6
IC3ALRF-8.0 8 -0.040~-0.130 0.25 16 63 8
IC3ALRF-10.0 10 -0.040~-0.130 0.50 22 72 10
IC3ALRF-12.0 12 -0.050~-0.160 0.50 26 83 12
IC3ALRF-16.0 16 -0.050~-0.160 1.00 32 92 16
IC3ALRF-20.0 20 -0.065~-0.195 1.00 38 104 20

WZEHIS4R (BhlTap=1D) Recommended cutting conditions (Slotting)
) =t =t 7IL=5%E 7IV=EE ZIL=EF HFE7IL=E=E
Work Cu-Mg% 2014 Si% 4032 MgZ 5052 Mg-Si% 6061 Zn-Mg% 7075 AC85

n(min-1) [ (mm/min)| n(min=") | (mm/min)| n(min-") | (mm/min)| n(min-1) | (mm/min)| n(min=") | (mm/min)| n(min-") | (mm/min)
6 19,000 | 3,650 7,500 1,450 | 10,700 | 2,070 | 10,700 | 2,070 6,500 1,250 8,600 1,670 | 13,000 | 2,500
8 14,600 | 3,700 5,800 1,490 8,300 2,140 8,300 2,140 5,000 1,290 6,600 1,720 | 10,000 | 2,580
10 11,700 | 3,800 4,600 1,500 6,600 2,150 6,600 2,150 4,000 1,300 5,300 1,730 8,000 2,600
12 9,600 3,750 3,800 1,490 5,400 2,130 5,400 2,130 3,300 1,285 4,400 1,710 6,600 2,570
16 7,300 3,800 2,900 1,500 4,100 2,150 4,100 2,150 2,500 1,300 3,300 1,730 5,000 2,600
20 5,800 3,800 2,300 1,500 3,300 2,150 3,300 2,150 2,000 1,300 2,600 1,730 4,000 2,600

WZEJHISRER (RIEhlTae=0.5D ap=1.5D) Recommended cutting conditions(Side cutting)
RHIF =t ZIL=EE ZIL=EE ZIL=EE ZIL=ES® HE7 IL=EF
Work Cu-MgX 2014 Si%k 4032 MgZ 5052 Mg-SiZk 6061 Zn-Mg% 7075 AC85

n(min-") [(mm/min)| n(min-") [(mm/min)| n(min-") |(mm/min)| n(min-1) |(mm/min)| n(min-") | (mm/min)| n(min-") | (mm/min)
19,000 | 4,700 | 8,600 1,800 | 12,300 | 4,100 | 12,300 | 4,100 | 7,500 2,500 | 9,900 3,340

8 14,600 | 4,800 6,600 1,900 9,500 4,200 9,500 4,200 5,750 2,580 7,600 3,440 | 11,500 | 3,350
10 11,700 | 4,900 5,200 1,950 | 7.500 4,300 | 7.500 4,300 | 4,600 2,600 | 6,100 3,460 | 9,200 3,380
12 9,600 4,800 4,300 1,930 6,200 4,250 6,200 4,250 3,800 2,570 5,000 3,420 7,600 3,340
16 7.300 4,900 3.300 1,950 | 4,700 4,300 | 4,700 4,300 2,800 2,600 3.800 3,460 5,800 3,380
20 5,800 4,900 2,600 1,950 3,800 4,300 3,700 4,300 2,300 2,600 2,900 3,460 4,600 3,380

YRR BETHER TTSEHINBEIR. F+ 7 DRI EIEBEZEDRRICE>TERRLET

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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Coated Solid Carbide Ball Endmills (2Flutes)
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43 K Feature
OEBFINIRNN T+ =YV AL @High cost effectiveness is realized.
OEMHSEEME TORELENT—IDIITHTIHE @Ability to process a range of materials from alloyed steel to soft iron.
OTIANI—h~THEmUP @Durable due to TiARN coating.
BALmm
Bm@I— I
Item Code ‘ R+0.01 ‘ d
IC2MBV-0.5R 0.5 1 2.5 50 4 1
IC2MBV-1R 1 2 5 60 4 1
IC2MBV-1.5R 1.5 3 8 70 6 1
IC2MBV-2R 2 4 8 70 6 1
IC2MBV-3R 3 6 12 90 6 2
IC2MBV-4R 4 8 14 100 8 2
IC2MBV-5R 5 10 18 100 10 2
IC2MBV-6R 6 12 22 110 12 2
IC2MBV-8R 8 16 30 140 16 2
IC2MBV-10R 10 20 38 155 20 2

WZ#EJHIZRMER  Recommended cutting conditions
1REIA HEIE M/ Rl TEH/TUN—RVHE aEil/ A7V LA EANIRHE

Work SS41/S45C(HRC30LATF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) (HRC40-45)
RV IRE EIRE KWIRE XY IRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)
1 31,000 620 25,000 400 18,000 300 13,300 150
2 15,500 620 12,500 400 10,000 300 6,600 150
3 10,600 630 8,500 400 7,000 300 4,500 150
4 8,000 630 6,400 450 5,000 320 3,400 190
6 5,300 670 4,200 470 3,500 350 3,000 210
8 4,000 800 3,200 550 3,000 420 2,200 220
10 3,200 750 2,500 520 2,200 420 1,600 230
12 2,700 700 2,100 490 1,800 370 1,300 220
16 2,000 650 1,600 490 1,300 370 1,100 190
20 1,600 570 1,300 450 1,100 370 770 180

HYTHIR I H<ETHER TT AERIN B, F+ o 7 DRI ERZE DR RIS L > TEBTLET,
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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For high-speed cutting Coated Solid Carbide Ball Endmills (2Flutes)

; D
Fig2 o~ Ny —— ———— H— | dme
-0.003 |

OTiSINI—rFTHRCSOLITDRBL WM ICHIGTIAE  @Ability to process a wide range of materials (up to HRC50) due to TiSiN coating.

