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@Two side board chamfering processing can do at once.

@Durable insert due to carbide base material and economic due to 3 corner available.
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Cutting Edge Replaceable Endmills for Automatic Lathe
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@Cutting edge replaceable type realizes becoming it in the domain of the solid carbide endmills.
@Sharp! (Unique breaker shape)

@®Various work materials can handle due to 3 kinds of insert quality of material.
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Coolant sleeve for automatic Lathe

OREDEEICKY . BETDT—Z  hDi_RNZEXKIEICIRHE! @®Decrease leakage of coolant under high pressure due to
OEFHEDLIBMEHCLD. 1 Y —bDWIEZEER original structure 1!
@1/ T ELE @Damaged insert by chip is decreased.

p gy = @Compact design.
OIFEATHIRILI =D+ /7B . 08-d10-¢12(1CHHE 3 : e

5 o — i) L]l ted holder shank d t alized onl

@it KGB . & 5507 — 5 Mo ERTAE ieplipbmedubit
OFATHNILY — [ FHA—A—ITHI @®Both coolant are available such as oiliness

and water-based.
@Other company spec products will be released.
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Ultrafine particle Carbide  Ultra-Ultrafine Carbide ~ Special Carbide Carbide high-grade HSS HSS-Co HSS
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@High cost effectiveness is realized.

QLMD SEHFETODRENT —I DI ITHTIEE

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

BT : mm
SIS

b o D d

1C255-3.0 3 8 45 6 1
1C2S5-4.0 4 11 45 6 1
1C255-5.0 5 13 50 6 1
IC255-6.0 6 13 50 6 2
1C255-8.0 8 19 60 8 2
IC255-10.0 10 22 70 10 2
1C255-12.0 12 26 75 12 2
|C255-20.0 20 38 100 20 2.

WD HIRF R ("ﬁ?JEIae—1 D)

Recommended cutting conditions (Slotting)

¥*D<3.0 ap<0.15D
*D>3.0 ap<0.25D

TAMBEENTE 2ps0.02D

Hardened Steels ap=0.05D

HHHI4 WERS/ RS TRE/TUN—-EVE SE#E/ AT UAH i
Work 5541 /545C(HRC30LIF) SKD/NAK101(HRC30-35) SCM/SUS304(HRC35-40) _(HRC40-45)
BRH R (] R RE iR
F(mm/min) n(min-1) F(mm/min) F(mm/min)

3 ;

4 3.840 145 3360 110 2400 95 1920 85

5 3.420 180 2700 150 2100 120 1800 110

6 2,520 180 2220 135 1800 120 1500 110

8 1,920 175 1680 115 1320 110 1200 95

10 1,500 170 1320 {05 1200 110 1080 95

12 1,320 170 1200 115 1080 110 900 95

20 720 175 600 120 570 115 360 95

%ap<0.15D  “RMBEENIN ap<iD
EFHEHIR MR (ﬁ]ﬁnﬂlae<0 1D) Recommended cutting conditions (Side cutting ae<0.1D) Hardened Steels ae<0.02D

"'. 25+ ’; Ig.‘ l- T 04 Vz“ﬂl

5 [Ol¥n ey v =L ) EETRs 25 3= [DI8R Y 25

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

HNHSARBETHER T BRI EH, F+o 7OBIEPHEREORRICL - TEBHHRLET .
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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“Aluminum alloy
Copper alloy
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Coated Solid Carbide Square Endmills (2Flutes)
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.E@JB‘JDZHT?#-—-?JR’E%IE @High cost effectiveness is realized.
OEHHDOESEHEETOBLNWI—IDIILTHTTHE @Ability to process a range of materials from alloyed steel to soft iron.
@TiANI—h~THawUP @®Durable due to TiARN coating.

FiE47% (D Tolerance)
15D=3(0~-0.02).Dz4(0~-0.03)

HAT : mm

Eifad— g d—

ltem Code Item Code

RIS (BilTae=1D)
&/ R
SS4I/545C(HRC30LIF)

R HIAA
| Work
i

n(min=1).

