H TooL o< 20K E DB

IND—FSFAIRE)

MSXH440R




IND =L ~ (sus-Tiaez) sEHOBEENTI!

Inheritance of POWER Series ~ High-efficiency milling on (SUS, Ti, etc) tough materials!
Dynamic Unequal Helix End Mill
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Original spiral design at comer radius flutes improves cutting edge performance!

ned for high rigidity to suppress cormer radius flute breakage even on rough milling stresses
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High Efficient
Milling
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MUGEN COATING PREMIUM Power Radius End Mill
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Al For machining on stainless steels and heat resistant alloy. High efficient machining with S,ide S,IOt Face
unequal flute spacing and unequal helix angle design to suppress chattering <
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Prehardened Steel
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@ Improved designs of unequal helix angle and flute spacing.Suppression from
chattering to realize stable milling progression.
e @ Original spiral design at corner radius flutes improves cutting edge performance!
9:'5’\/23 @ Designed for high rigidity to suppress corner radius flute breakage even on rough
@ MREE S milling stresses.
Titanium Alloy @ Adopted MUGEN COATING PREMIUM for improvement heat resistance and cutting
[ EREE A edge strength to protect from milling heat influence.
BT [+ mm / {fi#E : [
* EHFETEE v 7R1ISMMEEDED, FHEHHLEHELLETL) Unit [Size : mm / Retail Price : JPY]
J—RNo. (D) 512 R)I—F4& (2) AR (r)EmH d)>v>I® (BE=S3 TR
Code No. Dia. Corner Radius Length of Cut | Neck Taper Angle Shank Dia. Overall Length Retail Price
* 08-00150-03003 3 RO.3 8 12° 6 60 6,900
* 08-00150-03005 RO.5 8 12° 6 60 6,900
* 08-00150-04003 RO.3 11 12° 6 60 7,500
* 08-00150-04005 4 RO.5 11 12° 6 60 7,500
* 08-00150-04010 R1 11 12° 6 60 7,500
% 08-00150-05003 RO.3 13 12° 6 60 7,800
% 08-00150-05005 5 RO.5 13 12° 6 60 7,800
83 ——————
\‘ 33 Lg * 08-00150-05010 R1 13 12° 6 60 7,800
},\ rz ;é * 08-00150-06005 6 RO.5 13 - 6 60 8,100
- % 08-00150-06010 R1 13 = 6 60 8,100
% 08-00150-08005 s RO.5 19 - 8 65 13,500
* 08-00150-08010 R1 19 - 8 65 13,500
% 08-00150-10005 RO.5 22 - 10 75 15,700
% 08-00150-10010 10 R1 22 = 10 75 15,700
% 08-00150-10020 R2 22 - 10 75 15,700
* 08-00150-10030 R3 22 - 10 75 15,700
% 08-00150-12005 RO.5 26 - 12 80 20,700
% 08-00150-12010 12 R1 26 = 12 80 20,700
% 08-00150-12020 R2 26 - 12 80 20,700
Py MSXHA440R 94 (D) X D—F24& R) ZIERL TS L, (Y EBEETT,
How to Order When you order, indicate MSXH440R (D)x(R). #%(7) is reference value.
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Recommended Milling Conditions
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W ?5%/:]*? ial Alloy Steels Stainless Steels Titanium Alloy Heat Resistance Alloy =Ea] @
oriciatena SKD-SCM SUS304 Ti-6Al-4V Inconel 718 Aty Si]

J—5 {BIE Side Milling & Slotting {BIE Side Milling 78 Slotting {BIE Side Milling 78 Slotting {8 E Side Milling & Slotting FUN—
ﬂ@ FR | mEm | RVRE | DR | RVEE | @R | 2YRE | DI | EVRE | O | XYRE | DI | EXURE | O | X)RE | @K | 2URE Prehardened Steel ©)
Dia. Corqer SpindleSpeed | Feed | SpindleSpeed |  Feed | SpindleSpeed |  Feed | SpindleSpeed |  Feed | SpindleSpeed |  Feed | SpindleSpeed | Feed | SpindleSpeed | Feed | SpindleSpeed |  Feed

Radius min' | mm/min | min" | mm/min [ min" | mm/min | min" | mm/min | min® | mm/min | min® | mm/min | min® | mm/min | min? | mm/min ==
27> LA O
0.3 17,600( 1,430 | 8,600 | 700 | 6,000 750 | 6,000 | 600 | 5,600 750 | 5,600 | 600 | 3,600 | 250 | 2,500 | 140 Stainless Steel

