4 Flutes 45° Helix Ball End Mills for SUS

Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel and hard to cut materials.

o Excellent work surface finish by 4 flute and deep chip pocket.
© Minimize fracturing at high feed by high TRS ultra fine WC grade.
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B4 /Unit : mm
1555 T & 2K S
Order Number Diameter Length of cut Overall Length Shank Dia
RxD L1 L d
4HSB 030 080 S06 1.5RX3 8 60 6
4HSB 040 080 S06 2RX4 8 70 6
4HSB 050 100 S06 2.5RX5 10 80 6
4HSB 060 120 S06 3RX6 12 90 6
4HSB 080 140 S08 4RX8 14 100 8
4HSB 100 180 S10 5RX 10 18 100 10
4HSB 120 220 S12 6RX 12 22 110 12
4HSB 160 300 S16 8RX 16 30 130 16 3
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© RPM : rev./min ® Feed : mm/min

Material Alloy steels | Tool Steels | Prehardened Steels Prehardened Stegls Inconel718
SKDT1 | SKDB | NAK SUS304 SUS316 | THBAI4V

a<15’ a>15° Ap a<15’ a>15° Ap a<15’ a>15° Ap
Radus RPM | FEED | RPM | FEED ;\:;?:] RPM | FEED | RPM | FEED ;\:I;?:] RPM | FEED | RPM | FEED S\:I;f:]
R3 16,000 | 4,800 | 10600 | 200 | 050 | 12,000 | 3200 | 8,000 | 1,400 | 050 | 3200 | 500 | 2000 | 200 | 0.5
R 12,000 | 4300 | 8000 | 1,900 | 0.80 | 8,000 | 3200 | 6,000 | 1400 | 080 | 2400 | 430 | 1600 | 190 | 040
RS 9600 | 4,100 | 6400 | 1,800 | 100 | 7,200 | 3000 | 4800 | 1300 | 100 | 2000 | 420 | 1300 | 180 | 050
R6 8,000 | 4,000 | 5300 | 1,800 | 120 | 6,000 | 3000 | 4000 | 12300 | 120 | 700 | 350 | 1,000 | 150 | 060
RS 6,000 | 3200 | 4000 | 1,400 | 160 | 4500 | 2500 | 3,000 | 1,700 | 160 | 1200 | 300 | 800 | 130 | 080

<05R <0.2R

Depth of Cut
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3HSM, Square

3 Flutes 45° Helix End Mills for SUS

Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel and hard to cut materials.

o Excellent work surface finish by 3 flute and deep chip pocket.
© 45°degree helix design for high speed, feed condition.
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37]4509'?EESUSDDIFE%ED Size D Tolerance
B&M, SUSHT, TINRESR, BREHKESSHEMMIST] D< @5 +0~ -0.01mm
* SERA3Y), (LANBHLEE, SERAMRERE, D> 5 +0~ 0.02mm
. 45‘;@}3@%47(121"': EEERREHAN T, B {17/Unit: mm
AT T T& 2K W THs TR T& 2K IES
Order Number Diameter | Lengthof | Overall | Shank Dia Order Number Diameter | Lengthof | Overall | Shank Dia
cut Length cut Length
D L1 L d D L1 L d
3HSM 008 020 S04 0.8 2 45 4 3HSM 030 080 S06 3 8 45 6
3HSM 010 025 S04 1 2.5 45 4 3HSM 040 100 S04 4 10 50 4
3HSM 010 025 S06 1 2.5 45 6 3HSM 040 100 S06 4 10 50 6
3HSM 012 030 S04 1.2 3 45 4 3HSM 050 120 S06 5 12 50 6
3HSM 012 030 S06 1.2 3 45 6 3HSM 060 120 S06 6 12 50 6
3HSM 015 040 S04 1.5 4 45 4 3HSM 080 190 S08 8 19 60 8
3HSM 015 040 S06 1.5 4 45 6 3HSM 100 220 S10 10 22 70 10
3HSM 020 050 S04 2 5 45 4 3HSM 120 260 S12 12 26 80 12
3HSM 020 050 S06 2 5 45 6 3HSM 160 360 S16 16 36 100 16
3HSM 030 080 S04 & 8 45 4

