SAZEZ(HRC52015h), Z2|5=2 Alg, B4
Ti/NiA| g3, 2134 S ChYsH oAy 715 AE "a'
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Endmills for various work materials (~HRc52), pre-hardened
steels, carbon steels, mold steels, SUS, Ti/Ni-base alloys, Inconel
Good wear resistance by high quality Si-based PVD coating.

Excellent work surface finish by 3 flute and deep chip pocket

Minimize fracturing by high TRS fine(0.5um) WC grade.

B'LUE 4 5° CUTTING Condition D Size D Tolerance ~ Condition D Size D Tolerance
: Coating | yeiix Angle DATA — 21~6 +0 ~-0.01mm —— 26 -0.005 ~ -0.015mm
J 28~12 +0 ~-0.015mm 28~12 -0.01 ~ -0.025mm

SaLIas 3

Shield Edge ~ 445P ool mm
3NSE 010 025 S04 4
3NSE 012 030 S04 1. 2 3 4
3NSE 015 040 S04 1.5 4 45 4
3NSE 020 060 S04 2 6 45 4
3NSE 025 080 S06 2.5 8 45 6
3NSE 030 080 S06 3 8 45 6
3NSE 040 110 S06 4 1 50 6
3NSE 050 130 S06 5 13 | 50 6
3NSE 060 130 S06 6 13 55 6
3NSE 080 190 S08 8 19 @ 60 8
3NSE 100 220 S10 10 22 70 | 10
3NSE 120260 S12 12 26 80 | 12
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| SNSE/4NSE ™ ANSES RPV 52, FEEDS! 200} 50% Up X8,
B Use the same RPM and raise up the feed up to 50% for 4NSE. « RPM : rev./imin - Feed - mmjimin

E34 Slotting

iy 3721332 #3Y/E2HEY 27353
M Tl | Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
ateria SCM/HPM NAK80 / KPAM STAVX / SKD11
4E Hardness 30 ~40HRc 40 ~ 45HRc 45 ~ 55HRc
23 A
: p Ae Ap Ae Ap Ae
ggrtnsggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 13,000 75 1 0.03 9,000 65 0.50 0.02 5,700 41 0.05 0.50
21.5 10,000 75 2 0.045 6,000 65 0.75 0.03 4,500 41 0.08 0.75
22 6,400 188 2 0.06 4,800 162 1.00 0.04 3,000 102 0.10 1.00
23 4,200 375 3 0.09 3,400 324 1.50 0.06 2,100 204 0.15 1.50
24 3,400 413 4 0.12 2,700 356 2.00 0.08 1,700 204 0.20 2.00
25 2,900 563 5 0.15 2,300 486 2.50 0.10 1,500 306 0.25 2.50
26 2,500 788 6 0.18 2,000 680 3.00 0.12 1,300 428 0.30 3.00
28 1,900 813 8 0.24 1,500 702 4.00 0.16 1,000 442 0.40 4.00
210 1,600 750 10 0.3 1,300 648 5.00 0.20 800 408 0.50 5.00
212 1,300 731 12 0.36 1,100 632 6.00 0.24 670 398 0.60 6.00
1.0D 0.5D
EHES
0.1D 0.05D
Depth of Cut . o
~40HRC 40HRC ~
ZHHY  Side Cutting
. 372332 #32/m2i3E7 13E
I ";l,i Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
Matenal SCM/HPM NAK80 / KP4M STAVX / SKD11
4 Hardness 30 ~40HRc 40 ~ 50HRc 50 ~ 52HRc
o3 A
: p Ae Ap Ae Ap Ae
gg}nsggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 13,000 75 1 0.030 9,000 65 0.5 0.02 5,700 49 0.50 0.02
215 10,000 75 2 0.045 6,000 65 0.75 0.03 4,500 49 0.75 0.03
22 6,400 188 2 0.060 4,800 162 1.00 0.04 3,000 122 1.00 0.04
23 4,200 375 3 0.090 3,400 324 1.50 0.06 2,100 245 1.50 0.06
24 3,400 413 4 0.120 2,700 356 2.00 0.08 1,700 269 2.00 0.08
25 2,900 563 5 0.150 2,300 486 2.50 0.10 1,500 367 2.50 0.10
26 2,500 788 6 0.180 2,000 680 3.00 0.12 1,300 514 3.00 0.12
28 1,900 813 8 0.240 1,500 702 4.00 0.16 1,000 530 4.00 0.16
210 1,600 750 10 0.300 1,300 648 5.00 0.20 800 490 5.00 0.20
212 1,300 731 12 0.360 1,100 632 6.00 0.24 670 477 6.00 0.24
0.03D 0.02D
ENE]
Depth of Cut ~40HRC 1.0D 40HRC ~ 0.5D

2 E0| YUSHAH HAE|K QUSHCE 'f—’&% J5}7| QI3 7H55HH HIYE WAl0 2 24 SR

+ HRC55 0|4 DAEZ 715A| 22 A4 Z2 HIEE 20% DOWN A|AFHAIL.

© 71 A ZUEE 3L TIE0|H, 42A| 2| A RAGHL, TEE QFYAQI & LHOfA ZITH 50%7HA] UP SHFHAIR.

| I BAZUR HD SR0D2 BN B 84 7K 22, g ool e 2203 2y g

© ZUBILIIAQ 2o A L U A AY0| LAY ATS £t 0|—-—-’ﬁ5E HI2510] 23 SHAl2.

© 022, HAR QUNIAE S J £ S0, 22 Z ML 7ISAI 21} Lo 22| SHAIL

* The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
* When milling workpiece HRC over 55 hardened steel , reduce 20% of the RPM and feed compared to the same diameter.

* The parameters on the table is based on 3flutes. For using 4flutes, use the same RPM and raise up the feed up to 50% in stable milling condition.
* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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