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Redefinition of stainless steels machining!
Minimizing chatter and shorgen machining time! -
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or high rigidity and long neck type for prevention of interference with work material
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Optimized high heat-resistance MUGEN-COATING PREMIUM to realize stable

MSUSZ440 MSUSZ440-LN

d1~6 26291 X ®1~6 233414 X

Total 62 sizes Total 33 sizes
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Effect of unequal flute spacing and unequal helix angle
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Optimization of unequal flute spacing and unequal helix angle to prevent chattering produced by sympathetic vibration
Enhanced tool lifeand r rud ng surface quality
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By adopting unequal flute spacing and unegqual h er v np g surface quality and stable
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Compatible high rigidity and chip removal
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Specialized flute shape!
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with improved chip removal
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Enhanced peripheral cutting edge!
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Deep Flute

Improved chip removal ability
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Chip control by the step of the end tooth
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Stable drilling ability on 4-Flute shape!
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Smoothly chip removal is realized by adopting specialized end tooth step and big chip pocket
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MSUSZ440 New ﬂ-’giZZ; d) 1 -~ d) 6 Premium HRC

High Efficient
Milling
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MUGEN COATING PREMIUM 4-Flute High Efficient "Z" End Mill for Stainless Steels
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. Slde Slot Face PIunge
For machining on stainless steels and heat resistant alloy Continuous machining
from plunging to slotting Unequal flute spacing and unequal helix angle design \’ \’
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Plunge depth is refered to recommended milling conditions

ATV LA 59
© StZi_nIessSteeI M %, oo LN @Q—” :[gg
| L

40 142°||¢d 1

® ~ENE| - AF) — ROFA. SSHICHEOBIMEEBDHFRETICKN.
VUMW ERABRICIIZ . SREEGINLZESRE |

® 27> L ZMDAEMNT - BT - BAKNIICK 7 FO—F(CH o
I U 7= tEE 0 1 RE = RIR T B FBRFE DR RN IR = 5.

O MAMDOEVWERI—T 1 > 7 FLIT7LZRAL. REMCTREL  =mmmmeme---n B\---
7T A TIEE,

@ 26241 X, ARMNED2EE3ME (B ) eZ51>T7 v

@ Unequal flute spacing, unequal helix angle and high rigid end profile design to Regl)—R RZ4yE
minimize chatter realize high efficient machining. Unequal Helix Angle Unequal Flute Spacing

@ New developed special edge profile realized multi-functional performance of side
milling, slot milling and plunging approaches on stainless steel.

@ Optimized high heat-resistance MUGEN COATING PREMIUM to realize stable
long time machining.

@ Total 62 sizes, some sizes line up with L/D=2 or 3.
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9:9/23 The practical Length of Cut is 0.1mm longer than the

@ Trtamr:{fr‘mlfy S specification table. _ . _Efi [XF& : mm / ﬁlﬁé Tl
Heat Resistant Alloy * BB v 7RISMMUEOED, FHBFHHVEDE IS 0.) Unit [Size - mm / Retail Price : JPY]
3—RNo. OSR | (VAR | (MEA (V78| LR | HREfMIE d—KNo. DFHE | (AR | (MEA |7+ 78| DR | 1REMIS

Code No. Dia. Length of Cut [ Neck Taper Angle | Shank Dia. | Overall Length | Retail Price: Code No. Dia. Length of Cut | Neck Taper Angle | Shank Dia. | Overall Length | Retail Price

08-00152-01020 2 12° 4 50 5,000 % 08-00152-03520 7 12° 6 50 6,600

08-00152-01030 ! 3 12° 4 50 5,200 * 08-00152-03530 35 10.5 12° 6 60 7,100

08-00152-01120| 1.1 2.2 12° 4 50 6,000 * 08-00152-03620| 3.6 7.2 12° 6 50 6,600

\\“ gg ig 08-00152-01220| 1.2 2.4 12° 4 50 6,000 * 08-00152-03720| 3.7 7.4 12° 6 50 6,600
" ,55 ;3 08-00152-01320| 1.3 2.6 12° 4 50 6,000 * 08-00152-03820| 3.8 7.6 12° 6 50 6,600
08-00152-01420| 1.4 2.8 12° 4 50 6,000 * 08-00152-03920| 3.9 7.8 12° 6 50 6,600

