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MUGEN COATING 2-Flute Taper End Mill
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Standard type tapered end mill
Suitable for various shapes by wide range of size
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Aluminium Alloy
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@ EHRI—7 1 I DIAT. T/ ML HRED,
@) 1aifE N @ 1 35EiHEP0.2 ~910. FAE30 ~ 20" (5EmERe05 ~¢6) FT -1k,
Resin @ MUGEN COATING realizes long tool life at tapered cutting.
@ Available from Dia. 0.2 ~ 10mm and taper angle are from 30" to 20° (Dia. 0.5 ~ 6).

BT [N - mm / {ii#E : [
Unit [Size : mm / Retail Price : JPY]

O—RNo. |OpERE |(6)Rf|(Q)TR| (K& | (v)ER| (7278 | (2R | REEit O—RNo. |DpEaE|(0)RA|(2)R| GIAER | (7)ER| 07278 | (V2R | L

Code No. Dia. | TaperAngle [ LengthofCut | Diaatlareind | NeTeprdoge | Shank Dia. | Orerllength | Retail Price: Code No. Dia. | TaperAngle [ Lengthof ut | Diatlagefad | NedTaperdgk | Shank Dia. | Orerallength | Retail Price
08-00300-00202 30 0.8 |0.21| 9°| 4 | 45 |13,000 08-00300-00602 3000 2 [063| 9°| 4 | 45 {10,100
08-00300-00204 1° 0.8 {0.23] 9°| 4 | 45 |13,000 08-00300-00604 1° 2 |067| 9°| 4 | 45 |10,100
08-00300-00205 1°30°| 0.8 [0.24| 9°| 4 | 45 |13,000 08-00300-00605 1°30') 2 1070 9°| 4 | 45 |10,100

s 08-00300-00206| 0.2 | 2° 0.8 [0.26| 9°| 4 | 45 |13,000 08-00300-00606 2° 2 |074| 9°| 4 | 45 |10,100
%g H 08-00300-00208 3 |08 (028 9°| 4 | 45 [13,000 08-00300-00608 3 2 (081 9°| 4 | 45 {10,100
% 5 08-00300-00212 5° 0.8 {034 9°| 4 | 45 |15,300 08-00300-00610 & 2 |088| 9°| 4 | 45 11,000
s 08-00300-00219 10° | 0.8 10.48| 10°| 4 | 45 |18,300 08-00300-00612 06 5 2 1095 9°| 4 | 45 [11,900
08-00300-00302 30°( 1.2 {032 9°| 4 | 45 |10,800 08-00300-00614 6° 2 |1.02| 9°| 4 | 45 [12,800
08-00300-00304 1° 1.2 1034 9°| 4 | 45 |10,800 08-00300-00616 7° 2 109 9°| 4 | 45 |13,700
08-00300-00305 1°30"| 1.2 [0.36| 9°| 4 | 45 |10,800 08-00300-00619 10° 2 [1.31]10°| 4 | 45 [14,600
08-00300-00306| 0.3 | 2° 1.2 [{038] 9°| 4 | 45 |10,800 08-00300-00624 15° 2 |1.67|15°| 4 | 45 15,500
08-00300-00308 3° 1.2 1043| 9°| 4 45 110,800 08-00300-00625 20° 2 |206] 15°| 4 45 116,400
08-00300-00312 5° 1.2 1051 9°| 4 | 45 |12,600 08-00300-00702 300 2 073 9°| 4 | 45 112,300
08-00300-00319 10° 1.2 |0.72| 10°| 4 | 45 |15,300 08-00300-00704 1° 2 1077 9°| 4 | 45 (12,300
08-00300-00402 30| 1.6 |0.43| 9°| 4 | 45 |13,100 08-00300-00705 930" 2 |0.80| 9°| 4 | 45 /12,300
08-00300-00404 1° 1.6 [046| 9°| 4 | 45 |13,100 08-00300-00706 2° 2 (084 9°| 4 | 45 12,300
08-00300-00405 1°30"| 1.6 [0.48| 9°| 4 | 45 |13,100 08-00300-00708 3 2 [091| 9°| 4 | 45 12,300
08-00300-00406| 0.4 | 2° 1.6 {051 9°| 4 | 45 |13,1700 08-00300-00710 0.7 & 2 (098] 9°| 4 | 45 [13,400
08-00300-00408 3° 1.6 |057| 9°| 4 | 45 |13,700 08-00300-00712 5° 2 |1.05] 9°| 4 | 45 [14,500
08-00300-00412 5 1.6 1068 9°| 4 | 45 |15300 08-00300-00714 6° 2 112 9°| 4 | 45 [15,600
08-00300-00419 10° | 1.6 {096] 10°| 4 | 45 [18,600 08-00300-00716 7 2 1119 9°| 4 | 45 |16,700
08-00300-00502 30| 2 0.53| 9°| 4 | 45 [10,800 08-00300-00719 10° 2 |1.41]10°| 4 | 45 17,800
08-00300-00504 1° 2 0.57| 9°| 4 | 45 {10,800 08-00300-00724 15° 2 [1.77]15°| 4 | 45 {18,900
08-00300-00505 1°30°| 2 060| 9°| 4 45 10,800 08-00300-00725 20° 2 |216] 15°| 4 45 120,000
08-00300-00506 2° 2 064| 9°| 4 45 110,800 08-00300-00802 30 3 /085 9°| 4 45 110,100
08-00300-00508 3 |2 |071] 9°| 4 | 45 [10,800 08-00300-00804 1° 3 |090] 9°| 4 | 45 110,100
08-00300-00510 4° 2 078! 9°| 4 45 11,700 08-00300-00805 130" 3 |096| 9°| 4 45 110,100