R
F (mrnlmin)

Recommended cutting conditions (Slotting)

TEE/FUN—EE
SKD/NAK101 (HRCBO -3

#D>3.0 ap<0.25D

S&/27 > AR
SCM/SUS304(HRC35-40)

(=] 7

n{min-1)

TmEoEE
F(mm/min)

_ (HRC40-45)

IC255V-1.0 /IC255VP-1.0 1 2.5 | 40 4 1 IC255V-9.0 /IC255VP-9.0 22 | 70 | 10 1
IC2S5V-2.0 /IC255VP-2.0 2 6 40 4 1 IC255V-10.0 /IC255VP-10.0 | 10 | 22 | 70 | 10 2
IC255V-3.0 /IC255VP-3.0 3 8 45 6 1 IC255V-11.0 /IC255VP-11.0 | 11 26 | 75 | 12 1
IC2S5V-4.0 /IC255VP-4.0 4 11 | 45 6 1 IC255V-12.0 /IC255VP-12.0 | 12 | 26 | 75 | 12 2
IC2S5V-5.0 /IC255VP-5.0 5 13 | 50 6 1 IC255V-16.0 /IC255VP-16.0 | 16 | 32 | 100 | 16 2
1C255V-6.0 /IC255VP-6.0 6 13 | 50 6 2 1C255V-20.0 /IC255VP-20.0 | 20 38 | 100 | 20 2
1C255V-7.0 /IC255VP-7.0 7 19 | 60 8 1 IC255V-25.0 /IC255VP-25.0 | 25 45 | 110 | 25 2
1C2SSV-8.0 /IC2S5VP-8.0 8 19 | 60 8 2 IC255V-30.0 /IC25SVP-30.0 | 30 | 55 | 130 | 32 1
#D<3.0 ap<0.15D HNREFENIE ap=0.02D

Hardened Steels ap=0.05D

1 18.000 220 15,000 12,500 b
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
7 3.700 295 3,250 205 2,600 190 2,250 170
8 3.200 290 2,800 190 2.200 180 2,000 160
9 2,850 285 2,500 190 2,100 180 1.900 160
10 2,500 280 2,200 190 2 000 180 1.800 160
1 2,350 280 2,100 190 1.900 180 1.650 160
7 2,200 280 2,000 190 1.800 180 1.500 160
6 1,800 285 1.600 195 1,400 185 1.000 160
20 1.200 285 1,000 195 950 185 600 160
25 960 230 800 160 760 150 480 130
30 800 200 670 140 640 130 400 120

WIEELHIZR MR (@Ml Tae<0.1D) Recommended cutting conditions (Side cutting ae<0.1D)

B HI F
Work |

SN/ RN
5541/545C(HRC30LLF)
: AV

TRE/FUN—EE

SKD/NAK101(HRC30-35)
&SRR

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

SElE/ AT A8
SCM/SUS304(HRC35-40)

O

IKYEE

BNLIRIRSE
(HRC40-45)

iR )EE

D F(mm/min) F(mm/min) n(min-1) F(mm/min) F(mm/min)
1 18,000 280 15,000 170 12,500 130 9,800
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
7 3,700 405 3,250 240 2,600 230 2,250 205
8 3,200 380 2,800 240 2,200 210 2,000 200
9 2,850 370 2,500 235 2,100 205 1,900 190
10 2,500 360 2,200 230 2,000 200 1,800 180
11 2,350 360 2,100 230 1,900 195 1,650 180
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
25 960 280 800 180 760 160 480 150
30 800 250 670 160 640 150 400 140

HYBIEGRBETHREETT EHENIER, Fry 7 OB P AR ORRIC L TEBHBLET.
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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& | |EmE| | =
Vi (MG =)
TN BREE ANI WAL oo m

/ ’ : . ; I-F427

IC25LV
(H+)AyhI BE2RIEZOVI I VRII
Coated Solid Carbide Square Endmills (2Flutes-Medium)
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@ERINIANNT+—<T U RERIR @High cost effectiveness is realized.
QLMD OB EMETORELEWNT—TJDIITTHTIARE @Ability to process a range of materials from alloyed steel to soft iron.
@TIAINI—h~TH®HUP @®Durable due to TIAEN coating.