08-00152-01520 3 12° 4 50 6,000 * 08-00152-04020 8 12° 6 50 6,600

08-00152-01530 15 4.5 12° 4 50 6,400 * 08-00152-04030 4 12 12° 6 60 7,000

08-00152-01620| 1.6 3.2 12° 6 50 6,300 * 08-00152-04120| 4.1 8.2 12° 6 50 7,000

08-00152-01720| 1.7 34 12° 6 50 6,300 * 08-00152-04220 4.2 8.4 12° 6 50 7,000

08-00152-01820| 1.8 3.6 12° 6 50 6,300 * 08-00152-04320| 4.3 8.6 12° 6 50 7,000

08-00152-01920| 1.9 3.8 12° 6 50 6,300 * 08-00152-04420| 4.4 8.8 12° 6 50 7,000

08-00152-02020 4 12° 6 50 6,300 * 08-00152-04520 9 12° 6 50 7,000

08-00152-02030 2 6 12° 6 60 6,700 % 08-00152-04530 45 13.5 12° 6 60 7,500

08-00152-02120| 2.1 4.2 12° 6 50 6,300 * 08-00152-04620| 4.6 9.2 12° 6 50 7,000

08-00152-02220 2.2 4.4 12° 6 50 6,300 * 08-00152-04720| 4.7 9.4 12° 6 50 7,000

08-00152-02320| 2.3 4.6 12° 6 50 6,300 * 08-00152-04820| 4.8 9.6 12° 6 50 7,000

08-00152-02420| 2.4 4.8 12° 6 50 6,300 * 08-00152-04920| 4.9 9.8 12° 6 50 7,000

08-00152-02520 5 12° 6 50 6,300 * 08-00152-05020 10 12° 6 50 7,000

08-00152-02530 25 7.5 12° 6 60 6,800 % 08-00152-05030 > 15 12° 6 60 7,500

08-00152-02620| 2.6 5.2 12° 6 50 6,300 * 08-00152-05120| 5.1 10.2 12° 6 50 7,600

08-00152-02720 2.7 5.4 12° 6 50 6,300 * 08-00152-05220| 5.2 10.4 12° 6 50 7,600

08-00152-02820| 2.8 5.6 12° 6 50 6,300 * 08-00152-05320| 5.3 10.6 12° 6 50 7,600

08-00152-02920| 2.9 5.8 12° 6 50 6,300 * 08-00152-05420| 5.4 10.8 12° 6 50 7,600

* 08-00152-03020 6 12° 6 50 6,300 * 08-00152-05520 1 12° 6 50 7,600

* 08-00152-03030 3 9 12° 6 60 6,700 * 08-00152-05530 >3 16.5 12° 6 60 8,200

* 08-00152-03120/ 3.1 6.2 12° 6 50 6,600 * 08-00152-05620| 5.6 11.2 12° 6 50 7,600

* 08-00152-03220/ 3.2 6.4 12° 6 50 6,600 * 08-00152-05720| 5.7 114 12° 6 50 7,600

* 08-00152-03320| 3.3 6.6 12° 6 50 6,600 * 08-00152-05820| 5.8 11.6 12° 6 50 7,600

% 08-00152-03420| 3.4 6.8 12° 6 50 6,600 * 08-00152-05920) 5.9 11.8 12° 6 50 7,600

MSUSZ440 %42 (D) X UE (2) ZIER LT A&, * 08-00152-06020 12 - 6 60 7,300

How to OF When you order, indicate MSUSZ440 (D)x(2). X 08-00152-06030 6 18 _ 6 60 7,600