— i T;E' i{g 08-00300-00512 05 5 |2 |085| 9°| 4 | 45 |12,600 08-00300-00806 2 3 |1.01] 9°| 4 | 45 10,100
38 ;«’: 08-00300-00514 6° 2 092| 9°| 4 | 45 {13,500 08-00300-00808 3° 3 [1.11) 9°| 4 | 45 {10,100
08-00300-00516 7 |2 [099| 9°| 4 | 45 |14,400 08-00300-00810 08 & 3 |121] 9°| 4 | 45 11,000
08-00300-00519 100 |2 [1.21| 10°| 4 | 45 [15300 08-00300-00812 5° 3 [1.32] 9°| 4 | 45 |11,900
08-00300-00524 15° |2 [1.57| 15°| 4 | 45 |16,400 08-00300-00814 6° 3 |143] 9°| 4 | 45 12,800
08-00300-00525 20° |2 196 15°| 4 | 45 |18,000 08-00300-00816 7 3 |1.54] 9°| 4 | 45 |13,700

MTE230 52 (D) X KA (0) #HER LT 2xL,  08-00300-00819 10° 3 |1.86| 10°| 4 | 45 [14,600
>:<() (;é’j%ﬁ"_éh_:jly"“ order, indicate MTE230 (D)x(8). 08-00300-00824 15 | 3 [241]15°| 4 | 45 [15,500

#%(d1) and () is reference value. 08-00300-00825 20° 3 298| 20°| 4 45 116,400
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O—RNo. |OpERE |(6)R|(0)DR| (KRR | (7)ER| 07278 | (D2R | REETHSE O—RNo. |DyEHE|(0)RH|(0)VR| (KRR | (7)ER| 07978 | (V2R | REHE
Code No. Dia. | TaperAngle | LengthofCut | Diaatlaretnd | NedTaprdoge | Shank Dia. | Overlllengh | Retail Price Code No. Dia. | TaperAngle [ LengthofCut | Diaitlagefod | NedTaprdngle | Shank Dia. | Orerllength | Retail Price