3HSM/4NSM

I Apply 18/ up values of below condition for ANSM
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W ANSMVEER T TENEEL%H S « RPM: rewjmin » Feed : mirin
Stainless Steels] Titanium Alloy Steels
Material cag;;g[ﬁeés,j’[ﬁ%gﬁ & SUS3(_14 | SUS316 | Hard;%js?eels Superhit resistance [ Inconel
Ti-BAL-4V
Hardness ~ 45HRC 45 ~ 55HRC
QOutside Diameter RPM FEED RPM FEED RPM FEED RPM FEED
0.8mm( 3F) 7,200 80 6,400 60 3,900 30 2,000 10
Tmm( 3F) 6,400 100 5,600 70 3,500 30 1,700 15
2mm( 3F) 5,600 10 4,800 80 2,900 34 1,400 20
3mm( 3F) 4,800 200 4,000 90 2,200 45 1,400 25
Amm( 3F) 4,000 200 3,300 140 1,800 70 1,200 35
5mm( 3F) 3,200 230 2,700 170 1,500 90 1,000 45
6mm( 3F) 2,900 250 2,400 180 1,400 90 900 45
8mm( 3F) 2,200 270 1,800 190 1,000 100 720 40
10mm( 3F) 1,700 260 1,400 190 900 10 600 40
12mm( 3F) 1,400 230 1,200 150 700 90 500 35
16mm( 3F) 1,000 160 900 120 550 60 360 30
20mm( 4F) 900 170 700 130 400 70 300 25
<02 D <0050 5
Depth of Cut J <150 :/ / i&?& gf@%};)a ) =0 7 ~ | <o
), - //////////;

M In case of slotting, 80 ~ 108/ of speed and 60 ~ 864 of feed on the table.
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4 Flutes Non Symmetry End Mills for SUS oo oo

Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel and hard to cut materials.

o Minimize chattering by unequal flute spacing design. x ’\_’ :‘\“’\ ‘
o Excellent work surface finish by 4 flute and deep chip pocket. 2 \ )

 Minimize fracturing at high feed by high TRS ultra fine WC grade.

478US 1T HE IVEIIL
2 susjjD \ﬂ?f[% & : %@ ST ) &
-T%ﬁﬂ AR THRELT IVRS /W)?@ﬂ%ﬁ/ \1£L§Lt - £ -
AT BRCRV ATy NT FySHREATPELT, WA ERSAENE S o o
TN B BHILT BREASZRRLT, BRR (EXR TURILOREERIMLELE. ‘% “L&& H“’
K]
47)SUSIITAREHE%T] )
B&M, SUSRFI, TINIRES, BREHKESSEMMIHT Size D Tolerance
o REARFRM, SRR ML, D< @5 +0~ 00Imm
o SERAT), (LANHLEE, SHARAIMRERE, D>@5 | 0.01~-0.03mm
o EEBTITIBRABNES, BHANIN, FIERSRIML. i/l
1155 VAL & 2K W&
Order Number Diameter Length of cut Overall Length Shank Dia
D L1 L d
4NSM 010 015 S04 1 1.5 50 4
4NSM 010 025 S04 1 2.5 50 4
4NSM 015 025 S04 1.5 2.5 50 4
4NSM 015 040 S04 1.5 4 50 4
4NSM 020 030 S04 2 3 50 4
4NSM 020 060 S04 2 6 50 4
4NSM 025 035 S04 2.5 3.5 50 4
4NSM 025 080 S04 2.5 8 50 4
4NSM 030 045 S06 3 4.5 60 6
4NSM 030 100 S06 3 10 60 6
4NSM 040 060 S06 4 6 60 6
4NSM 040 120 S06 4 12 60 6
4NSM 050 075 S06 5 7.5 60 6
4NSM 050 150 S06 B 15 60 6
4NSM 060 090 S06 6 9 60 6
4NSM 060 150 S06 6 15 60 6
4NSM 060 180 S06 6 18 60 6
4NSM 070 110 S08 7 n 70 8
4NSM 070 180 S08 7 18 70 8
4NSM 070 210 S08 7 21 70 8
4NSM 080 120 S08 8 12 70 8
4NSM 080 200 S08 8 20 70 8
4NSM 080 240 S08 8 24 70 8
4NSM 090 140 S10 9 14 80 10
4NSM 090 220 S10 9 22 80 10
4NSM 090 270 S10 9 27 80 10
4NSM 100 150 S10 10 15 80 10
4NSM 100 250 S10 10 25 80 10
4NSM 100 300 S10 10 30 80 10
4NSM 110 170 S12 n 17 90 12
4NSM 110 220 S12 n 22 90 12
4NSM 110 330 S12 n 33 90 12
4NSM 120 180 S12 12 18 90 12
4NSM 120 300 S12 12 30 90 12
4NSM 120 360 S12 12 36 90 12
4NSM 160 240 S16 16 24 100 16
4NSM 160 350 S16 16 35 100 16
4NSM 200 300 S20 20 30 100 20
4NSM 200 400 S20 20 40 100 20

4NSM, Square
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4NSR, Corner

4 Flutes Non Symmetry Corner Radius End Mills for SUS

23~020

Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel and hard to cut materials.
o Minimize chattering by unequal flute spacing design.
© Preventing bottom edge chipping by comer R.