X(T)lié}%fﬁ’fﬁ’o

¥(7) is reference value.
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Recommended Milling Conditions
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High Efficient
Milling

fAlm b ZAH flE B iAH
Side Milling Slotting Plunging side Milling Slotting Plunging
" & ol 4152 i XFEE | DI | XWERE | BEH | EXVERE | OEH | XUEE | OR% | ZURE | OEH | XUERE
Dia. Le”&‘? of EE[/Z)H: Sp\ln%iﬁnged Feed |SpindleSpeed | Feed | SpindleSpeed | Feed  |SpindleSpeed | Feed | SpindleSpeed |  Feed | SpindleSpeed |  Feed
min” mm/min min™ mm/min min’ mm/min min” mm/min min” mm/min min™ mm/min M ;;;Zéf?@
1 2 2 18,000 600 | 15,000 | 200 | 15,000 50 16,800 600 | 13,500 | 200 | 13,500 50
3 3 16,000 500 | 12,000 | 150 | 12,000 30 14,900 500 | 10,800 | 150 | 10,800 30
15 3 2 12,500 700 | 11,000 | 220 | 11,000 50 11,700 700 | 10,000 | 220 | 10,000 50
4.5 3 11,000 550 8,500 | 160 8,500 30 10,300 550 7,700 | 160 7,700 30
2 4 2 10,000 850 8,600 | 240 8,600 50 9,300 850 7,800 | 240 7,800 50
6 3 8,500 650 7,300 | 180 7,300 30 7,900 650 6,600 | 180 6,600 30
25 5 2 8,200 | 1,000 7,600 | 280 7,600 50 7,600 | 1,000 6,900 | 280 6,900 50
7.5 3 7,100 750 6,300 | 200 6,300 30 6,600 750 5,700 | 200 5,700 30
3 6 2 7,200 | 1,100 6,800 | 300 6,800 50 6,700 | 1,100 6,200 | 300 6,200 50
9 3 6,000 800 5400 | 220 5,400 30 5,600 800 4,900 | 220 4,900 30
35 7 2 6,700 | 1,150 5,700 | 330 5,700 50 6,200 | 1,150 5200 | 330 5,200 50
10.5 3 5,500 900 4,800 | 230 4,800 30 5,100 900 4,400 | 230 4,400 30
4 8 2 6,400 | 1,200 5300 | 330 5,300 50 6,000 | 1,200 4,800 | 330 4,800 50
12 3 5,400 920 4,400 | 230 4,400 30 5,000 920 4,000 | 230 4,000 30 s ?ﬁ;g‘é%ﬁ o
45 9 2 6,000 | 1,200 4,900 | 350 4,900 50 5,600 | 1,200 4,500 | 350 4,500 50 :gn&gmﬁ%w
135 3 5,200 | 1,000 4,000 | 240 4,000 30 4,800 | 1,000 3,700 | 240 3,700 30
5 10 2 5,600 | 1,200 4,600 | 360 4,600 50 5,200 | 1,200 4,200 | 360 4,200 50
15 3 5,000 | 1,000 3,700 | 240 3,700 30 4,700 | 1,000 3,400 | 240 3,400 30
55 11 2 5,300 | 1,200 4,400 | 380 4,400 50 4,900 | 1,200 4,000 | 380 4,000 50
16.5 3 4,800 | 1,000 3,400 | 250 3,400 30 4,500 | 1,000 3,100 | 250 3,100 30
6 12 2 5,000 | 1,200 4,200 | 400 4,200 50 4,600 | 1,200 3,800 | 400 3,800 50 gf 22 4
18 3 4,500 | 1,000 3,200 | 250 3,200 30 4,200 | 1,000 2,900 | 250 2,900 30 %’? § 7 &
AU sice Milling 7 Slotting AU Sice Miling 3 Slotting 77
— D
HRARE 2§lh of Cut —li[, 0 igr%th of Cut H e
Depth of Cut oy
. E(L/D:Z) FRida# Plunging - 0.2D(L/D=2) s tngine
0.1D(L/D=3) MED 0.1D(L/D=3) M,‘)—-ZSD
(D:44#2 Dia)

