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Coated Solid Carbide High Helical Square Endmills with Chip Breaker (4Flutes)
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Chip-Breaker breaks chips into small pieces

L
Chip-Breaker
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Our conventional product
% K Feature
Ot EZN <K IRIL . D—T\DIEFHAH = @Chips are broken into small pieces, preventing chips from biting into the workpiece.
FE<EN'TIEE @Compared to conventional products, it has less cutting resistance
OIERRBICLEAGIHBEIANS L RERERR and achieves a longer tool life.
OFIRMRICK . RE UIs@EF i Th ol 4E @The vibration suppression effect enables stable continuous machining.
OS5 EMH SEEE (HRC52LUITF) FTD @Ideal for machining a wide range of materials, from alloy steel to
WL U VREIA (SRS high hardness steel (up to HRC52).
@HENTICHE @®Ideal for rough machining.
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Item Code Tolerance of Dia
ICAMHH 6.0 6 0~-0.02 15 50 6
ICAMHH 8.0 8 0~-0.02 20 60 8
IC4AMHH 10.0 10 0~-0.025 25 75 10
ICAMHH 12.0 12 0~-0.025 30 75 12
ICAMHH 14.0 14 0~-0.03 40 100 16
ICAMHH 16.0 16 0~-0.03 50 100 16
IC4MHH 20.0 20 0~-0.03 60 100 20

WIZEYJHIZRMFR (B0T) Recommended cutting conditions (Slotting)
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Work | S50C/FC250/SCM(HRC30LAF) SKD61/SK/NAK SUS304/5US316 SKD61(HRC45-55)
XV IRE XV RE I XV RE L RURE
F(mm/min) in- F(mm/min) in- F(mm/min) i F(mm/min)
5,500 900 ) 500 2,750 2,250 400
8 4,800 1,000 2,200 545 2,050 515 1,650 415
10 4,350 1,200 1,750 475 1,650 470 1,350 380
12 3,000 1,000 1,450 450 1.400 440 1,100 355
14 2,650 800 1,280 410 1,200 400 970 320
16 2,300 600 1,100 370 1.050 370 835 300
20 1,600 400 875 350 830 330 670 265
E’g;ﬁfﬁ ae=1D.ap=1D ae=1D.ap=0.5D ae=1D.ap=0.05D
WZHEIHIRMR (RIENT) Recommended cutting conditions(Side cutting)
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Work | S50C/FC250/SCM(HRC30LLF) SKD61/SK/NAK SUS304/5US316 SKD61(HRC45-55)
X RE [T X R L KR L K RE
F(mm/min) i F(mm/min) i F(mm/min) i F(mm/min)
5,500 1,500 3,500 700 3.300 3,200 545
8 4,800 1,600 2,650 660 2,450 640 2,400 555
10 4,350 2,000 2,100 605 1,950 590 1,900 525
12 3.000 1,500 1,750 565 1,650 535 1,600 475
14 2,650 1,250 1,500 530 1,450 490 1,400 440
16 2,300 1,000 1,300 500 1,250 445 1,200 400
20 1,600 900 1,050 455 985 395 955 355
ggm%‘?gﬁ ae=0.1D.ap=1.5D ae=0.1D.ap=1.5D ae=0.05D.ap=1D

HATHIR A HCETHOER TT AEASN A, Fv o7 DRIMEPYEIESDRRICE > TEBERLET
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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