08-00300-00902 300 3 |095| 9°| 4 45 112,300 08-00300-02002 300 6 | 210 9°| 4 45 | 7,900
08-00300-00904 1° 3 |1.00| 9°| 4 | 45 |12,300 08-00300-02004 1° 6 | 221 9°| 4 45 | 7,900
08-00300-00905 1°30"| 3 |1.06| 9°| 4 45 112,300 08-00300-02005 1°30°] 6 | 231 9°| 4 45 | 7,900
08-00300-00906 2° 3 |1.11| 9°| 4 | 45 |12,300 08-00300-02006 2° 6 | 241 9°| 4 45 | 7,900 I
08-00300-00908 3° 3 1121 9°| 4 45 112,300 08-00300-02008 3° 6 262 9°| 4 45 | 8,100 %
08-00300-00910 4 3 |1.32| 9°| 4 | 45 |13,400 08-00300-02010 4 6 | 284 9°| 4 45 | 8,400 %
08-00300-00912 09 5° 3 [1.42| 9°| 4 | 45 |14,500 08-00300-02012 2 5° 6 | 305 9°| 4 | 45| 9,800 ]
08-00300-00914 6° 3 |153| 9°| 4 | 45 |15,600 08-00300-02014 6° 6 | 326 9°| 4 45 111,500
08-00300-00916 7 3 [164| 9°| 4 45 116,700 08-00300-02016 7° 6 | 347 7°| 4 45 113,100
08-00300-00919 10° 3 |196| 10°| 4 | 45 |17,800 08-00300-02019 10° 6 | 411 10°| 6 50 | 15,600
08-00300-00924 15° 3 |251]|15°| 4 45 118,900 08-00300-02024 15° 6 | 5221 15°| 6 50 | 17,200
08-00300-00925 20° 3 |3.08| 20°| 4 | 45 |20,000 08-00300-02025 20° 6 | 637 - 6 50 | 20,800
08-00300-01002 3000 4 [1.07] 9°| 4 45 | 7,900 08-00300-02502 30| 8 | 264 9°| 4 45 | 9,600
08-00300-01004 1° 4 |1.14| 9°| 4 | 45 | 7,900 08-00300-02504 1° 8 | 278| 9°| 4 45 | 9,600
08-00300-01005 1°30'| 4 [1.21] 9°| 4 | 45 | 7,900 08-00300-02505 1°30") 8 [ 291 9°| 4 | 45| 9,600
08-00300-01006 2° 4 128 9°| 4 | 45 | 7,900 08-00300-02506 2° 8 | 305 9°| 4 45 | 9,600
08-00300-01008 3° 4 1142 9°| 4 45 | 8,100 08-00300-02508 3° 8 | 333] 9°| 4 45 | 9,900
08-00300-01010 I 4 |156| 9°| 4 | 45 | 9,800 08-00300-02510 4 8 | 362 4°| 4 45 110,200
08-00300-01012 ! 5° 4 (170 9°| 4 45 | 9,800 08-00300-02512 25 5° 8 | 390 5°| 4 45 111,900
08-00300-01014 6° 4 (184 9°| 4 | 45 | 11,500 08-00300-02514 6° 8 | 418| - 4 50 | 12,000
08-00300-01016 7 4 1198 9°| 4 | 45 |13,100 08-00300-02516 7° 8 | 446| - 4 50 | 14,000
08-00300-01019 10° 4 |241|10°| 4 | 45 |14,000 08-00300-02519 10° 8 | 532 10°| 6 50 | 21,000
08-00300-01024 15° 4 |3.14|15°| 6 50 | 15,600 08-00300-02524 15° 8 | 679 - 6 50 | 25,300
08-00300-01025 20° 4 (391 15°| 6 50 |17,200 08-00300-02525 20° 8 | 832 - 8 60 |29,700
08-00300-01502 30| 5 |[1.59] 9°| 4 45 | 7,900 08-00300-03002 3011 10 | 3.17| 9°| 6 50 | 8,300
08-00300-01504 1° 5 [1.67| 9°| 4 | 45 | 7,900 08-00300-03004 1° 10 | 335] 9°| 6 50 | 8,300
08-00300-01505 1°30} 5 [1.76] 9°| 4 45 | 7,900 08-00300-03005 1°30"| 10 | 3.52| 9°| 6 50 | 8,300 R
08-00300-01506 2 5 (185 9°| 4 | 45| 7,900 08-00300-03006 2° 10 | 369 9°| 6 50 | 8300 ¢l g7 i
08-00300-01508 3° 5 1202 9°| 4 45 | 8,100 08-00300-03008 3° 10 | 405] 9°| 6 50 | 8,500 % i’;} !s“
08-00300-01510 & 5 (220 9°| 4 45 | 9,800 08-00300-03010 4 10 | 440] 9°| 6 50 | 8,700
08-00300-01512 15 5° 5 (237 9°| 4 45 | 9,800 08-00300-03012 5° 10 | 475 9°| 6 50 | 9,300
08-00300-01514 6° 5 |255| 9°| 4 | 45 |11,500 08-00300-03014 6° 10 | 510 6°| 6 50 {12,300
08-00300-01516 7° 5 1273 9°| 4 45 113,100 08-00300-03016 7° 10 | 546 7°| 6 50 | 16,400
08-00300-01519 10° 5 [3.26] 10°| 4 | 45 |14,000 08-00300-03019 10° 10 | 653 - 6 50 | 20,800
08-00300-01524 15° 5 [4.18] 15°| 6 50 | 15,600 08-00300-03024 15° 10 | 836| — 8 60 | 24,400
08-00300-01525 20° 5 [5.14] 20°| 6 | 50 |17,200 08-00300-03025 20° 10 (1030 - |10 70 |27,100
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Unit [Size : mm / Retail Price : JPY]