#E

Notes

¥ 1 TERAERF. FRHEAEL TSV,
2 BARBNE PREIM O RIPREE IC K WUBIRGEFRE L TIEE L,
FLERBEONITENIRR. B, ERABRESCRYREZFEL TS,

¥ 3 DI X REFB CEIGTRELTIESL,
¥ A KBHEVEIED CEREHEHLET .
X577 NI BRBBRUMREEE <. EAFELT. WS THHESND XS (CHIBLTIZE L,
¥ 6 ZBAHBFICE)Y < TOBRHARF TR VEEF. BARDUSAMKRE PE) REZHELTILESL.
¥ 7 800 <TOHEARF THVES. TEDF Y ES 7PEBOBRICAZBNAH W ETDTIERIZE L,
¥8X—UVTF vy T, EHEERIEZGBIENSHZENEHEHLET,
¥ 9 TERESHULBRERDEFRELTILEE L,
%1 Please choose the short end tooth when measure the tool length.
3% 2 Adjust milling condition conforming with machine rigidity and clamping condition.

Final milling conditions are subject to machining profile, purpose and machine status.
%3 Adjust both Spindle Speed and Feed at the same rate.
%4 Water-soluble fluid is recommended.
%5 Please increasing the coolant flow rate and pressure as much as possible, and supply it sufficiently to the machining point and flute.
%6 Please change the Depth of Cut or Feed when chips could not remove smoothly during plunging.
%7 Please be noted there would be a possible tool chipping or breakage when the chip removal is insufficient.
38 Use a rigid and precise machine and chuck holder.
%9 Overhang of end mill should be as short as possible from spindle nose.
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MSUSZ440-I—N - ﬂ-’giZZ; d) 1 -~ d) 6 Premium HRC

High Efficient
Milling
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MUGEN COATING PREMIUM 4-Flute Long Neck High Efficient "Z" End Mill for Stainless Steels

AT LA M#ASEINITA ~0.00]
RIAA~BODEGINLT AFDE - AF)—RKEZIK 200

For machining on stainless steels and heat resistant alloy. Continuous machining from Slde SIOt Face PIunge
Plunging to slotting Unequal flute spacing and unequal helix angle design \’ \’

7"‘ ARTIYHIRAREZ SR
Plunge depth is refered to recommended milling conditions
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OMFHMEDEWVWERI—FT 7 FLIT7AZRAL. REDTRELE
DDI?J“E’@ED 40° 42°
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@Unequal flute spacing, unequal helix angle and high rigid end profile design to
minimize chatter realize high efficient machining.
@New developed special edge profile realized multi-functional performance of side
milling, slot milling and plunging approaches on stainless steel.
@Optimized high heat-resistance MUGEN COATING PREMIUM to realize stable long

40 142°||¢d 1

FE)—R FEHE

Unequal Helix Angle Unequal Flute Spacing

9:9/23 time machining.
@ A S @Long neck type prevent interference with work material, the Under Neck length lined
Titanium Alloy .
Heat Resistant Alloy up with L/D=3to 5.
87 [H& : mm / {@i4& : [
* BWETIRE &+ 7RI1ISmMmMEUEDED. SHATHEVLEHLELIEETL,) Unit [Size : mm / Retail Price : JPY]
J—RNo. (D)$2 (2)A& (eNETR (d2)&E & (r)EA (VPR 273 LEE RIS
Code No. Dia. Length of Cut Under Neck Length Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price