@S EETORERICEHRM @High-speed machine is available.
ORGEHCRBAMNIRNMT 7 —Y Y AEXR @Durable and high cost effectiveness.
BAL:mm
Ej_ »

o Code D d
IC2BHT-1.5R 1.5 3 6 50 4 1
IC2BHT-2R 2 4 8 50 4 2
IC2BHT-2.5R 2.5 5 10 50 6 1
IC2BHT-3R 3 6 12 50 6 2
IC2BHT-3.5R 3.5 7 14 60 8 1
IC2BHT-4R 4 8 16 60 8 2
IC2BHT-5R 5 10 20 75 10 2
IC2BHT-5.5R 55 11 22 75 12 1
IC2BHT-6R 6 12 24 75 12 2

WZ#EJHISFER  Standard cutting conditions
ki e/ B/ S/ LN S/ TEH/ A7 LA/ BEH B

Work SS41/S45C/FC/FCD/SCr/SCM/SKDsf;(HRC30LIF) SCr/SCM/SKD/NAK/SUS304/SU5316§(HRC30~45) Hardened Steels(HRC50LATF)
MIAE  ERMT HAEIL EREAN T
EWRE ERE E[r s EWIRE
(mm/mln) (mm/min) (mm/mln) (mm/mln) (mm/min) i (mm/min)
3 15,500 620 17,800 570 , 9,500 210 6,600
4 15,000 900 10,600 630 12,100 570 8,500 400 6,400 210 4,500 150
6 9,100 900 6,400 630 7,100 640 5,000 450 3,800 290 2,700 200
8 7,600 960 5,300 670 6,000 670 4,200 470 3,200 300 2,200 210
10 5,700 1,140 4,000 800 4,600 790 3,200 550 2,300 320 1,600 220
12 4,600 1,070 3,200 750 3,600 740 2,500 520 1,900 330 1,300 230
BA —5 M H=0.06RIF —to H=0.03RITF
LIRIE E% P=0.10RLIF E% P=0.05RLIT
ESRJHISRGER  High-speed cutting conditions

] e/ Fek/ e/ L2 S8/ T8/ 27 LA /BEN HALEG
Work | S541/S45C/FC/FCD/SCr/SCM/SKDZ (HRC30AT) | SCr/SCM/SKD/NAK/SUS304/5US316% (HRC30~45) Hardened Steels(HRC50LLTF)

MITAE

ARV IRE TRV RE EWRE IRV IRE RV IRE XV RE
(mm/min) i (mm/min) i (mm/min) i (mm/min) i (mm/min) i (mm/min)
3 , , , , 24,500 2,000 , , , , 11,900 800

4 16,500 2,200 11,600 1,500 16,000 2,000 11,200 1,400 11,500 1,200 8,000 800
6 15,000 3,200 10,500 2,200 14,000 2,300 9,800 1,600 10,000 1,680 7,000 1,170
8 13,500 3,400 9,500 2,400 11,500 2,200 8,000 1,500 9,500 1,800 6,600 1,280

10 | 10,000 | 2500 | 7.000 | 1960 | 9,000 | 1700 | 6300 | 1.200 | 7.100 | 1.360 | 5000 | 960
12 | 8,200 | 2100 | 5700 | 1.400 | 7200 | 1.360 | 5.000 | 960 | 5700 | 1.080 | 4,000 | 760
BX T H=0.03RLIF T H=0.015R(F
YIklE P=0.05RI T P=0.025REIT

MATHIR AR HETHER T SEAIN B, Fv o7 DEIMERIHIHREDIRTICE > TEBRLET,
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.

=g
Hard material

HRC45~55
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Coated Solid Carbide Long Shank Ball Endmills (2Flutes)

R
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Fig2 ,D oSS~ ] H- |ah®
-0.02|
%% KR Feature
OEEIMIARNNT+—Y Y RA%=RIR @High cost effectiveness is realized.
OEMNSEEMETOBELVT—TDIITHTIEE @Ability to process a range of materials from alloyed steel to soft iron.

@ LLWVCI—FA VT FRERDVT (TAINI—F 1T [THEAN @New Vc coating has higher hardness (about 3000HV) and longer oxidation life
BUVEE (f93000HV) &BHEBRI&IRRE (K1900C) [C&WBICRF R (about 900°) than conventional V1 (TiA@N coating) and longer life.

Bfr D mm
D:I_ )
o ose 2 d
IC2BEL-0.5RX 75 0.5 1 2 75 6 1
IC2BEL-0.5RX 100 0.5 1 2 100 6 1
IC2BEL-1RX 100 1 2 4 100 6 1
IC2BEL-1.5RX 100 1.5 3 6 100 6 1
IC2BEL-2RX 100 2 4 8 100 6 1
IC2BEL-3RX 150 3 6 12 150 6 2
IC2BEL-4R X 150 4 8 16 150 8 2
IC2BEL-5RX 150 5 10 20 150 10 2
IC2BEL-5R X 200 5 10 20 200 10 2
IC2BEL-6RX 150 6 12 24 150 12 2
IC2BEL-6R X200 6 12 24 200 12 2
IC2BEL-8RX 200 8(x0.02) 16 32 200 16 2

WZEJHIZRMER  Recommended cutting conditions (Slotting)
R4 SR/ R TEHH/FU/N\— RV SaM/ ATV A BB

Work SS41/S45C(HRC30LATF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) SKD6 12 (HRC40-45)
5 ERE R E O RE ERE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)