O FUN—R48 P J—KNo. (B e (6)FA (2)AI& (dn)KimEE (r)EA @>r>7% (RS2 FRAEATAE
Prehardened Steel Code No. Dia. Taper Angle Length of Cut |Dia. at Large End | Neck Taper Angle Shank Dia. Overall Length Retail Price
08-00300-04002 30° 15 4.26 9° 6 50 8,600
08-00300-04004 1° 15 452 9° 6 50 8,600
08-00300-04005 1°30° 15 479 9° 6 50 8,600
O 7’!'_5"'213 N | 08-00300-04006 2° 15 5.04 9° 6 50 8,600
08-00300-04008 3° 15 5.57 9° 6 50 9,000
O 35 N 08-00300-04010 4° 15 6.10 - 6 55 11,400
Copper 08-00300-04012 4 5° 15 6.62 - 6 55 12,500
o i N 08-00300-04014 6° 15 7.15 - 6 55 14,500
Resin 08-00300-04016 7° 15 7.68 - 6 55 18,100
08-00300-04019 10° 15 9.29 - 8 60 24,400
08-00300-04024 15° 15 12.04 - 12 80 33,000
08-00300-04025 20° 15 14.92 - 12 80 38,500
08-00300-05002 30 20 534 9° 6 55 12,000
08-00300-05004 1° 20 5.70 9° 6 55 12,000
08-00300-05005 1°30° 20 6.04 - 6 55 14,300
08-00300-05006 2° 20 6.39 - 6 55 14,300
08-00300-05008 3° 20 7.10 - 6 55 14,900
8 050030005010 4° 20 7.80 - 6 60 16,500
¥l osoos0005012 > 50 20 8.50 - 8 60 22,000
gf 08-00300-05014 6° 20 9.20 - 8 60 25,300
08-00300-05016 7° 20 9.91 7° 10 70 27,500
08-00300-05019 10° 20 12.05 - 12 80 33,000
08-00300-05024 15° 20 15.72 15° 16 90 44,000
08-00300-05025 20° 20 19.56 20° 20 100 49,500
08-00300-06002 30 20 6.35 - 6 55 16,000
08-00300-06004 1° 20 6.70 - 6 55 16,000
08-00300-06005 1°30° 20 7.05 - 6 55 17,100
08-00300-06006 2° 20 7.40 - 6 55 17,100
08-00300-06008 3° 20 8.10 - 8 60 17,600
08-00300-06010 4° 20 8.80 - 8 65 19,300
08-00300-06012 6 5° 20 9.50 - 8 65 23,100
08-00300-06014 6° 20 10.20 - 10 70 27,500
08-00300-06016 7° 20 10.91 - 10 70 30,800
08-00300-06019 10° 20 13.05 - 12 80 35,200
08-00300-06024 15° 20 16.72 - 16 90 46,200
08-00300-06025 20° 20 20.56 - 20 100 51,700
08-00300-08002 30 25 8.44 - 8 65 20,900
08-00300-08004 1° 25 8.87 - 8 65 20,900
08-00300-08005 1°30° 25 9.31 - 8 65 22,600
08-00300-08006 8 2° 25 9.74 - 8 65 23,700
> 7, 0800300-08008 3° 25 10.62 - 10 70 27,500
SN 4% 7% 080030008012 5° 25 1237 - 12 90 44,000
P 77 08-00300-10002 30’ 35 10.61 - 10 85 33,000
08-00300-10004 1° 35 11.22 - 10 85 33,000
08-00300-10005 1°30° 35 11.83 - 10 85 36,300
08-00300-10006 10 2° 35 12.44 - 12 90 40,700
08-00300-10008 3° 35 13.67 - 12 90 48,400
08-00300-10012 5° 35 16.12 - 16 90 55,000
MTE230 %R (D) X FAE(6) ZHRUL TS L, ¥(d) RU(7) 3BEETT .
How to Order When you order, indicate MTE230 (D)x(8). % (d1) and (1) is reference value.