0.5 (17,600 1,430 | 8,600 | 700 | 6,000 750 | 6,000 | 550 | 5,600 750 | 5600 | 550 | 3,600 | 250 | 2,500 | 140
0.3 ||13,200| 1,540 | 6,500 | 780 | 5,200 800 | 5,200 | 650 | 4,800 800 | 4,800 | 650 | 3,100 | 250 | 2,200 | 150
4 0.5 ||13,200| 1,540 | 6,500 | 780 | 5,200 800 | 5,200 | 600 | 4,800 800 | 4,800 | 600 | 3,100 | 250 | 2,200 | 150
1 13,200 1,540 | 6,500 | 780 | 5,200 800 | 5,200 | 550 | 4,800 800 | 4,800 | 550 | 3,100 | 250 | 2,200 | 150
0.3 (10,500 1,650 | 5,500 | 760 | 4,600 900 | 4,600 | 700 | 4,200 900 | 4,200 | 700 | 2,600 [ 300 | 1,900 | 160
5 0.5 |/10,500| 1,650 | 5,500 | 760 | 4,600 900 | 4,600 | 650 [ 4,200 900 | 4,200 | 650 | 2,600 | 300 | 1,900 | 160
1 10,500 1,650 | 5,500 | 760 | 4,600 900 | 4,600 | 600 [ 4,200 900 | 4,200 | 600 | 2,600 | 300 | 1,900 | 160
0.5 8,800| 2,420 | 4300 | 630 | 4,200 | 1,000 | 4,000 | 400 | 3,800 | 1,000 | 3,600 | 400 | 2,700 [ 300 | 1,300 | 170

6 1 8,800| 2,420 | 4,300 | 630 | 4,200 | 1,000 | 4,000 | 350 | 3,800 | 1,000 | 3,600 | 350 | 2,100 [ 300 | 1,300 | 170
0.5 6,600| 1,980 | 3,300 | 560 | 3,600 850 | 3,200 | 350 | 3,200 850 | 2,800 | 350 | 1,700 | 300 | 1,100 | 170
8 1 6,600| 1,980 | 3,300 | 560 | 3,600 850 | 3,200 | 300 | 3,200 850 | 2,800 | 300 | 1,700 | 300 | 1,100 | 170
0.5 5,300 1,430 | 2,600 | 550 | 3,000 600 | 2,500 | 300 [ 2,600 600 | 2,100 | 300 | 1,300 | 250 900 | 160
o 1 5,300 1,430 | 2,600 | 550 | 3,000 600 | 2,500 | 300 [ 2,600 600 | 2,100 | 300 | 1,300 | 250 900 | 160 S ?ﬁ;glé%ﬁ @
2 5,300 1,430 | 2,600 | 550 | 3,000 600 | 2,500 | 250 [ 2,600 600 | 2,100 | 250 | 1,300 | 250 900 | 160 :g";;‘g‘mﬁ%w
3 5,300 1,430 | 2,600 | 550 | 3,000 600 | 2,500 | 200 [ 2,600 600 | 2,100 | 200 | 1,300 [ 250 900 | 160
0.5 4,400 1,100 | 2,200 | 480 | 2,500 500 | 2,000 | 200 | 2,100 500 | 1,600 | 200 900 | 200 700 | 150
12 1 4,400 1,100 | 2,200 | 480 | 2,500 500 | 2,000 | 200 | 2,100 500 | 1,600 | 200 900 | 200 700 | 150
2 4,400 1,100 | 2,200 | 480 | 2,500 500 | 2,000 | 150 | 2,100 500 | 1,600 | 150 900 | 200 700 | 150
TPARES 0.2D %L% 0.2D "Lk 0.2D ;‘L‘_é 0.05D #Lk
pepthorcut 1.5D -I_[z;lz 0.5D 15D 1_[3;12 0.5D 15D -l_[sis 0.5D 15D -l_riO'ZD
$6~12=1D $6~12=1D 66~12=1D

(D:5442 Dia)

X1 HARBIME I HIN DRIFREEZC KW VBIREZAEL TS L,
%2 _FECVIHISA3KBIEEIEE Z AR LIS B EDUEIRESERE B £95
%3 TACBELIESB TII Y 2188 P10 < TOBREPRIEICEZ R UTHIRAEORERZ L T<EE L,
XA ZI—UDTF vy 7 EIREHRBEHFRNEDH 20 DEFEAL TS,
%5 TEREHUBREERSZFELTIES L,
fm = (LIRS TEREHUEE 93~5T5D. 96~8T4D. ¢10~12T3DE LIBBNSEEICHY £T)
Notes %1 Adjust milling condition conforming with machine rigidity and clamping condition.
32 The recommended milling conditions are based on milling with water-soluble fluid.
33 Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble fluid.
%4 Use arigid machine and holder.
%5 Overhang of end mill should be as short as possible from spindle nose.
(The recommended milling conditions are reference values under the overhang L/D: 5D(¢ 3~5), 4D(¢ 6~8), 3D(¢ 10~12)
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