High Efficient MSXH44OR Size 3 XR0O.3~ 12 XR2 Pﬁm MSXH440R

High Efficient
Milling Milling
MUGEN COATING PREMIUM Power Radius End Mill Total 19 sizes Recommended Milling Conditions
¢ 40742
© Alloysteel P F(?I’ machl,nmg on St.al.n|eSS §tee|s and heat re5|sta_nt alloy. . “ Work Alloy Steels Stainless Steels Titanium Alloy Heat Resistance Alloy P Aloysteel  ©)
ng_h efficient machining V\_nth unequal flute spacing and unequal helix angle  gu=rre = = Material SKD+SCM SUS304 Ti-6Al-4V Inconel®718
design to suppress chattering = | 2
© et P L/ l.‘ L side Milling | Slotting | Side Milling | Slotting | Side Milling | Slotting | Side Milling | Slotting
15, | Corner |ispindle Spindle Spindle Spindle Spindle Spindle Spindle Spindle
S5 R+0.015 Dia. Radius Sppeed Feed Sppeed Feed Sppeed Feed Sppeed Feed Sppeed Feed Sppeed Feed Sppeed Feed Sppeed Feed
- = = [SYSREES) [ ;o min” mm/min | min"  |mm/min| min’ mm/min min’  |mm/min| min’ mm/min min”  [mm/min|  min’ mm/min min" | mm/min
W % s s s |———} [ 5 |03 [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
e % o © 0.5 ||17,6001,430/8,600| 700 (6,000, 750 |6,000| 550 (5,600, 750 |5,600|550|3,600| 250 |2,500| 140
o 0 O L 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|7805,200, 800 |5,200| 600 |4,800, 800 (4,800 6003,100| 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
© stainesssteel M 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

@ Improved designs of unequal helix angle and flute spacing. 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

Tanium Al Suppression from chattering to realize stable milling progression. s ; 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 Teumals
Oratiestmisicy S @ Original spiral design at corner radius flutes improves cutting m- B S h

M Stainless Steel @

0.5 || 8,800/2,420/4,300| 630 [4,200/1,000 |4,000| 400 |3,800/1,000 |3,600,400|2,100| 300 {1,300 170 RS

edge performance! _ 6 1 1 78,8002,4204,300/ 630 [2.2001,000 [2,000| 350 [3,800| 1,000 [3,600| 350|2.100| 300 |1,300| 170
® Designed for high rigidity to suppress corner radus flute breakage S— e 5 |05 | 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
.Z‘(’f” ‘t)”d“;/‘lﬁgErE"'C'ggAsTtlﬁés‘;;EMIUMf _ heat 1 6,600/1,980|3,300/ 560 [3,600] 850 |3,200/3003,200] 850 [2,800|300]1,700] 300 [1,100|170
resifaflce o et e stronah toorr'gzscrfﬁ"rf;i”iia oot 0.5 | 5,300[1,430/2,600/ 550 [3,000] 600 [2,500]300[2,600] 600 |2,100/3001,300| 250 | 900|160
e g edgestrengintop 9 10 |1 5,300[1,4302,600/550 3,000 60012,500/3002,600] 600]2,100300|1,300| 250 | 900|160

2 5,300|1,430|2,600| 5503,000] 600 |2,500|2502,600] 600 |2,100]2501,300| 250 | 900|160
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/ 1502,100, 5001,600[ 150] 900| 200 | 700|150

0.2D 0.2D 0.2D 0.05D

D D D , D
Depth of Cut 15D _l—ri ﬁ}.so -I—ri 1.5D -I—ri 1.5D U$3-2D
i+ $3~5=0.5D $3~5=0.5D)| $3~5=0.5D L
Unit: mm (D:Dia)) #6~12=1D 06~12=1D #6~12=1D
Code No Dia. Corner Radius Length of Cut |Neck Taper Angle Shank Dia. Overall Length
’ (D) (R) (2) (r) (d) (L) %1 Adjust milling condition conforming with machine rigidity and clamping condition.
5 %2 The recommended milling conditions are based on milling with water-soluble fluid.
08-00150-03003 3 RO.3 8 12 6 60 Not %3 Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble fluid.
08-00150-03005 RO.5 8 12° 6 60 otes %4 Use arigid machine and holder.
: s %5 Overhang of end mill should be as short as possible from spindle nose.
08-00150-04003 RO.3 11 12 6 60 (The recommended milling conditions are reference values under the overhang L/D: 5D(¢ 3~5), 4D(¢ 6~8), 3D(¢ 10~12)
08-00150-04005 4 RO.5 11 12° 6 60
08-00150-04010 R1 11 12° 6 60
08-00150-05003 RO.3 13 12° 6 60
08-00150-05005 5 RO.5 13 12° 6 60
R 08-00150-05010 R1 13 12° 6 60 R
. Y/ Y/ :
S /A 08-00150-06005 6 RO.5 13 - 6 60 /A e
08-00150-06010 R1 13 - 6 60
08-00150-08005 8 RO.5 19 - 8 65
08-00150-08010 R1 19 = 8 65
08-00150-10005 RO.5 22 - 10 75
08-00150-10010 10 R1 22 = 10 75
08-00150-10020 R2 22 - 10 75
08-00150-10030 R3 22 = 10 75
08-00150-12005 RO.5 26 - 12 80
08-00150-12010 12 R1 26 = 12 80
08-00150-12020 R2 26 - 12 80

How to Order When you order, indicate MSXH440R (D)x(R). ¥ (7)is reference value.

1-026 1-027



	High Efficient Milling
	MSXH440R


