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" Solid End Mill
.t)J ﬁu;%#l: Recommended Cutting Conditions ' I(HDEERE
1 H iR 2 (apxae)(mm 4MZDc(mm
Material D(ep’t)h of Cl)JS ) Outside(Dia. ) ¢2 ¢3 ¢4 ¢5 ¢6 ¢8 ¢10 ¢12 ¢16
E (min-1)
. B BEE s | 25.900| 22,800 21,300| 19,700 | 16,000 | 14,000 12,800 11,800| 9,500 —_ ST
SS400 - FC - S45C apxae=0.05Dcx0.05D N A ml ~ Jm
Mild steel - Cast Iron - Carbon steel ﬁ—?g;’;‘g:'”) 3,910| 3,570| 3,290| 3,070| 2,890| 2,660| 2,540| 2,500| 2,470
EE (min-1)
sem. TAS s | 23.300| 20,500 19,100| 17,700 15,200 12,600 11,500  10,600| 8,500
SCM, SNCM apxae=0.04Dcx0.04D o -
Alloy steel - Tool steel HE45 (mm/min) 3,100| 2,880| 2,670| 2490| 2,330| 2,110| 2,010/ 1,980 1,970
Feed Rate
R, FER o Fedimin-) 23,300 | 20,500 | 19,100 | 17,700 | 15,200 | 12,600 | 11,500 10,600| 8,500
(30 ~ 38HRC) apxae=0.05Dcx0.05D pindle Revourion
SUS304, NAK ’ ’ 45 (mm/min)
St P il S{mm/T 3,150| 2,880| 2,660| 2,500| 2,370| 2,190| 2,060 1,970| 1,920
TRRE N S’%f‘;miqj? 20,900 18,500 | 17,200 15,900 | 13,700 | 11,300 | 10,400| 9,500| 7,700 High Performance Ball-nose End Mill
(38 ~ 45HRC) apxae=0.03Dcx0.03D pincle Terouton
NAK : : NTIN ;
Pre-hardened stcel ﬁ—;‘g}{g{g"”) 2,550| 2,330| 2,170| 2,040| 1,940| 1,800| 1,680 1,590 1,550
TR, KW FH(min-) 18,600 16,400 15,300| 14,200 | 12,200 10,000, 9,200| 8,500 6,800

(45 ~ 55HRC) apxae=0.03Dcx0.03D Spindle Revolution
NAK, SKD $#E44(mm/min)
PR b o SR S(mm/n 2,060| 1,850| 1,700| 1,600| 1,520| 1.410| 1,320 1,230| 1,190
(ssﬁé(g)ﬁ?ﬂo) Sﬁﬁgl“gu:{) 14,300| 12,600| 11,800| 10,900| 9,400| 7,700 7,100| 6,500| 5,200
SKD apxae=0.03Dcx0.03D Tem——
o S(mm/n 1230| 1130] 1,030, 980| 930| 8s50| 800| 780| 760
- EEERRRNSEEE, - SR ORI IR R,
;  REEERES %A,
No;es REMFANIMSHIK. &

Cutting with compressed air or coolant is recommended. ~ Adjust ap to suit each machine's rigidity. ~Use a chuck and a machine with as high rigidity as possible.

MEGACOAT
NANOE

B

Long Tool Life with
“"MEGACOAT NANO"

| 7]!] I?TT@] Case studies

SNCM439 (39HRC)
- HIH IR Machine parts Eﬂﬂ T

EmT ;
oo,
m - f2=0.087mm/t
(Vf=1,2356mm/min)
‘ +ap=1.0mm
+ Wet

< SREEERHE Automotive parts

+ Ve=81m/min(n=4,300min~")

+ fz=0.012mm/t
(Vf=103mm/min)

+ap=1.6mm

+ Wet

2SEB060-120-R30 2SEB100-180-R50
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Competitor Coating D

Hith/ A8k E = mE

1,000pes/edge Competitor Coating E

32.0m/edge

« SEM RS ~R0MEE, MIHERS1.7E,

Kyocera showed 1.7 times longer tool life than Competitor D.

s BER. RIRE,

No burr formation. Dimensionally-stable amachining.

- SHMAS ~REARLE, NTHERS1.665

Kyocera showed 1.6 times longer tool life than Competitor E.

< MEIP RN/ DINERG. MTELR,
Low cutting force and less damage on the cutting edge. Good surface finish condition.

(1548 A FiF41) Evaluation by the user
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(148 F P F4)) Evaluation by the user
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High Performance Ball-nose End Mill
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Special cutting edge concept and nano layer coating realized high precision and long tool life machining flg 1
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Tk Bl S IS AR G IE R ST 62 1 B R £:0.00575 5 & 7] F (v 16m5h) .
Sharp cutting due to special nose geometry R0.005mm close tolerance edge diameter (¢16 excluded) L
SHEEIRTISEYIEIRA. EEERAGL, HRMIEREER fig2
MHILN T ER T2k B HESRRIFHRELEE, .
Arc-like cutting edge distributes the cutting Excellent surface finish quality when using entire cutting ° ®»
force and controls wear progress edge in machining of the mold's draft angle or profiling Q Q
(2847 Unit:mm)
SN 3 42 z ST Y P T3
RIEE gagpaz| M | DK g SINTEE 5y | 2K 2%
piilE=3 T Radius of Radius of Outside. | Length of Neck Dia Under Neck Shank Dia Overall | Number of AR
o - Description Siale Ball Nose Ball Nose Dia. cut " | Length "|  length flutes B
2SEBZE!Y £ =& Conventional R Teilmmes oDc ) oD 0, oDs L 7
2SEB020-050-R10 [ J 1.0 +0.005 2.0 5 2.10 6.6 6 50 2
2SEB030-080-R15 [ ] 1.5 +0.005 3.0 8 3.156 9.8 6 70 2
2SEB040-080-R20 [ J 2.0 +0.005 4.0 8 4.2 10.0 6 70 2
2SEB050-100-R25 [ ] 25 +0.005 5.0 10 5.2 12.4 6 80 2
2SEB060-120-R30 [ J 3.0 +0.005 6.0 12 - - 6 90 2
2SEB080-140-R40 [ ] 4.0 +0.005 8.0 14 - - 8 100 2
s -180- - -
*"ﬁ'EE 2SEB100-180-R50 ° 5.0 +0.005 | 10.0 18 10 100 2
Large chip pocket
2SEB120-220-R60 [ J 6.0 +0.005 12.0 22 - - 12 110 2
HERYIRAIMNT £
WA SLIMEERNVIEBHEE 2SEB160-300-R80 ® 8.0 +0.010 | 16.0 30 - - 16 140 2

Stable chip evacuation at large ap machining
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High quality and long tool life machining of die steel (52HRC)
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2SEBE! MAE F &4 Conventional Surface finish comparison Cutting edge condition after 70m cutting
TN Sk B 2k I R EREERE
Test sample | Roughness curve Surface finish Test sample Flank wear
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High quality cutting edge by MEGACOAT NANO
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g G Smooth and sharp cutting edge with F=i-oHm
2 superior wear resistance and adhesion resistance
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400 600 800 1000 1200 1400 <H)H) %> Cutting conditions #HEETIE $6 <BNHI %4> Cutting conditions #HEETIE 62
S FF AR B (C) Oxidation Temperature oSEBEH!I Hi A SA Competitor A n=11,700min~" Vf=1,340mm/min ap x ae=0.6 x 0.3mm n=14,000min~" Vf=1,500mm/min ap x ae=0.1x 0.06mm




