MSUSZ2440 Size 01~ ¢ 6 o0 MSUSZ440

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

High Efficient High Efficient

Milling Milling

Total 62 sizes Recommended Milling Conditions

40742°||¢d B
For machining on stainless steels and heat resistant alloy RN 5 . Stainless Steels Titanium Alloy
Continuous machining from plunging to slotting siae | siot | Tace [Plunge Work Material SUS304 Ti-6Al-aV
Unequal flute spacing and unequal helix angle design .
L/ h‘ \’ \’ X Side Milling Slotting Plunging Side Milling Slotting Plunging
Plunge depth is refered to recommended milling conditions Dia. Loefncglft L/D SS;;)izg(Ije Feed Sspggglde Feed SSp;ire“ejclie Feed Ssggre\g(lje Feed Ss;gzg:je Feed SS;:)izg(lje Feed
S AT gg min" |mm/min| min"  |mm/min| min"  |mm/min| min™ {mm/min| min" |mm/min| min" [mm/min
E % ODC') R :[o-:co-. 1 2 2 |18,000| 600|15000| 200 |15,000, 50 |16,800| 600|13,500| 200 |13,500| 50
‘ © M . ‘ © 3 3 |16,000| 500/12,000| 150 |12,000, 30 |14,900| 500|10,800| 150 |10,800| 30
® Unequal flute spacing, unequal helix angle and high rigid end 3 The practical Length of Cut s 0.Tmm longer than the 1.5 3 2 112500 700111,000) 220 111,000] 50 |11,700| 700110,000 220 110,000 50
profile design to minimize chatter realize high efficient machining. specification table. ca S U0l oo8 LU0l L0 L0 000 Se0_ /A0l TG0 _7/00 10
@ New developed special edge profile realized multi-functional 2 4 2 110,000] 850] 8,600] 240 | 8600] 50 | 9,300| 850] 7,800] 240 | 7.800] 50
© stainlesssteel V] erformance of side milling. slot milling and plunaing approaches 6 3 8,500| 650| 7,300| 180 | 7,300| 30 7,900, 650| 6,600| 180 | 6,600| 30 M stainless steel ©)
U & g and pinging app s |5 | 2 |8200]1000] 7,600| 280 | 7,600 50 | 7,600|1,000| 6900| 280 | 6900| 50
O zunaley S @ Optimized high heat-resistance MUGEN COATING PREMIUM to 2'5 ; ;;88 1 Zgg g'égg ggg 2’288 ?,8 2’?88 ] Zgg 2'288 588 Z';gg gg S Fenthesmantaloy
) ) - 10 42 . , , , , , , , ,
° rl'i)i!lzzztjii,l;)(:rgr]]::i];ez?r‘ic:ltx)nv?/.ith L/D=2 or 3. *-. i 3 9 3 6,000 800| 5400| 220 | 5400| 30 5,600| 800| 4900| 220 | 4900| 30
35 7 2 6,700 1,150| 5,700| 330 | 5,700| 50 6,200 1,150 | 5,200| 330 | 5,200| 50
P 10.5 3 5500| 900| 4,800| 230 | 4,800| 30 5,100 900| 4,400| 230 | 4,400| 30
Unequal Helix Angle Unequal Flute Spacing 4 8 2 6,400 1,200| 5,300| 330 | 5,300| 50 6,000 1,200 | 4,800| 330 | 4,800| 50
12 3 5400| 920| 4,400| 230 | 4,400| 30 5,000| 920| 4,000| 230 | 4,000| 30
Unit: mm 45 9 2 6,000 | 1,200| 4,900| 350 | 4,900| 50 5,600| 1,200| 4,500 | 350 | 4,500| 50
Dia. Length of | Neck Taper Sh::)nk Overall Dia. Length of | Neck Taper Sh§nk Overall ] 13.5 3 5,200 | 1,000 | 4,000| 240 4,000 30 4,800| 1,000| 3,700 | 240 3,700 30
Code No. (D) %E} /'\(“)?)'e ?(';;- Le?gth Code No. (D) (c“i} A(“_’El;e ':(’('3- '-e?Lg)Th 5 10 2 5,600|1,200| 4,600| 360 | 4600| 50 5,200| 1,200 | 4,200| 360 | 4,200| 50
PR N P — i ol e Bl Db il o
08-00152-01030 B 12° 4 50 08-00152-03530 ) 10.5 12° 6 60 5.5 : : : ! d : : :
