5&6 Flutes Trochoidal Milling End Mills
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Roughing Endmills for alloy steels, SUS, Inconel, Mild steels and
various hard-to-cut materials.

Chip breaker designed for side flute and TISIN-R coating provides wear
resistance improvement as well as avoid edge stress in various applications.
Chatter-resistant design minimizes end mill vibrations.

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

- - Condition D Size D Tolerance  Condition D Size D Tolerance
R 60 26 +0~-0.01mm 26 -0.005 ~ -0.015mm
oD #od 28 ~ 20 +0 ~ -0.015mm @D =gd 28~12 -0.01 ~ -0.025mm
I | S8 | 1. Ve @14~20  -0.015~-0.03mm

: CCutting 470P  Weldon Shank kel : mm
3
]
6TROE 060140060 | © 6
6TROE 060200065 | 6 O 1 2 - 6
5TROE 060260070 | 6 26 012 | - 70 6
6TROE 060300070 | © 16 1 012 30 70 6
6TROE080 180065 | 8 18 016 - 65 8
6TROE 080260070 | 8 26 016 - 70 8
5TROE 080340080 | 8 34 016 - 80 8
6TROE 080400080 | 8 21 016 40 80 8
6TROE 100220075 | 10 22 0.2 - 7510
6TROE 100330080 | 10 33 0.2 - 80 10
5TROE 100430090 | 10 43 0.2 - 9 10
6TROE 100500100 | 10 26 0.2 50 100 10
6TROE 120270080 | 12 27 024 - |80 12
6TROE 120390095 | 12 39 | 024 - |95 12
5TROE 120510110 | 12 51 024 - 110 12
6TROE 120600110 | 12 31 024 60 110 12
New 6TROE 140320090 | 14 32 028 - 9 14
New 6TROE 140450100 | 14 45 028 - 100 14
New 5STROE 140600110 | 14 60 | 028 - 110 14
New 6TROE 140700120 A 14 38 028 70 120 14
6TROE 160360100 | 16 36 032 - 100 16
6TROE 160520120 | 16 521032 - 120 16
5TROE 160680130 | 16 68 1 032 - 130 16
6TROE 160800130 | 16 41 032 80 130 16
6TROE 200450110 | 20 45 0.4 - 110 20
6TROE 200650130 | 20 65 0.4 - 130 20
5TROE 200850 150 | 20 85 0.4 - 150 20
6TROE 200900 150 | 20 51 0.4 90 150 20
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1 7SUC Cutting Condition

* RPM : rev./min « Feed : mm/min

a2/ Ze2lsEd AHQIZ| A [ ElEls B3 L ERER
DAY Alloy Steels / Pre-hardened Steels Stainless Steels / Titanium alloy steels Heat Resistance Alloys
— NAK80 / KP4M 40~45HRC SUS304 / SUS316 / Ti6A
Material
40 ~ 45HRc - -
$ RPM  FEED 4 g RPM  FEED e = RPM  FEED A =
l%grtﬁgtgr Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
26 4,070 925 6 6 4,070 550 3 6 1,430 200 1.2 6
28 3,080 838 8 8 3,080 488 4 8 1,100 163 1.6 8
210 2,420 663 10 10 2,420 438 5 10 880 163 2 10
212 2,090 663 12 12 2,090 375 6 12 726 138 2.4 12
216 1,540 488 16 16 1,540 350 8 16 550 100 3.2 16
220 1,210 438 20 20 1,210 325 10 20 440 75 4 20
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* If the effective length is long, reduce the RPM and feed in the same proportion.
* When entering the tool to the workpiece, enter the tool from outside to the workpiece.
* If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.
¢ 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.

| 5&6TROE Cutting Condition + RPM: rev.Jmin» Feed : mmmin
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Ay Alloy Steels / Pre-hardened Steels Stainless Steels / Titanium alloy steels Heat Resistance Alloys
il NAK80 / KP4M SUS304 / SUS316 / Ti6A
Material
40 ~ 45HRc = =
" RPM  FEED e ge RPM  FEED A 0 RPM  FEED A =
[%’%'etgr Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
26 3,700 450 6 0.3 3,200 380 6 0.3 1,100 65 6 0.3
28 2,800 400 8 0.4 2,350 420 8 0.4 950 60 8 0.4
210 2,250 325 10 0.5 1,990 350 10 0.5 750 60 10 0.5
212 1,990 300 12 0.6 1,550 270 12 0.6 600 55 12 0.6
216 1,550 250 16 0.8 1,250 250 16 0.8 500 50 16 0.8
220 1,200 180 20 1 900 150 20 1 350 50 20 1
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* If the effective length is long, reduce the RPM and feed in the same proportion.

* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

* 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.

468 | < wtoos