J-006



MTE230

F—I\H
Tapered
IRIREESER
Recommended Milling Conditions
A%iﬂ
[ 0.5~ ;&4 Slotting] P oy tce

R G - S - 7
Wofth/:J:?erial Carbon Steels-AIonESIteeIs-Prehardened Steels mt;;j?ﬂﬁﬁ;ﬁ Co‘pnper
(~40HRC)
BIELRE . ; - ; - ;
Cutting Sp:ed 40~70m/min 150~300m/min 80~150m/min
PHAKE ap Bk XV RE [k X RE LR XV RE SLEa
SoimiR Depth of Cut Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed N }, == Aloy O
Dia.
I mm min mm/min min mm/min min” mm/min

0.5 0.005 ~0.01 38,000 300 50,000 400 25,000 200 N Copper O

0.6 0.01 ~ 0.02 32,000 300 50,000 400 25,000 200

0.7 0.01 ~ 0.03 27,000 300 50,000 500 25,000 250 N il O

Re

08 |002~004] 24000 400 50,000 650 25,000 330 =

0.9 0.03 ~ 0.06 21,000 400 50,000 800 25,000 400

1 0.03 ~ 0.08 19,000 400 50,000 1,000 25,000 500
1 UHmEGEALTEEY
X2 MTECERABICE > T, DEHPE) REEFHELTIES L,
%3 O—F B TOEN REIF30 ~ 50% FF TS W,
¥4 OERHD EASBVBEEEUSIETE)REEZHEL. WAKBLERLTILSL

" = 5 HETHEHEDLET,
Notes %1 Use cutting fluid.

%2 Adjust spindle speed and feed according to inclined angle. =
%3 When corner machining, reduce the feed by approximately 50%~30%. °a’
%4 Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient. %
35 Recommend reciprocating cutting. =
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Recommended Milling Conditions

i
© Carbon Steel P

BEH
© Alloy St:el P Wi e e
[¢1.5~10@IEIHI Side Milling]

©7’U/\ ¥4 p el PRERH Gl TEH-R#EM R
Prehardened Steel Work Material Carbon Steels Alloy Steels-Tool Steels+Prehardened Steels Prehardened Steels
S50C SKD-HPM-NAK NAK80 (~45HRC)
R 50~70m/min 40~60m/min 30~50m/min
= N SEimiR SpiEiﬁfgeed ]E::iﬁg SpiEiﬁfgeed %ZEE SpirIFd‘iES%leed ﬁzfg
Aluminium Alloy Dia.
min” mm/min min” mm/min min” mm/min
O N 1.5 12,700 330 10,600 250 8,500 200
2 9,600 400 8,000 300 6,400 270
O EEE N 2.5 7,600 450 6,400 330 5,100 300
3 6,400 450 5,300 330 4,300 300
4 4,800 450 4,000 330 3,200 300
5 3,800 450 3,200 330 2,600 300
6 3,200 450 2,700 330 2,200 300
8 2,400 480 2,000 360 1,600 330
10 1,900 480 1,600 360 1,300 330

5 — /B Taper Side Milling
hAHE 0.1D

Depth of Cut ,_\“

AR
" Length of Cut
(D: Fci# Dia)

19935 pauapleH
By
==

1 PIEPRZEFERL TS,
%2 MITEOERBICEL>TIE. OEHPX)REZHEL TS,
%3 O—FERTOENEE(E30 ~ 50% NFTLZE 0,

m = ¥4 QEHEHN EASBVEAERRLAEG TR EEEZFHEL. HAABEHREEL TS0,
Notes %1 Use cutting fluid.