© Minimize fracturing at high feed by high TRS ultra fine WC grade.
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Order Number Diameter Length of cut Overall Length Shank Dia
DxR L1 L d
4NSR 030 002 S06 3XR0.2 10 60 6
4NSR 030 005 S06 3XR0.5 10 60 6
4NSR 035 002 S06 3.5XR0.2 10 60 6
4NSR 040 002 S06 4XR0.2 12 60 6
4NSR 040 005 S06 4XR0.5 12 60 6
4NSR 045 002 S06 4.5XR0.2 14 60 6
4NSR 050 002 S06 5XR0.2 15 60 6
4NSR 050 005 S06 5XR0.5 15 60 6
4NSR 055 002 S06 5.5XR0.2 15 60 6
4NSR 060 003 S06 6XR0.3 15 60 6
4NSR 060 005 S06 6 XR0.5 15 60 6
4NSR 060 010 S06 6XR1 15 60 6
4NSR 065 003 S08 6.5XR0.3 18 60 8
4NSR 070 003 S08 7XR0.3 20 80 8
4NSR 080 003 S08 8XR0.3 20 80 8
4NSR 080 005 S08 8XR0.5 20 80 8
4NSR 080 010 S08 8XR1 20 80 8
4NSR 085 003 S10 8.5XR0.3 22 80 10
4NSR 090 003 S10 9XR0.3 25 80 10
4NSR 100 003 S10 10XR0.3 25 80 10
4NSR 100 005 S10 10XR0.5 25 80 10
4NSR 100 010 S10 10XR1 25 80 10
4NSR 100 015 S10 10XR1.5 25 80 10
4NSR 100 020 S10 10XR2 25 80 10
4NSR 120 005 S12 12XR0.5 30 100 12
4NSR 120 010 S12 12XR1 30 100 12
4NSR 120 015 S12 12XR1.5 30 100 12
4NSR 120 020 S12 12XR2 30 100 12
4NSR 120 025 S12 12XR2.5 30 100 12
4NSR 120 030 S12 12XR3 30 100 12
4NSR 160 005 S16 16 XR0.5 42 10 16
4NSR 160 010 S16 16 XR1 42 110 16
4NSR 200 005 S20 20XR0.5 48 110 20
4NSR 200 010 S20 20 XR1 48 110 20
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' 4NSM/4NSR

© RPM : rev./min ® Feed : mm/min

Side Cutting
Material A"”gg;?'? é;";;\'ﬂ\f(tee' SUS304 / SUS316  Ti6A Hardened Steels Incanel 718
Outside Diameter RPM FEED RPM FEED RPM FEED
2mm 21,000 1,100 14,000 560 4,800 130
3mm 15,000 1,250 10,600 850 4,200 200
4mm 11,000 1,400 8,000 960 3,200 220
5mm 9,600 1,900 6,400 1,000 2,500 250
Bmm 8,000 2,200 5,300 1,000 2,100 250
Tmm 6,300 1,900 4500 1,000 1,800 260
8mm 6,000 1,600 4,000 960 1,600 260
9mm 5,300 1,480 3500 840 1,400 220
10mm 4,800 1,440 3,200 70 1,300 210
fimm 4,400 1,350 2,900 760 1,200 190
12mm 4,000 1,250 2,700 760 1,100 180
16mm 3,000 1,140 2,000 560 800 130
20mm 2,400 860 1,600 510 600 100
T <o T <o T <0080
[]epth Of cut <150 <150 <150
Slotting
Matera A"“S"Kf]'gf'fslg",“l:f;f"' SUS304 SUS316 | Ti6A Hal'::::; ?:38""
Outside Diameter RPM FEED RPM FEED RPM FEED
2mm 10,000 400 9,600 30 3,200 80
3mm 6,900 40 7,400 380 2,700 10
4mm 5,600 490 5,600 400 2,000 120
5imm 4,500 630 4,500 40 1,600 130
Bmm 3,700 740 3,700 440 1,300 160
Tmm 3,200 700 3,200 40 1,100 140
8mm 2,800 670 2,800 390 1,000 130
9mm 2,500 600 2,500 350 900 130
10mm 2,200 530 2,200 350 800 130
Timm 2,000 530 2,000 320 720 120
12mm 1,900 530 1,900 300 660 10
16mm 1,400 390 1,400 280 500 80
20mm 1,100 350 1,100 260 400 60
(L) <10 (—D) bn)
Depth of Cut Maxe 12mm =05D =020
7 Z 7
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