08-00153-01013 3 0.95 12° 4 50 5,100
08-00153-01014 1 1.5 4 0.95 12° 4 50 5,200
08-00153-01015 5 0.95 12° 4 50 5,400
08-00153-01513 4.5 1.45 12° 4 50 6,000
o - 08-00153-01514 1.5 2.3 6 1.45 12° 4 50 6,300
qézg% g 08-00153-01515 7.5 1.45 12° 4 50 6,600
7Y8R>3 08-00153-02013 6 1.94 12° 6 50 6,300
777 T osootsson0t4 2 3 8 1.94 12° 6 50 6,600
08-00153-02015 10 1.94 12° 6 50 6,900
08-00153-02513 7.5 24 12° 6 50 6,300
08-00153-02514 2.5 3.8 10 2.4 12° 6 50 6,700
08-00153-02515 12.5 2.4 12° 6 60 7,200
* 08-00153-03013 9 2.85 12° 6 50 6,300
* 08-00153-03014 3 4.5 12 2.85 12° 6 50 6,600
* 08-00153-03015 15 2.85 12° 6 60 6,900
* 08-00153-03513 10.5 3.35 12° 6 50 6,600
* 08-00153-03514 3.5 5.3 14 3.35 12° 6 60 7,200
* 08-00153-03515 17.5 3.35 12° 6 60 7,600
* 08-00153-04013 12 3.8 12° 6 50 6,600
* 08-00153-04014 4 6 16 3.8 12° 6 60 7,000
* 08-00153-04015 20 3.8 12° 6 60 7,300
* 08-00153-04513 13.5 43 12° 6 50 7,000
* 08-00153-04514 4.5 6.8 18 4.3 12° 6 60 7,600
* 08-00153-04515 22.5 4.3 12° 6 60 8,000
* 08-00153-05013 15 4.8 12° 6 50 7,000
* 08-00153-05014 5 7.5 20 4.8 12° 6 60 7,400
* 08-00153-05015 25 4.8 12° 6 60 7,700
* 08-00153-05513 16.5 5.3 12° 6 50 7,600
* 08-00153-05514 5.5 8.3 22 53 12° 6 60 8,200
* 08-00153-05515 27.5 5.3 12° 6 60 8,600
* 08-00153-06013 18 5.8 - 6 60 7,600
* 08-00153-06014 6 9 24 5.8 - 6 60 8,000
* 08-00153-06015 30 5.8 - 6 70 8,400

MSUSZ440-LN 542 (D) X IR (2) XE TR (21) ZERL TS L, ¥(7)3BEETY,

How to Oi When you order, indicate MSUSZ440-LN (D)x(2)x(21). #%(7)is reference value.
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Recommended Milling Conditions
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High Efficient
Milling