1 31,000 620 25,000 400 18,000 300 13,300

2 15,500 620 12,500 400 10,000 300 6,600 150

3 10,600 630 8,500 400 7,000 300 4,500 150

4 8,000 630 6,400 450 5,000 320 3,400 190

6 5,300 670 4,200 470 3,500 350 3,000 210

8 4,000 800 3,200 550 3,000 420 2,200 220
10 3,200 750 2,500 520 2,200 420 1,600 230
12 2,700 700 2,100 490 1,800 370 1,300 220
16 2,000 650 1,600 490 1,300 370 1,100 190

HYTHIRMAFEBCETHER TT MEAS M. Fv o7 DRIMERYIHIEE DR RICL > TEBRLETAFICRELBICISC THIHIERAEREL TS,
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.
Adjust cutting conditions especially according to the overhang

NIAE
FRIIT

Ad

T BT

Pf




S.) g i) (aa) (2]

AQTIXN E’Ww‘&h? RIDT  EHEMNI FILAE
3800Hy

(Ye) Hvbh I SEEABE2RAR—ILI VRS

For High Hardness Steel Coated Solid Carbide Ball Endmills (2Flutes)
L

D

IC2RBV

% KR Feature

O VM EFR I Z R o IolB A M FBEE %I —T 4T T @High hardness material can be processed due to special coating
SEEMOHEIIT and super micro-grain alloy which is excellent wear resistant.
OIFtVNYIHRDRAICKEHEEENERENTRENICE L @Roughness and edge strength are improved due to eccentric edge type.
@S EH TOERICHII @®High-speed machine is available. B4 - mm

Bmad— R d

Item Code x1.

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

WEEJHISRGR (ITIERAa=15") Recommended cutting conditions
HEEI44 asifl/ITEM/UN—RVE IRANGH IEANE
Work SCM/SKD61/5KD11/NAKZ (~45HRC)
R RE i XV RS = X RE
F(mm/min) - F(mm/min) F(mm/min)

1 70,000 3,000 =0. =0.05 46,600 1,700 =0.2 =0.05 18,000 670 =0.1 =0.025
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 =2.0 =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

WSS R MITHERIAa>157) Recommended cutting conditions

R o/ TEH/ TUN—RVH IRANE IREANER

Work SCM/SKD61/SKD11/NAKEZE (~45HRC) SKD61/SKD11/STAVAXZE (45~55HRC) SKD61/SKH/SKS%& (55~62HRC)
IRV RE L KW RE in TRV RE

F(mm/min) in- F(mm/min) i F(mm/min)

1 53,000 3,000 =0. =0.05 35,000 1,700 =0.2 =0.05 12,600 350 =0.1 .

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 =2.0 =0.30

YRR BCETHER TT SEHIN DI, F+o 7 DRI YIHIEEDRRICE > TERRLET

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.
MIF BN YT TR AR ES HRIIR TR RECTIRBEN B,

The eccentric blade type has a convex R-shaped flank on the outer periphery, and has a large clearance and high blade edge strength.

1
| | IS/ | TER/TUN-FUH S EHUNIEHZ =g
H | (SS41, S45C) |(SKD. NAK101) Hardened Steels| Hard material
| HRC30LIF HRC30~35 HRC35~45 HRC45~55 HRC55~62

P i
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For High Hardness Steel Coated Solid Carbide High Helical Ball Endmills (3Flutes)

Idhe

L
% K Feature
O EFEIECMEEICENBUNRL, @\Wear and heat resistance are excellent, also slipping is good.
BEUICKVESRI—T VT =IRA Special coating which is not easily adhered to is used.
OEMD SHHEIME TRIGWVLII LA ZXRIR @Ability to process a range of materials from alloyed steel to

OEFH DA - RERDBEHFIAHR I —T « VT TRRmX H aJhE difficult-to-machine.
@High speed feed is possible due to innovative edge shape
and the strongest carbide coating.

BT mm

Emd—R 0

Item Code

IC3MBS-3R 3 6 10 80 6
IC3MBS-4R 4 8 12 80 8
IC3MBS-5R 5 10 15 100 10
IC3MBS-6R 6 12 18 110 12
IC3MBS-8R 8 16 24 150 16

WAT  Roughing
HRHIA il - S IEsE FUN—RVHR BREANE BREANE

Work (180~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (55~65HRC)
XV IRE EWIRE EWIRE EWIRE EWRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)

6 14,040 5,270 12,720 4,780 11,400 4,060 10,200 3,060 8,880 2,000

8 10,560 5,540 9,600 5,040 8,640 4,310 7,680 3,230 6,720 2,110

10 8,400 5,540 7,680 5,060 6,840 4,280 6,120 3,230 5,400 2,140

12 6,960 5,420 6,360 4,960 5,760 4,270 5,040 3,140 4,440 2,080

16 5,280 5,060 4,800 4,610 4,320 3,940 3,840 2,950 3,360 1,930
Eﬂ;ﬁ?gﬁ ap=0.1D.ae=0.3D ap=0.1D.ae=0.3D ap=0.1D.ae=0.3D ap=0.07D.ae=0.21D ap=0.05D.ae=0.15D

EftEFIIT  Finishing
RHIA xR - S TIE8 FUN—R VR BrE AN BREAN

Work (180~250HB) (25~§T3HRC) (35~45HRC) (45~55HRC) (55~65HRC)
R RE EIRE EIRE EWIRE EWRE

F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)

6 19,080 5,000 17,880 4,690 16,560 4,130 13,320 2,800 11,400 1,800

8 14,280 5,140 13,320 4,800 12,360 4,220 10,080 2,900 8,640 1,870

10 11,400 5,140 10,680 4,810 9,960 4,260 8,040 2,890 6,840 1,890

12 9,600 5,180 8,880 4,800 8,280 4,250 6,720 2,900 5,760 1,870

16 7,200 4,750 6,720 4,440 6,240 3,910 5,040 2,660 4,320 1,720
ggf)%?ﬁ ap=0.05~0.1D.ae=0.02D | ap=0.05~0.1D.ae=0.02D |ap=0.05~0.1D. ae=0.02D | ap=0.05~0.1D.ae=0.02D | ap=0.05~0.1D. ae=0.02D

HATEI R HETHOER TTERASN MM, Fv o7 DRIMERTEEESEDRRICE > TEBRLET,
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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For High Hardness Steel Coated Solid Carbide High Helical Ball Endmills (5Flutes)

A\ g
A

¥ E Feature

O EFEIESMEECENBUNRL, @®\\ear and heat resistance are excellent, also slipping is good.