08-00152-01120 | 1.1 22 12° 4 50 08-00152-03620 | 3.6 7.2 12° 6 50 16.5 3 4,800|1,000| 3,400| 250 | 3,400| 30 4,500 1,000 3,700 | 250 | 3,100| 30
7 08-00152-01220 | 1.2 24 12° 4 50 08-00152-03720 | 3.7 74 12° 6 50 6 12 2 5,000|1,200| 4,200| 400 | 4,200| 50 4,600 1,200 3,800| 400 | 3,800| 50 -
s YA “osons201320 (13 |26 | 127 | 4 | 50 osoors203s20 |38 | 76| 12 | 6 | 50 18 | 3 | 4500[1,000]3200] 250 | 3200] 30 | 4,200[1,000[ 2,900 250 | 2900] 30 ) Zquers
08-00152-01420 | 1.4 2.8 12° 4 50 08-00152-03920 | 3.9 7.8 12° 6 50 Side Milling Slotting Side Milling Slotting
08-00152-01520 3 12° 4 50 08-00152-04020 8 12° 6 50 ° [T Length of Cut ° D
08-0015201530 | > |45 | 12° | 4 | 50  08:00152-04030 | * 12 [ 12| 6 | 60 e engmeres =l E ’ =1
08-00152-01620 | 1.6 3.2 12° 6 50 08-00152-04120 | 4.1 8.2 12° 6 50 ha E(L/D:Z) Plunging 0.20(L/D=2) Plunging
08-00152-01720 | 1.7 3.4 12° 6 50 08-00152-04220 | 4.2 8.4 12° 6 50 0.1D(L/D=3) MTED 0.1D(L/D=3) MTZSD
08-00152-01820 | 1.8 3.6 12° 6 50 08-00152-04320 | 4.3 8.6 12° 6 50 (D:Dia)) [ A
08-00152-01920 | 1.9 3.8 12° 6 50 08-00152-04420 | 4.4 8.8 12° 6 50
08-00152-02020 2 4 12° 6 50 08-00152-04520 45 9 12° 6 50 é% Zlggsich.fllese the csihprt end Footh whe.nhmeaSﬁ(e the f[gpl Iengtl’lw. ) g
08-00152-02030 6 12° | 6 | 60  08-00152-04530 | "~ | 135 | 12° | 6 | 60 2 Final milling conditions are sublect to machining profie, purpose and machine status.
08-00152-02120 | 2.1 4.2 12° 6 50 08-00152-04620 | 4.6 9.2 12° 6 50 éi C\faj;‘:rt_:’;mfep]i?udigei?F::?gﬁ?g‘irfzeeg_at the same rate.
08-00152-02220 | 2.2 4.4 12° 6 50 08-00152-04720 | 4.7 9.4 12° 6 50 Notes #5 Please increasing the coolant flow rate and pressure as much as possible, and supply it sufficiently to the machining
08-00152-02320 23 4.6 12° 6 50 08-00152-04820 4.8 9.6 12° 6 50 ¥6 glc::stea?hda]:;teet.he Depth of Cut or Feed when chips could not remove smoothly during plunging.
08-00152-02420 | 2.4 4.8 12° 6 50 08-00152-04920 | 4.9 98 12° 6 50 ig Blfo:;er%?dn::\?idpmiifev:r?alﬂgirl:gSn%():;il?«l:i;Of;)llice?.ipping or breakage when the chip removal is insufficient.
08-00152-02520 25 5 12° 6 50 08-00152-05020 5 10 12° 6 50 %9 Overhang of end mill should be as short as possible from spindle nose.
08-00152-02530 ' 7.5 12° 6 60 08-00152-05030 15 12° 6 60
08-00152-02620 | 2.6 5.2 12° 6 50 08-00152-05120 | 5.1 10.2 12° 6 50
08-00152-02720 | 2.7 5.4 12° 6 50 08-00152-05220 | 5.2 10.4 12° 6 50
08-00152-02820 | 2.8 5.6 12° 6 50 08-00152-05320 | 5.3 10.6 12° 6 50
08-00152-02920 | 2.9 5.8 12° 6 50 08-00152-05420 | 5.4 10.8 12° 6 50
08-00152-03020 3 6 12° 6 50 08-00152-05520 55 11 12° 6 50
08-00152-03030 9 12° 6 60 08-00152-05530 ) 16.5 12° 6 60
08-00152-03120 | 3.1 6.2 12° 6 50 08-00152-05620 | 5.6 11.2 12° 6 50
08-00152-03220 | 3.2 6.4 12° 6 50 08-00152-05720 | 5.7 114 12° 6 50
08-00152-03320 | 3.3 6.6 12° 6 50 08-00152-05820 | 5.8 11.6 12° 6 50
08-00152-03420 | 3.4 6.8 12° 6 50 08-00152-05920 | 5.9 11.8 12° 6 50
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