MSCZ440 Size ¢ 1~ ¢ 6 15 MSCZ440

High Efficient High Efficient
Milling Milling
MUGEN COATING 4-Flute High Efficient “Z"” End Mill for Carbon Steels Total 62 sizes Recommended Milling Conditions

© ey M 40 7 ¢9 1]
High efficient machining on carbon steels ! B
©  aloysteel P Continuous machining from plunging approach to slotting sac T siot T race Ple Work Material carbé)snozteels Aéucon%?;ﬁgs théa:fjateon:gcs)teels
@ Prehardened steel P .. Side Milling | Slotting Plunging | Side Milling | Slotting Plunging |Side Milling| Slotting Plunging
Plunge depth is refered to recommended milling conditions . |Length i i i i i indle Spindle Spindle Spindle
g_ P L & . Dia. of Cut L/D SSF: :g(lf Feed Ssp; zg(lje Feed 55’222:18 Feed Sspgggge Feed SS’:::lde Feed SSpp ced Feed Sppee d Feed Sppee d Feed SF;) ced Feed
%7 ogLN W\/f’—'—n j§§ min' [mm/min|  min® [mm/min|  min" {mm/minf  min®" [mm/min] min® [mm/min| min® [mm/min] - min® [mm/min|  min® [mm/min| - min” | mm/min
SSENSEN_ a— ‘ = r ‘ 'g' , 2| 2 [20000] 800[18000] 450[18,000] 150 19,000 700]16,000| 360 16,000] 10016200 500[12:800] 290 [12,800] 100
F—J L 3 | 3 [17,500] 700[16,000] 350|16,000| 100 |16,800] 580[14,500| 250 [14,500| 50 [14,300] 430[11,600| 200 [11,600] 50
‘ ‘ 153 | 2 [14800] 900[13500] 560[13,500] 15013500 800]125500| 450 12,500] 12011,500] 600[10,100| 360 [10,100] 120
3% The practical Length of Cutis 0.1mm longer than | as5] 3 |12,800] 770[11,500| 420(11,500 100 12,000/ 650[10,300|300 [10,300| 75 [10,200 500| 8300|240/ 8300| 75
® Unequal flute spacing, unequal helix angle and high rigid end profile the specification table. 4 | 2 [12,500[1,100]11,000] 650|11,000] 150 [11,0001,000| 9,500] 520 | 9,500 150 | 9,400 750| 7,700| 420 | 7,700| 150
design to minimize chatter realize high efficient machining. 2 6 13 111,000 900[10,000] 500[10,000] 100 9,600 750| 8400|360 | 8,400] 100| 8,200 580| 6:800] 290 | 6,800] 100
@ New developed special edge profile realized multi-functional 5 | 2 [10,900[1,300] 9,000] 850| 9,000/ 200| 9,000[1,120| 8,000| 680 | 8,000| 150 | 7,700 850| 6,400 540 6,400 150
performance of side milling, slot milling and plunging approaches on : : 25755773 [ 9,600/1,050] 8,200 600] 8,200 150| 7,800 920 7,200] 430 | 7,200] 120| 6,600 700] 5,800] 340 | 5800|120
carbon steels. 142 6 | 2 [10,000/1,600| 8600[1,000| 8600]250| 8,000/1,300| 7,500|720 | 7,500| 200 | 6,800] 900| 6,000| 580 | 6,000| 200
@® Long time stable machining is realized by adopting MUGEN m 3 "9 3 [9000[1300] 7,800 730] 7,800 200| 6600{1,000] 6,400] 530 | 6,400] 150| 5600 720| 5300|420 | 5300] 150
COATING. 7 | 2 | 9.200[1,650| 7,900(1,000| 7,900| 250 | 7,400[1,340| 6,900| 800 | 6,900| 200| 6,300 920| 5,500 640 | 5,500| 200
@ Total 62 sizes, some sizes line up with L/D=2 or 3. el e e el Foesoacng 3> (105 3 | 8,100]1,400] 6900 820] 6,900] 200 6,000]1,050] 5800] 590 | 5800 50| 5,300 730] 4,700] 440 | 4,700] 150
4 |8 [ 2 ]850001.700] 7.000]1,100] 7,000] 300 7,200]1.400| 6300|850 | 6:300| 200 6,100 950| 5000|700 | 5000| 200
12 | 3 | 7,500[1,400| 6,100] 850 6,100| 250 | 5,900]1,100| 5600|610 | 5600|150 | 5,100/ 760| 4,300| 470 | 4,300 150
Unit: mm a5l 9 | 2 [760001,700] 6300]1,100] 6300 300| 6600/1,500| 5700|880 | 5700| 200 5600/1,000| 4600|700 | 4,600| 200
— [Length of |NeckTaper| Shank | Overall — Tlength of [Neck Taper] Shank | Overall 13.5] 3 | 7,100[1,550| 5,500] 900 5,500] 250 | 5,800]1,150| 5000|650 | 5,000| 150 | 4,900/ 780 3,900| 500 | 3,900 150