BEUIKWSRI—T« VI =R A Special coating which is not easily adhered to is used.
QMDD SHHBINMF TRV LB ZRIR @Ability to process a range of materials from alloyed steel to
OEH DA - RIEDBEHFIA I —T « V0 TRR=IEI D OEE difficult-to-machine.

@High speed feed is possible due to innovative edge shape
and the strongest carbide coating.

BHmad—k 0
ltem Code
IC5MBS-3R 3 6 10 80 6
IC5MBS-4R 4 8 12 80 8
IC5MBS-5R 5 10 15 100 10
IC5MBS-6R 6 12 18 110 12
IC5MBS-8R 8 16 24 150 16
WA Roughing
) R - S TEf FUN—RVER 1EEE AN JEEANS
Work (180~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (55~65HRC)
EIRE X RE X RE X RE X RE
F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 14,040 6,850 12,720 6,210 11,400 5,280 10,200 3,980 8,880 2,600
8 10,560 7,200 9,600 6,550 8,640 5,600 7,680 4,200 6,720 2,740
10 8,400 7,200 7,680 6,580 6,840 5,560 6,120 4,200 5,400 2,780
12 6,960 7,200 6,360 6,450 5,760 5,550 5,040 4,080 4,440 2,700
16 5,280 6,580 4,800 5,990 4,320 5,120 3,840 3,840 3,360 2,510
%ﬁ?ﬁ ap=0.1D.ae=0.3D ap=0.1D.ae=0.3D ap=0.1D.ae=0.3D ap=0.07D.ae=0.21D ap=0.05D.ae=0.15D

Bt EFIIT  Finishing

REI R - S TEfH FTUN— RS BEEAN EE AN
Work (180~250HB) (25~35HRC) (35~45HRC) (45~55HRC) (55~65HRC)
KV RE R IRE R IRE R IRE R RE
F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)
6 19,080 6,500 17,880 6,100 16,560 5,370 13,320 3,640 11,400 2,340
8 14,280 6,680 13,320 6,240 12,360 5,490 10,080 3,770 8,640 2,430
10 11,400 6,680 10,680 6,250 9,960 5,540 8,040 3,760 6,840 2,460
12 9,600 6,730 8,880 6,240 8,280 5,530 6,720 3,770 5,760 2,430
16 7,200 6,180 6,720 5,770 6,240 5,080 5,040 3,460 4,320 2,240
gg;téh?ﬁ ap=0.05~0.1D.ae=0.02D | ap=0.05~0.1D.ae=0.02D | ap=0.05~0.1D. ae=0.02D | ap=0.05~0.1D.ae=0.02D | ap=0.05~0.1D. ae=0.02D

MTHIR AR HETHER TTMERINBHEM. Fro 7 DRIMERTHRSEDORRICL > TEBRLET,
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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Coated solid Carbide Square Endmills for Automatic Lathes (4Flutes)
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% E  Feature

ONR. 2RNEL., BEIEEATOERICRE @Coated solid Carbide Square Endmills for Automatic Lathes (4Flutes)
OHEP1OU DY+ IRIEP6TERT1 I YN TEMATIEE  @Since The blade length and overall length are short, it is ideal for use with automatic lathes.
@FHLLWcI—FT VT ROV (TIANI—F« 7)) [T @Products with a blade diameter of 10 or less have a shank diameter
HENEWEE (#3000HV) SEMEBIISERE (W900C) Tk of @6, so they can be used for ER11 collets.
BlcRFm @The hardness of the VC coating is about 3000hv,which is harder than
the conventional V1 coating,and the oxidation start temperture is
about 900C,so it is even more durable.

B4 mm

mmd— R

Iltem Code D 2 d

IC4EAV 3.0 3 6 35 4 1
IC4EAV 4.0 4 6 35 4 2
IC4EAV 5.0 5 6 35 6 1
IC4EAV 6.0 6 6 35 6 2
IC4EAV 7.0 7 6 35 6 3
IC4EAV 8.0 8 6 35 6 3
IC4EAV 10.0 10 6 35 6 3
IC4EAV 12.0 12 6 35 10 3

HIDNCDWTIE14.16. 206207 1 —R TCTABLTHEVET,
For “D”, we also have 14, 16 and 20 with replaceable cutting edges.

WZHJHIZMR Recommended cutting conditions

HEIAA — %A% FSH /R 3R/ SR ek SEH/TEH FUN—R§H (38~45HRC) AF VLR SRS (45~55HRC)
Work S50C.SS400.FC250 SCM, SKD, SKS SKD61.SK,NAK SUS304.316 SKD61%&
ClEGERE IRV IRE ClEGERE SRV IRE ClEGERE IRV IRE ClEGRE IRV IRE ClEGRE 1RV RE
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)
3 , , , ,
4 6,600 475 5,400 260 3,750 130 2,550 185 2,310 80
5 5,300 425 4,300 240 3,000 130 2,040 160 1,850 80
6 4,450 425 3,600 235 2,500 130 1,720 140 1,550 75
7 3,800 425 3,100 230 2,150 130 1,520 130 1,320 75
8 3,300 410 2,700 230 1,900 130 1,380 125 1,150 70
10 2,650 390 2,150 230 1,500 130 1,170 125 955 70
12 2,200 390 1,800 230 1,250 130 970 115 795 60
ap=0.5D ap=0.05D
YIUIAH RS Tap k3
Depth o cut 0
epth of 7 7