A7 LA FIVE:
W ?fi’a“*? al Stainless Steels Titanium?llloy
oreatens SUS304 Ti-6Al-4V
RlE & RiAH flE & RAH
&FE HEe Side Milling Slotting Plunging Side Milling Slotting Plunging
HOE | under | BTR | mgmy | xomE | DR | RUEE | DRR | RUEE | ORR | RUEE | DER | RUERE | DER | RUEE
Dia. Lg:;t(h oL)/EI: Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min’ mm/min min’ mm/min min’ mm/min min’ mm/min min’ mm/min min” mm/min M Xf“/l/Zﬂﬁ@
Stainless Steel
3 3 17,000 600 14,000 180 14,000 30 15,300 600 12,600 180 12,600 30
1 4 4 15,000 450 12,000 150 12,000 20 13,500 450 10,800 150 10,800 20
5 5 12,000 200 10,000 110 10,000 20 10,800 200 9,000 110 9,000 20
4.5 3 12,000 650 9,600 200 9,600 30 10,800 650 8,700 200 8,700 30
15 6 4 10,300 480 8,500 160 8,500 20 9,300 480 7,700 160 7,700 20
7.5 5 8,500 250 7,300 120 7,300 20 7,700 250 6,600 120 6,600 20
6 3 9,400 780 8,000 210 8,000 30 8,500 780 7,200 210 7,200 30
2 8 4 8,000 520 7,200 170 7,200 20 7,200 520 6,500 170 6,500 20
10 5 7,000 280 6,000 140 6,000 20 6,300 280 5,400 140 5,400 20
7S 3 7,700 900 6,800 240 6,800 30 7,000 900 6,100 240 6,100 30
25 10 4 6,500 580 6,100 180 6,100 20 5,900 580 5,500 180 5,500 20
12.5 5 5,800 330 5,200 140 5,200 20 5,200 330 4,700 140 4,700 20
9 3 6,500 950 6,200 270 6,200 30 5,900 950 5,600 270 5,600 30
3 12 4 5,500 650 5,200 200 5,200 20 5,000 650 4,700 200 4,700 20
15 5 5,000 350 4,400 150 4,400 20 4,500 350 4,000 150 4,000 20
10.5 3 6,000 | 1,000 5,400 300 5,400 30 5,400 | 1,000 4,900 300 4,900 30 FoLEe
35 14 4 5,000 700 4,500 210 4,500 20 4,500 700 4,000 210 4,000 20 S MHAEE @
175 5 4500 | 350 | 3,800 | 150 | 3,800 20 4100 | 350 | 3400 | 150 | 3400 | 20 oo
12 3 5800 | 1,050 4,800 300 4,800 30 5,300 | 1,050 4,300 300 4,300 30
4 16 4 4,600 700 4,000 210 4,000 20 4,200 700 3,600 210 3,600 20
20 5 4,200 380 3,400 150 3,400 20 6,800 380 3,100 150 3,100 20
13.5 3 5,600 | 1,100 4,500 300 4,500 30 5,000 | 1,100 4,000 300 4,000 30
45 18 4 4,400 720 3,600 220 3,600 20 4,000 720 3,200 220 3,200 20
22.5 5 4,000 380 3,100 150 3,100 20 3,600 380 2,800 150 2,800 20
15 3 5400 | 1,100 4,100 300 4,100 30 4,900 | 1,100 3,700 300 3,700 30
5 20 4 4,300 720 3,300 220 3,300 20 3,900 720 3,000 220 3,000 20
25 5 3,900 400 2,800 150 2,800 20 3,500 400 2,500 150 2,500 20 -
16.5 3 5,100 | 1,100 3,900 300 3,900 30 4,600 | 1,100 3,500 300 3,500 30 ,ﬁz@é;\
1 E= »
55 | 22 4 4200 | 750 | 3,000 220 | 3000 20 3800 | 750 | 2,700 | 220 2,700 | 20 753 5@]&\*
27.5 5 3,700 400 2,600 150 2,600 20 3,300 400 2,300 150 2,300 20 ‘Q;“ ~5
18 3 4,800 | 1,100 3,600 300 3,600 30 4,300 | 1,100 3,200 300 3,200 30
6 24 4 4,000 750 2,800 220 2,800 20 3,600 750 2,500 220 2,500 20
30 5 3,600 400 2,400 150 2,400 20 3,200 400 2,200 150 2,200 20
{BIE Side Milling 38 Slotting {RIE Side Milling % Slotting
A - il - [bwp=4) P83 —Ii—[TSD(L/Dﬁ)
5 Length of Cut L 0.5D(L/D=5) Length of Cut L 0.35D(L/D=4)
D?;J)’t%?f%t 0.25D(L/D=5)
[~ Z25A M Plunging b Z23AF Plunging
0.12D(L/D=3) 0.03D(L/D=3)
0.09D(L/D=4) D e 0.025D(L/D=4) D -
0.075D(L/D=5) —l_[<—> 05D 0.02D(L/D=5) —|_E<—> 025D
(D:51#% Dia.)