B i mm

Emd—F

Item Code D d

IC25LV-3.0 3 12 60 6 1
IC25LV-4.0 4 16 60 6 1
IC2SLV-5.0 5 20 60 6 1
|C25LV-6.0 6 24 60 6 2
|C2SLV-8.0 8 32 75 8 2
IC25LV-10.0 10 40 100 10 2
IC25LV-12.0 12 48 100 12 2

WHEHEL)EIR(4 R (Il Tae<0.05D) Recommended cutting conditions (Side cutting ae<0.05D) Yrap<2.5D

TES/FUN— RV [ SEH/ATVLAN BRIRRE
) |  SCM/SUS304(HRC35 (HRC40-45)

3 s ! 60 1,500

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

IR S<ETHRERTT MEESNBMIE, Fvo 7 OB HEEFEORRICL-TEBHBLET.
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.

®FmmL SR/ | TBS/FUN-RVH | SR/ AT VL AH
ae (5541. S45C) |(SKD. NAK101)[(SCM. SUS304)
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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 TIAEZN coating.

AR K

FiE4ZE(D Tolerance)

1=D=3(0~-0.02).D24(0~-0.03)

BT mm

Item Code D i e ‘ d Item Code 5 i . ;
IC455V-1.0 /1IC455VP-1.0 1 3 40 | 4 1 IC455V-9.0 /ICASSVP-9.0 25 | 75 | 10 | 1
IC4S5V-2.0 /1IC455VP-2.0 2 6 | 40 | 4 1 IC455V-10.0/1C4SSVP-10.0 | 10 | 25 | 75 | 10 | 2
IC455V-3.0 /IC455VP-3.0 3 8 50 6 1 IC455V-11.0 /ICASSVP-11.0 | 11 | 30 | 75 | 12 | 1
IC4S5V-4.0 /IC455VP-4.0 4 |10 | 50 | 6 1 IC455V-12.0/IC4SSVP-12.0 | 12 | 30 | 75 | 12 | 2
IC4SSV-5.0 /IC4S5VP-5.0 SEl[=13RIES0T 356 1 IC455V-16.0/1IC4SSVP-16.0 | 16 | 32 | 100 | 16 | 2
IC4S5V-6.0 /1C4SSVP-6.0 & | 15 | 80| & | 2 IC455V-20.0/IC4SSVP-20.0 | 20 | 38 | 100 | 20 | 2
IC455V-7.0 /IC455VP-7.0 7 | 20 | 60 | 8 1 IC455V-25.0/1IC455VP-25.0 | 25 | 45 | 110 | 25 | 2
|C455V-8.0 /1C455VP-8.0 8 | 20|60 | 8 | 2 #| IC455V-30.0/1C4SSVP-30.0 | 30 | 55 | 130 | 32 | 1

Iﬁiﬁﬂmls‘lﬁ#ﬁ (Iﬂﬂ[lIae—1 D)

Iz 7'

Recommended cuttmg condltsons (Slotting)

5

o

#D<3.0 ap<0.15D -FJMBEFNIEF ap<0.02D

#D>3.0 ap<0.25D

O L £ ¢l
DIz H 2

04 40

Hardened Steels ap=0.05D

BT

RCA0

4

N [} s O]§5 %) 25 Cl¥nEY 125 | s 12
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
7 3,700 440 3.250 305 2,600 285 2,250 255
8 3,200 430 2,800 280 2,200 270 2,000 240
9 2,850 425 2,500 280 2,100 270 1.900 240
10 2,500 420 2,200 280 2,000 270 1.800 240
11 2,350 420 2,100 280 1.900 270 1.650 240
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
25 960 360 800 240 760 230 480 200
30 800 340 670 200 640 190 400 180