HATHIE I HCETHOER TTEASN M. Fv o7 DRIMERTEIESE DR RICL > TEBRLET,
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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%% K Feature
OEBEINIANNT#—T >V AZEH! @High cost effectiveness is realized!

mEmd— R

= —— R
IE[;?\ Codlze ‘ D d Item Code

IHEM2S-2.0 2 50 6 IHEM2S-17.0

IHEM2S-3.0 3 9 50 6 IHEM2S-18.0 18 40 105 20
IHEM2S-4.0 4 12 60 8 IHEM2S5-19.0 19 45 110 20
IHEM2S-5.0 5 15 60 8 IHEM2S-20.0 20 45 110 20
IHEM2S-6.0 6 15 60 8 IHEM2S-21.0 21 45 110 20
IHEM2S-7.0 7 20 65 10 IHEM25-22.0 22 45 110 20
IHEM2S-8.0 8 20 65 10 IHEM2S-23.0 23 50 120 25
IHEM2S-9.0 9 25 75 10 IHEM25-24.0 24 50 120 25

IHEM25-25.0 25 50 120 25
IHEM25-26.0 26 50 120 25
IHEM25-27.0 27 55 125 25
IHEM25-28.0 28 55 125 25
IHEM25-29.0 29 55 125 25
IHEM25-30.0 30 55 125 25

IHEM2S-10.0 10 25 75 10
IHEM25-11.0 11 30 80 12
IHEM2S-12.0 12 30 80 12
IHEM25-13.0 13 35 90 12
IHEM25-14.0 14 35 90 16
IHEM25-15.0 15 40 95 16
IHEM2S-16.0 16 40 95 16

JEERY [N JUENG RN RN NG N BN RN (RN Q') Y g BN

NININININIDIDINDININ| === ==

WZHEIHIRER (Bl Tae=1D) ar<0.5D Recommended cutting conditions (Slotting)

" E—— TER/ FUN—RVSE S2M/ 25 LA N
HHIH HEFIE/ e e Sy Stocts Fix FILS=OLER

Work |Mild Steels-Carbon Steels| 5 1" inad Steels Stainless Steals Cast Iron Aluminium Alloys
D OIEmEE X4 REE [EILE IRV RE CIEmEE IRV RE OEmEE KW RE OEmRE IRV RE
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 3,400 2,600 1,800 10 5,490 9,600
3 2,800 40 1,800 20 1,350 15 3,660 50 8,200 190
4 2,200 50 1,400 20 1,100 15 2,750 60 5,800 200
5 1,600 60 1,100 30 800 20 2,200 80 4,900 230
6 1,400 70 900 30 700 20 1,830 90 4,000 230
8 1,000 70 700 40 550 30 1,370 90 3,000 230
10 800 70 500 40 450 40 1,700 90 2,300 230
12 700 80 400 40 350 40 920 100 1,900 230
16 500 90 350 50 250 40 690 120 1,450 260
20 400 90 300 50 220 40 550 120 1,150 260
25 350 90 250 50 200 40 440 120 930 250
30 300 80 200 40 150 30 370 100 770 250
WEHETHEISR 4R (HIEmhl Tar<0.1D) ap<1.5D Recommended cutting conditions (Side cutting)
TE/ FUN—RVEE B/ A7V LURE AN
%i* 7”-/:—'j.L\|:|$
Tool Steels Alloy Steels e
Pre-hardened Steels Stainlgss Steels Cast Iron Aluminium Alloys
D OEmEEE X REE [EIERET ) XV RE OEmEREE XY HEE [DlEm®EREE X RE [CIEGERE X4 R
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 30 4,290 20 3,240 20 5,600 50 15,800
3 3,330 40 2,860 30 2,160 20 3,730 50 10,540 240
4 2,500 60 2,150 30 1,760 20 2,800 60 7,900 270
5 2,000 70 1,720 40 1,280 30 2,240 80 6,320 290
6 1,670 80 1,430 40 1,120 30 1,870 90 5,270 300
8 1,250 90 1,070 60 880 40 1,400 90 3,950 300
10 1,000 90 860 60 720 60 1,120 90 3,160 310
12 830 90 720 70 560 60 930 100 2,630 310
16 620 110 540 80 400 60 700 120 1,980 350
20 500 110 430 70 350 60 560 120 1,580 350
25 400 100 340 70 320 60 450 120 1,280 350
30 330 90 290 50 240 40 370 100 1,050 340

HATEI R HETHOER TTMERASNAHM. Fv o7 DRIMERTEIESDRRICE > TEBRLET,
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.

PEs SEH/IEM | yy)\—pyg | FVURE e AEIH FILS=OLESR
Carbon Steels | Aloy Steels | pronardened Steels | Stainless Steels Cast Iron Hardened Steels Aluminium Alﬁys

Tool Steels HRC35Ki% HRC351 E
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AQCrN Nk ENI AENI *ILAE vv—F
NAZ J—F—
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IHEM2S-S

NAZR2MA =T« T TR
Coated HSS Endmills (2Flutes)

D h7
B I
Fig.1 Fig.2

OEBFINIRNNT+—< Y AZEIH! @High cost effectiveness is realized!

OHI1—T 1V ICKN BICERININTARE, @High speed cutting is possible with S3 coating.