i

Notes

¥ 1 IERAEEF. FHEAELTIRE L,
3 2 BRI IR EIA DREPRBBER (C R W HIR A 2 /8 L T<IZE W,
FIERBEOMITENIAR. BH. EARMSFCRIRHERBEL TSV,

¥ 3 OEHE X REEF UG THAEL TSV,
# 4 AGBEVEPBO CERZE SEDOLET .
¥57—F NI HRBBWREESZ <. ENRBLT. U< ITHPEHEINDLSICHHEL TS L,
# 6 ZAKBFICE)Y) < FOBEAREF TR WBE . BAEOTHAKRE Pk REZFEL TILI L,
¥ 7 ) <TOHEHNREFTHVEE. TEQF vV 7T PIMBOBRICAZEBNASH ) ETOTIERILI L,
¥8I—UVTF vy T, EHREERZEHEENSZ LD EHEHLET
¥ 9 TEREHUBEERSEFE LTIEE L,
31 Please choose the short end tooth when measure the tool length.
32 Adjust milling condition conforming with machine rigidity and clamping condition

Final milling conditions are subject to machining profile, purpose and machine status
33 Adjust both Spindle Speed and Feed at the same rate.
34 Water-soluble fluid is recommended.
%5 Please increasing the coolant flow rate and pressure as much as possible, and supply it sufficiently to the machining point and flute.
36 Please change the Depth of Cut or Feed when chips could not remove smoothly during plunging.
37 Please be noted there would be a possible tool chipping or breakage when the chip removal is insufficient.
38 Use a rigid and precise machine and chuck holder.
39 Overhang of end mill should be as short as possible from spindle nose

K-015



MIHEF : MSUSZ440 A7 > L A (SUS304) FHEFIN T

Cutting example : High Efficient Machining Example for Stainless Steels (SUS304)

«EHTIER : MSUSZ440 ¢6x12
« W - SUS304 Material : SUS304

« J=5 b I AKBIEVINER Coolant : Water soluble fluid
- OISR - 12532612

Tool : MSUSZ440 ¢6x12

Total cutting time : 12min 26sec

n ”ﬂm The outer periphery part

#ME (Re) BONITY.

BN PRI aciopon

The outer periphery machining (Red pan).

2—24%+1 X : 200 x100mm
(MIFE - 12mm)
Work size : 200 100mm

gting depth - 12mm

nIITR
Cutting process

PIE Side

AR Roughing | ftEIf Finishing

B%E (min”')
Spindle speed

2% 4) 2% [mm/min)
Feed

1.200

§)4)iA% 8 apxae [mm)
Depth of cut

12x1.2 12x0.05

LA [mm)]
Stock

0.05 —

MIE5R

Cutting time

15318

1 315eC

NIIE

Cutting process

A Slot

AEX 12mm
‘r;*.

Depth of slot

B8R (min)
Spindle speed

EYRE (mm/min]
Feed

214)A% 8 ap (mm)])
Depth of ast

6 ~ 6(2@20T)

6 (2 times machining

HIB5RE

Cutting time

153148

1min 14sec




n IEFE)B&T7S5>778 eiindslot & Crank groove

A Slot
AZE 3mm MRE 6mm
ma Depth of slot Depth of slot
Cutting process
RUVT » RO T
Drilling Slotting Drilling Slotting
B3 (min)
Spindie speed 4,200
DN mnnt] 50 400 50 400
%A% ap (mm) 3 3(28MT)
Depth of cut 3 (2 times machining)
548
Cutting time Sdsec
FRERY) ety
mIIE Rough ing Finishing
Cutting process AUBNL fiE ES A
Helical milling Side Bottom Side
[min"']
Soincie speed 4,200 5.000
%) RE (mm/min)
e 1.000 1,200
Y)0)iA%xE apxae [mm]| EAME 3°
Depth of cut Approach angel 3° 6x12 0.05x1 6x0.05
LA [mm] —
Stock 0.05
HTE5RY 3nsie
Cutting time 3min S1sec
REY A | PHES | HET
mIIa Roughing mﬂ Rau;h\rg Sems-finshing Finishing
Cutting process rOTK Cutting process ' fE
Trochoid milling Slot Side
B3R [min”) [min”)
Splaille spaed 5.000 Spindle peed | | 4200 5.000
&V)RE (mm/min) V)2 (mm/min]
Feed 1.200 Feed 400 1.200
Qs apxae [mm) QUdal apxaz jem) | 2062801
Deph of e ke Demotit || omning| 12X1 [12x005
DOTB5RS 253288 IR 253288
Cutting time 2min 28sec Cutting time 2min 28sec