HH |

/R

RN
. ss4 5541/54SC(HRC30L1“F)

X LEE

TE#E/TUN—EVR

SKD/NAK101 | (HRC30- 35)

TSR R (ﬁllﬁﬂﬂlae<0 1D) Recommended cutting conditions (Side cutting ae<0.1D)

S/ A7 LA
SCM/SUS304(HRC35-40)

B
n{min-1)

 RVEE

Yrap<1.5D HSENIE ae<0.02D ap=1D

Thermal refining steels

FALIER S
_(HRC40-45)

- OEM

EORE

n(min-') F(mm/min) n(mln-f) F(mm/min) n{min-1) F(mm/min)

1 18,000 480 15,000 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
7 3,700 595 3.250 360 2,600 340 2,250 305
8 3,200 550 2,800 360 2,200 310 2,000 300
El 2,850 545 2,500 353 2,100 305 1,900 285
10 2,500 540 2,200 345 2,000 300 1,800 270
11 2,350 540 2,100 345 1,900 290 1,650 270
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
25 960 460 800 290 760 240 480 230
30 800 440 670 240 640 200 400 210

HUHIFERFRBCGETLERTTERINAEE. Fro 7 ORI POHLEFORRICE-TEDHRLET.
These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the toal hold rigidity, cutting oil, etc.
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Coated Solid Carbide Square Endmills (4Flutes-Medium)
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@ERNIANNT+—I VY AERIR @®@High cost effectiveness is realized.
@EMNSEHRMETORLWNDT—TIDIITHTIEE @Ability to process a range of materials from alloyed steel to soft iron.
@TIAINI—h~THRUP @Durable due to TIAEN coating.

BT - mm

Fimd— Pk

Item Code D d

IC4SLV-3.0 3 12 50 6 1
1C4S5LV-4.0 4 16 50 6 1
IC45LV-5.0 5 20 60 6 1
1C45LV-6.0 6 24 60 6 2
1C45LV-8.0 8 32 Y 75 8 2
IC4SLV-10.0 10 40 l 100 10 2
1C45LV-12.0 12 48 \ 100 12 2

WEEHIFRAR (IE@NTILae<0.05D) Recommended cutting conditions (Side cutting ae<0.05D) Trap<2.5D

RHIH WiSHN/ s TES\/TUN—-EVR

Work 5541/S45C(HRC30LLT) SKD/NAK101(HRC30-35)
i U} Lo )

BANAT ARG __krimm/r : nimin-’ ASEIREIZLAR ML) 3 i £l st . L .

3,200 140 2,800 90 : 6 1.500

2,400 145 2,100 95 1.500 80 1,200 75

2,200 170 1,700 110 1,300 100 1,150 90

1.600 170 1,400 100 1,150 100 950 85
1,200 145 1,050 100 850 85 750 80
950 145 850 95 750 80 700 75
850 145 750 95 700 75 600 7S