O 1—T 1V JICkN BICTEHHNKIEUP! @Durable due to S3 coating! 86 mm

ftor Code ‘ D ‘ e ‘ L ‘ e ‘ Fig o Code

IHEM2S-S-2.0 2 7 50 6 1 IHEM2S-5-17.0 17 40 105 20 1
IHEM2S-5-3.0 3 9 50 6 1 IHEM2S-5-18.0 18 40 105 20 1
IHEM25-5-4.0 4 12 60 8 1 IHEM25-5-19.0 19 45 110 20 1
IHEM2S-5-5.0 5 15 60 8 1 IHEM2S-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
IHEM2S-5-7.0 7 20 65 10 2 IHEM2S-5-22.0 22 45 110 20 1
IHEM25-5-8.0 8 20 65 10 2 IHEM25-5-23.0 23 50 120 25 1
IHEM25-5-9.0 © 25 75 10 2 IHEM2S5-5-24.0 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
IHEM2S5-5-13.0 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-S-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

WiZHELHISRER (Bl Tae=1D) ar<0.5D Recommended cutting conditions (Slotting)

%\%ﬁ Mild Steels-Carbon Steels Pre-r;rac;gia?\g%elssteels Stéilrlw?gsgtgt%as Cast Iron Aluminium Alloys
D OIEmEE KW EE OlEmEE XV R Ol TR RE OIEmEE X4 REE OlEmEE X4 REE
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
WEAHISER (AIEN Lar<0.1D) ap<1.5D Recommended cutting conditions(Side cutting)
iﬁ%ﬁ Mild Steels-Carbon Steels Pre-hTac;gse?\Ea%elssteels Stéilrl\?gsgtgteel;s Cast Iron Aluminium Alloys
D [EEREY: S XY EE OlEmEE XY RE Ol¥mRE TR RE OIEmRE K RE [EIEE X ) REE
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 2,370 575
25 600 150 510 105 480 90 680 180 1,920 525
30 500 135 440 75 360 60 390 150 1,580 510

YRR MR BCETHER TTSEHINDEIR. F+o 7 DRI YIEIEEDRRIC S >TERRLET,
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.

R SRE/I8M | y)\—pygE | 2FVURE ek SREIH FILS=OLESR
Carbon Steels | Aloy Steels | proparened Steels | Stainless Steels Cast Iron Hardened Steels Aluminium Allcc;ys

Tool Steels HRC35if HRC35L £
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TIAGN — ##iF  R@EY
I-74v7 8§

BE=_—Fa17— —F—392IV7 hyd—

Coated Solid Carbide miniature Corner R Cutter

[ — .

L2

OCNCOBMNTICRE @Best for CNC machining.
OEEITEVWT—TJ DI HOlRE @®Machining of very thin work is possible.
OBMRENEH @Easy for regrinding.

mEd—R

Item Code
C-CRC-V 0.25R 0.25 1 6 50 3 4
C-CRC-V 0.3R 0.3 1 6 50 3 4
C-CRC-V 0.4R 0.4 1 6 50 3 4
C-CRC-V 0.5R 0.5 1.5 8 50 4 4
C-CRC-V 0.6R 0.6 1.5 8 50 4 4
C-CRC-V 0.7R 0.7 1.5 8 50 4 4
C-CRC-V 0.8R 0.8 1.5 8 50 4 4
C-CRC-V 0.9R 0.9 1.5 8 50 4 4
C-CRC-V 1.0R 1.0 1.5 8 50 4 4
C-CRC-V 1.25R 1.25 2 9 50 6 4
C-CRC-V 1.5R 1.5 2 9 50 6 4
C-CRC-V 1.75R 1.75 2 9 50 6 4
C-CRC-V 2.0R 2.0 2.5 10 50 8 4
C-CRC-V 2.25R 2.25 2.5 10 50 8 4
C-CRC-V 2.5R 2.5 2.5 10 50 8 4

WZ#EJHIZRMER Recommended cutting conditions

A Y FI9A )Lk o] [=Ei 1R AT VLA
Work Cast metal Ductile cast iron Carbon steel Alloy steel Hardening steel Stainless steel

EE 500-700 500-900 900-1,400
Hardness AN N/mm2 N/mm? 47-52HRC

KYTHIRA I HETHORER TT AEASN A, F+ o DRIMERYHIAS DR TICL > TEBELET
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.

D2=3 0.007 - 0.015
D2=4 0.010 - 0.025
D2=6 0.018 - 0.035
D2=8 0.025 - 0.060 PIAG

(mm/t) depth of cut

1FH40%E)  feed rate 51];

)V iAA=0.4XR




a0 | LLeo-) LLeo-) (120 P o i :
RN M GURE GWAR AR MAR Material : Super micro-grain carbide
=742 i}

V.| IFG| [ Z]| .|| =] (™ BN FEEHEDERET VP3N

VEN BEZEET VRV

V MEN MARU Coated Solid Carbide Multifunction Endmills

7 .'-__\ -
-0.01%) 9§ S —-—._ .._._..__Id

-0.050

SR T 5y MEB=DX0.05 (D=1013£70.5mm)
Tip flat portion=DX0.05 or 0.5mm (D=10)

OVENT AR -tV EZ-N&IF-AIENIEN D 1K TOEE @V ditch grooving, chamfering, centering, drilling and
O RUNAE40THINERD' Lt < T DHEH B RIF CHIHIEBEREE side surface process etc. are possible with this product.

OB FBIEICTIAANIEZEL =T &ITKY, @Sharpness, cutting swarf removal and cutting performance is
SR T EFEE BN T ESFmH AEICUP excellent due to 45 degrees corner twist.

@High-rigidity, excellent wear resistance and durability are
realized due to TiA@N coating on super micro-grain carbide.