BAERNI. BRTI2.55 !

Total 12.5 minutes for high efficient machining! Only use 1 tool to complete all machining processes.

TR1F (MSUSZ440 ¢6%12) THILET.
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¢ (BEBNIOEDHDERS N 7—-5 2 bOHIIH

[Point of high efficient machining] Coolant

O RS 75 hDABES <. EHRELT. YWNKTHHEEINILIICHIBLTIES L,

Please increasing the coolant flow rate and pressure as much as possible, and supply it sufficiently to the machining point and flute.

o R TEICYY) <TOHENRF TRVESE. BABOYAKZRIPE) EEEZR/EL TILSL.

Please change the depth of cut or feed when chips could not remove smoothly during drilling.

#))<TOBREF BT TELERS. TROFYEL7PHRNBRICEIBNHS B ETOTIEIRIIESL,

Please be noted there would be a possible tool chipping or breakage when the chip removal is insuffident.

M

Recommend

=57 MRBH DBV
Low coolant flow

BETA%kAa#

www.ns-tool.com

71400014 WEBE/IEXS 1-28-1 ERTREARTIRNEL6F
TEL 03-3774-2459 FAX 03-3774-2460

NIREy =2 5BYHTRHE. IRORSELY. ARFIFCARMASCHIIE, RO
LTCE W
VAR ENEITHASUBCLT SN

4 EHYBU. IRACRIARCAR > LHEAMLTIEdw,
IRSIAYC LN EMEL. BRERLEZIILLTLIHA,

5l MMML. Lor I BELTCES Y

6 TREUSMMOTES. BorUDMIEL THNTCESW,

7I MRAL. NINTERAMCESET,. NETLLRrAYSET,

PAMTSIX, RROAMFDN 2T, RAMRESTHAT(LEL,
9 REPIAR (UMK -% URYELASSE. RSRMELO T X,
10] IROSRSLEVTL ES,

JNIREMATENG. AETISRISYLTOT, ST = QWA ZIWERBL TR A,

0 AR TOMAL R LT 20, FRandmatelvolty. NIMCRETSAR

1} When removing ook from cases, be carcful of getting=out of 20k and don't touch directly
hé OUling edge.
2} Nawwr iuch e od1ng edges deecly mih bare hand
I} Use salety covers and eye protecton. s 1ocs may be beoken,
4) Use holders, oz, that maich the jocks and nature of the processing operatons.
The 100l thould be tirmly atiached 10 the holder %0 prevent shaking,
5) The work mataraks damp femly,
6) Maks sure of drmmnsonm of Kok and work pRoss telore aring aetion.,
71 1 necassyy 1o sduet condions accordeg 10 e drereons of wok matetals ard he mactne,
8) Sekxct a cuting flud apgropraaie 1o the parsculyr uzape. Usng a nor-adier cuting
flud codd kead 10 Yoz due 1 Pafks QaNeraed durng processing of Peat caused by
breabags. Eraurs Pal you Kike Croper Te-prasantion Measuss.
9} M atwormal found, #12. CODUS CUPNG PrOCHEENG. HOD I Maching immad il
10} Dont mocily tocls,

-00 -

1910

BEH3070BRORIENL. XE - RAOLOEARCERTIGAYT et
Spedications may Changs witoul NolCe ke ITEroetment,