%2 Adjust spindle speed and feed according to inclined angle.
%3 When corner machining, reduce the feed by approximately 50%~30%.
%4 Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient.
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MTE230

YRIRESER

Recommended Milling Conditions

[¢ 1.5 ~ TOIELIHI Side Milling]

F—I\H
Tapered
&
@)

i8I ) FLI=YLAES # p/
Work Material (~55HRC) Aluminium Alloy Copper
R 20m/min 150~300m/min 80~150m/min
[EER2Y XV RE [EIE R RE k) XV IRE TN
5'E,ﬁﬁ"ﬁ?;—_ Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed N }, )lf_\ E/'\fy O
o min’ mm/min min”' mm/min min’’ mm/min
15 4,300 110 50,000 1,300 25,000 650 NE ., O
2 3,200 130 48,000 2,000 24,000 1,000
2.5 2,700 150 38,200 2,200 19,100 1,100 N ﬁﬁﬂ_’é O
3 2,200 150 32,000 2,200 16,000 1,100 fesin
4 1,600 150 24,000 2,200 12,000 1,100
5 1,300 150 19,100 2,200 9,600 1,100
6 1,100 150 16,000 2,200 8,000 1,100
8 800 160 12,000 2,200 6,000 1,100
10 650 160 9,600 2,200 4,800 1,100
5 —/ VEIE Taper Side Milling 5 —/ VEIE Taper Side Milling
EARE 0.05D 0.1D

Depth of Cut

(D:5ctifR Dia)

PSS
Length of Cut

PSS
Length of Cut

" =

Notes

1 PIEPRZEERL TS L,

X2 TEMEMAICE TR, DEHPE)REZFEL TSV,
%3 O—FBTOENREF30 ~50% FFTIES L.

¥4 OEHHN LA SBVBERELEIE TR REZREL. VHAHKED

%1 Use cutting fluid.

%2 Adjust spindle speed and feed according to inclined angle.
%3 When corner machining, reduce the feed by approximately 50%~30%.
%4 Adjust spindle speed and feed at the same rate also reduce depth of cut, if the machine spindle speed insufficient.
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R I—F« VI ETIAIN (FAVTIL=FA RS R) R=ADDA—F+ 2D THDRIHNS,
WSS, MEMEEEBICEVMFEEIF O TULET, TaBShihStohdESDERENE -
DUJ\—B288 - 444 - 3(Cd U CTHEBUVMERESEREEB L TCWED, Blc, J—>> b6

HAME - T7—J0O— - AAIL=A RCHEHIGU.
=520 ERR>TUVET,

[#%HlI+#4] SUS420]22% : STAVAX (52HRC)

MRB230 R1x10 fibtt

EE#E1R0.087mm EEFENR0.136mm

n:10,000min-! Vf:1,500mm/min ap:0.immxae:0.2mm
FBMELIHE M TERS: 1324 tDHIKR150m

[#%HI#4] S50C

MSE230 6 fthtt
EEFENE0.022mm EFEMEO0.1mm

n:3,400min"! Vf:600mm/min ap:9.0mmxae:1.2mm
GBS NI TEERS: 3353 tIAIR20m

[#%RI#4] 5

MRB230 R1x6 fthtt
EE#EMR0.028mm EFENE0.095mm

n:12,000mint Vf:1,200mm/min ap:0.2mmxae:0.3mm
KBMELIE)E NSRS : SEERI444) tEIH/365m

[EIM,. O—5> B &&(ERVMEN

0.16
014 0.136
R
0.12 213
0.1 0.087 MLE
0.08
0.06
0.04
0.02
0
MRB230 ikt
0.16
0.14
0.12
0.1
0.1 ‘
0.08 e
1/3
0.06 NF
0.04
0.022 |
0.02 |
0 j—

MSE230 finat
0.16
0.14
0.12
01 0.095
0.08 e
13
0.06 BF
0.04 0.028 :
0.02 - i
0

MRB230 fzt