Bfr o mm
Emd—R 660°+0.5° BRI—R 690°+0.5° BHmd—R 6120°+0.5°
ltem Code DIe|LI|d Item Code DI@Q|L Item Code DI@Q|L
C-MPE-V 3.0x60° 319|503 C-MPE-V 3.0x90° 319|503 C-MPE-V 3.0X120° | 3 3
C-MPE-V 4.0x60° 4 112|50| 4 C-MPE-V 4.0x90° 4 |112|50| 4 C-MPE-V 4.0x120° | 4 | 12|50 | 4
C-MPE-V 5.0x60° 5115|70| 5 C-MPE-V 5.0x90° 5115|70| 5 C-MPE-V 5.0x120° | 5 |15|70| 5
C-MPE-V 6.0x60° 6 |16|70| 6 C-MPE-V 6.0x90° 6 |16(70| 6 C-MPE-V 6.0X120° | 6 |16 |70 | 6
C-MPE-V 8.0x60° 8 |20|85| 8 C-MPE-V 8.0%90° 8 120/85| 8 C-MPE-V 8.0x120° | 8 |20|85| 8
C-MPE-V 10.0x60° |10 [ 22|90 | 10 C-MPE-V 10.0X90° | 1022|9010 C-MPE-V 10.0X120°| 10 | 22|90 |10
C-MPE-V 12.0x60° | 12| 25(100[ 12 C-MPE-V 12.0X90° |12 | 25(100| 12 C-MPE-V 12.0X120°| 12 | 25 |100| 12
C-MPE-V 16.0x60° | 16 | 32 |120| 16 C-MPE-V 16.0X90° |16 | 32 |120| 16 C-MPE-V 16.0X120°| 16 | 32 [120| 16
C-MPE-V 20.0x60° | 20 | 40 [140| 20 C-MPE-V 20.0Xx90° |20 | 40 |140| 20 C-MPE-V 20.0x120°| 20 | 40 |140| 20

EVEMNT V-Slotting

7IL=E2 SKD - NAK SUS304

(5000&5) S50C(~30HRC)/FC250 (30~45HRC) NAK

X WRE xWRE 3%V RE xVRE
VF(mm/min) VF(mm/min) VF(mm/min) VF(mm/min)

3 17.000 480 8,500 200 5,300 130 4,400

4 14,000 580 7.200 290 4,400 180 3.000 110
5 12.000 690 6.000 300 3,600 180 2,400 110
6 11,000 790 5,300 340 3200 190 2.200 130
8 8.000 800 4,000 360 2,400 190 1,600 130
10 6,400 720 3,200 310 1,900 150 1.300 110
12 5,300 590 2,700 260 1,600 130 1,000 90
16 4,000 450 2,000 190 1.200 100 800 70
20 3,200 360 1,600 160 1,000 80 640 60

E’g;ﬁ?ﬁ ae=D.ap=0.1D(D<¢2) ap=0.3D(¢2<D=¢3) ap=0.5D(D>¢3)

MUIHI R HCETHOER TTMEASN B, Fvo 7 DRIMRYEEESORRICE > TEBHRLET .
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.

MAIAE Processing use

' N | [

VishlT EHY BT tUIU VIIERD {lEI0T & EEX Y JV9VUVIHT
V-Slotting Chamfering Drilling Centering Spotting | Side milling & Chamfer | Helical interpolation

=g
Hard material
HRC45~55

34




35

Vi (M6

TIAGN  RBKF  \EERY
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REA BE2RIWERY Y Y —

URAMEN-MARU Coated Solid Carbide Double Face Chamfering Cutter (2Flutes)
22

90°
90°

i

4 R Feature

O HHIMZER T HENZL (BB/N\NUBHIFR) @®Unnecessary to reverse the work.
Q1 ADY—)LCREOHEHRWININTEET @®Only 1 pc of product can chamfer both sides.
OBHHM THBIEICTIAANI—F V7% KELFEFRUP @Durability is realized due to TIAN coating on super micro-grain carbide.

B mm
i d— K 22+0.03 L %@ﬁﬁ?ﬁfﬁﬁ%
ltem Code . - amount on the back side
C-BMC-V 2.8 2.8 15 1 3.05 50 1.5 3 C0.4
C-BMC-V 3.0 3 15 1 3.25 50 1.5 3 C0.5
C-BMC-V 3.3 3.3 15 1 3.4 60 1.8 4 C0.5
C-BMC-V 4.0 4 15 1.5 4.5 60 2 4 C0.7
C-BMC-V 4.2 4.2 15 1.5 4.6 60 2.2 4 C0.7
C-BMC-V 5.0 5 20 2 5.5 70 3 5 C0.7
C-BMC-V 6.0 6 25 2 6 80 4 6 C0.8
C-BMC-V 6.8 6.8 30 3 7.6 80 4.4 8 C1.0
C-BMC-V 8.0 8 30 3 8.5 80 5 8 C1.3
C-BMC-V 8.5 8.5 30 3 8.75 80 5.5 8 C1.3
C-BMC-V 10.0 10 35 3 10 100 6 10 C1.8
C-BMC-V 10.2 10.2 35 3 10.1 100 6.2 10 C1.8
C-BMC-V 12.0 12 40 3 11.5 110 7 12 C2.3

WiZHLHIRER Recommended cutting conditions
#%HlI# Work \

IBLEE : Vc(m/min) 30~50 25~40
*x D 8 f(mm/rev) 0.05~0.1 | 0.05~0.08 | 0.02~0.05

XEIHIEEZERT IV,  Please use cutting oil.
MRFRWEFTAPLETT, A prepared hole is required for carbon steel.
HOALE—ULTINTOHEE. &M% T TZERTAL,  In the case of contouring processing Please use conditions, lowering.
MENHIR MR BETHER TTSEHINBEIR. F -+ DRIMECPYIRFEZE DRI L > TEBRLET,
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.

0TH

Otz bF @7 EAIF ®/\UERL-EERL @y RtEYI—RL Oi:1:10)
Point Set Drilling Deburring and It returns to Chamfering to front
Chamfering to back the center

JV9—UYIHT JV9—U2VIHT

Contouring Contouring

| EHRIBNE
04) |Hardened Steels| Hard material




] J.A.MEER# CCO2-HCCO1/H TCC-25
B - AMChamfering machine CCO2-HCCO1

WBE  ASEEW

jjee

/2—hk BEAEHR/NASIVAyI— TCC
Carbide Spiral Cutter for Chamfering Machine

%JAM CCO2%! (JC2536) i
(F#436)

% K Feature

Ot AMEICEN. ELLVH EIFEIESNFT @®Durable and finished surface is beautiful.
OHIERICEERIRBHOIAZANN T+ —IV AZFIRUET @High cost effectiveness is realized as compared with
OEITH B | —RRHE. JEE. 1S a genuine product.

