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For high hardness steel ball end mill (2Flutes) L

Fig1

¥ R Feature

O VRS Z o e B4 G EE/HI—T (VI T @High hardness material can be processed due to special coating
EEEMHH#EIIT and super micro-grain alloy which is excellent wear resistant.
OIF+EVNIYINEDORAICKVEHEEENTRENRENICE L @Roughness and edge strength are improved due to eccentric edge type.
@S FEH COERICHIM @High-speed machine is available. B4 © mm
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Item Code .

IC2RBV 0.5R 1 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

WIEEHISRGR IITENBa=15) Recommended cutting conditions

B S/ TEMR/FUN\—R 8 AN
Work SCM/SKD61/SKD11/NAKEE (~45HRC) SKD61/SKD11/STAVAXEE (45~55HRC)
XV ERE XV ERE
F(mm/min) n(min-1) | F(mm/min) F(mm/min)
30,000 3,000 =0.6 =0.15 20,000 1,700 =0. .
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 =2.0 =0.30

WEEHIRGR MTERAa>15) Recommended cutting conditions

WA S8/ T2/ 7L N\—R V5 BEATEE BEANSE
Work | SCM/SKD61/5KD11/NAKE (~45HRC)

F(mm/min) F(mm/min)
23,000 1,700 =0.6 =0. 15,000 1,000 =0. =0.15 5.600 350 .
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
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.
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