Code No. ?.'pa)' (C;g A('%'e '?(';;- Le("gth Code No. ?S' (C;ﬁ A("Tg)'e '?('f)- Le?gth 5 [10 | 2 | 7,000[1900| 5700/1,100| 5700|300| 63001600 5200|880 | 5200/ 200 | 5400/1,100| 4200|700 | 4,200| 200
stoms 3 |t 0 ommm 0 o > Ly Tl o o el o sl ) o sl e
08-00135-01030 3 12° 4 50 08-00135-03530 ’ 10.5 12° 6 60 5.5 ! ! ! d 4 ! ! ! ! ! ! d !
08-00135-01120 | 1.1 22 120 2 =0 08-00135-03620 | 3.6 75 120 6 =0 16.5| 3 | 6,000[1,800| 4,600] 900| 4,600| 250 5,600/1,250| 4,300| 650 | 4,300| 150 | 4,700/ 800| 3,300|520| 3,300 150
P Cossosoino 12 34| o[ 4 [ ossousao 37 |74 |t e [ o [ & oo ot o o st sl s seml ol s
e ’A 08-00135-01320 | 1.3 [26 | 12° | 4 50  08-00135-03820 [38 [ 7.6 | 12° | 6 50 o ' ' s b : ' ' : ' [/ S
08-00135-01420 | 1.4 2.8 12° 4 50 08-00135-03920 | 3.9 7.8 12° 6 50 side Milling Slotting Side Milling Slotting side Milling Slotting
08-00135-01520 |, . |3 122 | 4 [ 50 _08-00135-04020 | , 8 12 ] 6 | 50 engthorcon | 0 —gLengthochHTi’Fdﬁ%iiﬁ _gmgthom o005
08-00135-01530 ’ 4.5 12° 4 50 08-00135-04030 12 12° 6 60 ) a
08-00135-01620 | 1.6 |32 | 12° | 6 50  08-00135-04120 |41 [ 82 | 12° | 6 50 Depthofcut | =H=~— S g anging
08-00135-01720 | 1.7 |34 | 12° | 6 | 50 080013504220 | 42 | 84 | 12° | 6 | 50 oo oos _ o100 - ey -
080013501820 | 1.8 [ 3.6 | 12° | 6 | 50  08-00135-04320 |43 | 86 | 12° | 6 | 50 JEE=ENETR  2efTos  2efloso
08-00135-01920 | 1.9 3.8 12° 6 50 08-00135-04420 | 4.4 8.8 12° 6 50 (D:Dia.) -
08-00135-02020 2 4 122 6 >0 08-00135-04520 4.5 & 122 6 >0 %1 Please choose the short end tooth when measure the tool length
08-00135-02030 6 12° 6 60 08-00135-04530 i 13.5 12° 6 60 %2 Adjust milling condition conforming with machine rigidity ang clémping condition.
08-00135-02120 | 2.1 4.2 12° 6 50 08-00135-04620 | 4.6 9.2 12° 6 50 Fin_al milling co_nditions are subject to machining profile, purpose and machine status.
33 Adjust both Spindle Speed and Feed at the same rate.
08-00135-02220 | 2.2 4.4 12° 6 50 08-00135-04720 | 4.7 9.4 12° 6 50 Notes x4 ]E’llﬁtaese increasing the coolant flow rate and pressure as much as possible, and supply it sufficiently to the machining point and
08-00135-02320 2.3 4.6 12° 6 50 08-00135-04820 4.8 9.6 12° 6 50 *5 Pleas.e change the Depth of Cut or Feed when chips could not remove smoothly during plunging.
08-00135-02420 24 4.8 12° 6 50 08-00135-04920 49 9.8 12° 6 50 ><6 Please })g noted there Wouldl be a possible tool chipping or breakage when the chip removal is insufficient.
%7 Use a rigid and precise machine and chuck holder.
08-00135-02520 25 5 12° 6 50 08-00135-05020 5 10 12° 6 50 %8 Overhang of end mill should be as short as possible from spindle nose.
08-00135-02530 ’ 7.5 12° 6 60 08-00135-05030 15 12° 6 60
08-00135-02620 | 2.6 5.2 12° 6 50 08-00135-05120 | 5.1 10.2 12° 6 50
08-00135-02720 | 2.7 5.4 12° 6 50 08-00135-05220 | 5.2 10.4 12° 6 50
08-00135-02820 | 2.8 5.6 12° 6 50 08-00135-05320 | 5.3 10.6 12° 6 50
08-00135-02920 | 2.9 5.8 12° 6 50 08-00135-05420 | 5.4 10.8 12° 6 50
08-00135-03020 3 6 12° 6 50 08-00135-05520 55 11 12° 6 50
08-00135-03030 9 12° 6 60 08-00135-05530 ’ 16.5 12° 6 60
08-00135-03120 | 3.1 6.2 12° 6 50 08-00135-05620 | 5.6 11.2 12° 6 50
08-00135-03220 | 3.2 6.4 12° 6 50 08-00135-05720 | 5.7 11.4 12° 6 50
08-00135-03320 | 3.3 6.6 12° 6 50 08-00135-05820 | 5.8 11.6 12° 6 50
08-00135-03420 | 3.4 6.8 12° 6 50 08-00135-05920 | 5.9 11.8 12° 6 50
i oo st [z |- |6 [

1-008 1-009



	High Efficient Milling
	MSCZ440