HDHIR GRS ETLERTT MHASNIEE. Fro7OBHEPTHIESORIRICE-TEBDRLET.
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 HHEFR/ R | IRS/TUN-FYEA | SEW/ATYUAME|  sunmmemes
ae (5541, S45C) |(SKD. NAK101)|(SCM. SUS304)
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Carbide Corner Radius Endmills (4Flutes)
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@EFNIANT+—IV AZEIR @®@High cost effectiveness is realized.
QLN SBHRETORLEWNDI—I DI TH T HE @Ability to process a range of materials from alloyed steel to soft iron.
@531 —~THGUP @Durable due to S3 coating.
B i mm
o R 1
R D ‘ R£0.025 | d
ICAMRS 6X0.3R 6 0.3 13 50 6
IC4MRS 6X0.5R 6 0.5 13 50 6
ICAMRS 6X1.0R 6 1.0 13 50 6
ICAMRS 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
IC4MRS 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
ICAMRS 12X1.0R 12 1.0 26 75 12
WiZEELN ISR (8I0Tae=1D) Recommended cutting conditions (Slotting) #ap<0.5D
SN/ RN TEHE/FUN—FVR SEl/ AT U A#E MONEEE
SS41/545C(HRC30LLF _ SKD/NAK101(H 30-35) SCM/SUS304(HRC35-40) (HRC40-45)
¥R HE | ORS ]ﬁ ROEE | O RE) R RUEE
n(min-1) Fmm/min) n{min-") F(mm/min) n(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 1,050 180 260 160
12 1,200 250 1.100 200 1.000 180 800 160
WiEEHEIREER (BlENTae<0.05D) Recommended cutting conditions(Side cutting ae<0.05D) Yrap<1.5D

WHlE | SR/ RRA IR§E/TUN—EiE 3 SEl/ AT L AE | FRLIERHE
Work | 5541/545C(HRC30LLF) _ SKD/NAK101(HRC30-35) i SCM/SUS304(HRC35-40) § (HRC40- 45)

(’" = ] BEOEE | Enm | 2vEE 'i iﬁam """"""""
n(min-7) F(mm/min) n(min-1) F(mm/min) | n{min-") F(mm/min) | n(min-1) 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

IR B ETHRAR T EASNAEE, 7+ 7 ORI POHBFORRICL>TEBFLET.
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.

®iEinT a0 @fEMT

ae
m‘“mﬁﬂ/m#ﬁ IE'SHI:‘UJ\-NR S28/2A5 YU
Too s _\( . NAK101)| BCM, SUs30a)|  MOLIENE L4t
/ | HRC35~40 | THRCA0~45 HRC45~55
7 |

06







N—CVWElTedt G .

Vi [0 &) 3]

I ﬁﬁlﬂ? MHLT  BENI FJUME

IC3HSN
(H') HybS)L BESAVUYRIVRS)L

Coated Solid Carbide High Helical Square Endmills(3Flutes)

@60° %I L TRIEEAIHIZRE @Super-low-resistance cut is realized due to 60 degrees twist.
OB W REIR (S IE @Ability to process a wide range of materials.

@EHER N T HTTAE @Highly efficient processing is possible.

Ot LIEERIF @High-precision cut face.

AL mm

mEemad— R YN~

ltem 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 25 83 12

WITEIEISR$2R (BhlTae=1D ap=0.5D) Recommended cutting conditions (Slotting)

wHIE | R/ %/ a2l 1 S&E/ I8 | ATV A ; BEEEE
Work S50C/FC250/SCM(HRC30LLF) | SKQ&USK/NAK 5U5304/5U5316 | SKD61(HRC45-55
D @iz PR (E1E 75 [ R Bl RUEE l ¥R
5 ] F(mm/min) n(min-1) F(mm/min) n(min-1)  F(mm/min) |  n(min-1)
3 ] 4
4 9,000 410 7,000 280 5,000 270 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

WEEGHIRER (ﬁHEﬂI]IaeSO 3D ap=1 SD) Recommended cuttmg conditions (Side cutting ae<0.3D ap=1. 5D)

R | iz | Saf/IE ATV A# REEEE
Work | SSOC/FCZSO/SCM(HRCBOLIF) ! SKD61/SK/NAK | SU5304/SU531 6 1 SKD61 (HRC45- 55)
U HE T ROWE T EUEE 1 —i
n(min-‘) _ F(mm/min) n(min 1) F(mm/min) n(m!n*‘) F(mm/min) n(m!n 1) F(mm/mln)
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

BRI BETHRRTT EHENIEE, Fry OB PYEAZE ORI TEDHRLET,
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.

®EmnT ae O {EnT
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