(FEEX. R TR E DGRV ITEZHI DI G F T T AR AV EToTLIEE W) @Suitable material: steel, nonferrous metal and resin.
MBEANICHERTEREA (Test cut should be done before cutting sticky material such as

nonferrous metal and resin)

*Unavailable for quenching steel.
AL o mm

fEm1— R N = A & N=E

Item Code Outside Diameter Tooth length Hole Diameter
TCC-25 25 20 15

Carbon-Steels

nrE| (GT J.A.MEHR## CCO2-HCCO1H TCC-G-25
ﬁ [E@ For J.A.M Chamfering machine CC0O2-HCCO1

I-74v7

d—7+4>7 BEAEGR/INASILAYI— TCC-G

Coated Carbide Spiral Cutter for Chamfering Machine

JAM CCO22! (JC2536) it

(#36)
5 K& Feature
O AMICEN. ELLWVE EIFEIBSNET @®Durable and finished surface is beautiful.
OHIERICEERIRBFDOIAZANN T+ —IYV AZFIRLFT @High cost effectiveness is realized as compared with
O@FSH B —ARE a genuine product.
$EANMICERTEERA @Suitable material: steel.

xUnavailable for quenching steel.

HAL D mm
mEmd— R N = A R NE
Item Code Outside Diameter Tooth length Hole Diameter
TCC-G-25 25 20 15

IR

Carbon-Steels Alloy-Steels Non Ferrous

36




153 &7

NR NEERY

VA= NARAADVI—22T(90°)
HSS Chamfering Cutter

4§ E Feature

O3WMA DALY FFh AIEICUP @Tool life up due to 3 blades.
OS5IV @Stable.
OEMANTIHATES @True circle machining is possible.

AmEI— R ‘ SR ‘ EEE

Item Code Point angle Chanfering Dia.
CSQ 6.3X90° 90° 6.3 2~6.3 1.5 45 5 3
CSQ 8.3x90° 90° 8.3 2.5~8.3 2 50 6 3
CSQ 10.4X90° 90° 10.4 3~10.4 2.5 50 6 3
CSQ 12.4X90° 90° 12.4 3.3~124 2.8 56 8 3
CSQ 16.5%x90° 90° 16.5 3.7~16.5 3.2 60 10 3
CSQ 20.5%90° 90° 20.5 4~20.5 3.5 63 10 3
CSQ 25.0X90° 90° 25 4.3~25 3.8 67 10 3
CSQ 31.0%x90° 90° 31 4.7~31 4.2 71 12 3

WiZHLHIZMHR Recommended cutting conditions

REI —AxtEiS AT VU RS ZIV=ZO L
Work SS SUS Aluminum
7=5Jp KB RS1 KB
ing Emulsion Dryness Straight Oil Emulsion
X IRE XV IRE XV RE EVIRE K IRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min) F(mm/min)
, 2,000 1,600 130 640 20
6 1,500 135 1,300 105 1,060 105 420 20 2,650 320
10 900 105 800 80 640 75 250 15 1,600 230
16 550 80 500 60 400 65 160 12 1,000 180
20 450 72 400 55 320 65 130 10 800 180
25 350 72 320 55 255 63 100 9 640 170
40 200 55 200 45 160 50 60 7 400 120

HATHIRFEHETHOER TT AEASN M. F v 7 DRIERTHEASDRTICL > TEBRLET
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.




G 15 3

TiN NZ NEERY
J-5407

CS5Q-G

OA—F4VT7 NARAHBDVI—220T(90)
Coated HSS Chamfering Cutter

4 E Feature

O@3MAETINO—T VT DIRAICKY  FamHAIRICUP @Tool life up due to 3 blades and TiN coating.
OS5I @Stable.
OEMMIATES @True circle machining is possible.

B4 mm

BmRI— K ‘ SR ‘ EEE

ltem Code Point angle Chanfering Dia.
CSQ-G 6.3X90° 90° 6.3 2~6.3 1.5 45 5 3
CSQ-G 8.3X90° 90° 8.3 2.5~8.3 2 50 6 3
CSQ-G 10.4X90° 90° 10.4 3~10.4 2.5 50 6 3
CSQ-G 12.4X90° 90° 12.4 3.3~12.4 2.8 56 8 3
CSQ-G 16.5%x90° 90° 16.5 3.7~16.5 3.2 60 10 3
CSQ-G 20.5%X90° 90° 20.5 4~20.5 3.5 63 10 3
CSQ-G 25.0X90° 90° 25 4.3~25 3.8 67 10 3
CSQ-G 31.0x90° 90° 31 4.7~31 4.2 71 12 3

WiZHLHISRER Recommended cutting conditions
REI —fixEIS A T AT VU
Work ) SUS

7J—32 b AL—=bF AL

Cutting fluid Straight Oil

EWRE EVIRE EWIRE X WIRE
F(mm/min) F(mm/min) F(mm/min) F(mm/min)

4 2,600 192 2,400 144 1,920 156 768 24
6 1.800 162 1,560 126 1.272 126 504 24
10 1,100 126 960 96 768 90 300 18
16 650 96 600 72 480 78 192 14
20 550 86 480 66 384 78 156 12
25 420 86 384 66 306 76 120 11
40 240 66 240 54 192 60 72 8

MATEIR MR BETHER TTMEASNBHM. Fro 7 DRI P THRZEDIRRICL > TEBRLET,
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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