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Roughing Endmills for tool steels, alloy steels

+ HR coating provides wear resistance improvement as well as
avoid edge stress in various applications.

+ Reduce machining time by excellent chip control.

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

i'l R 2 00 CUTTING Condition D Size DTolerance  Condition D Size D Tolerance
0 Goating | Helix Angle " 1 DATA oD #gd 93~20 +0~-0.01mm J——— 93~ 12 -0.005 ~ ~0.015mm
’ 21320 -0.01~-0.02mm

ShieldEdge  441P FTp— E
S
]
3VROU 030 080 S06 3 6
3VROU 040 100 S06 4 6
3VROU 050 130 S06 5 1 3 50 6
3VROU 060 100 S06 6 10 60 6
3VROU 060 150 S06 6 15 60 6
3VROU 060 200 S06 6 20 60 6
3VROU 070 180 S08 7 18 70 8
3VROU 080 120 S08 8 12 65 8
3VROU 080 200 S08 8 20 65 8
3VROU 080 250 S08 8 25 70 8
4VROU 090 220 S10 9 22 75 10
4VROU 100 150 S10 10 15 70 10
4VROU 100 250 S10 10 25 75 10
4VROU 100 300 S10 10 30 75 10
4VROU 110270512 11 27 80 12
4VROU 120200 S12 12 20 80 12
4VROU 120300 S12 12 30 80 12
4VROU 120350512 12 35 80 12
4VROU 130350514 13 35 100 14
4VROU 140 250 S14 14 25 100 14
4VROU 140 350 S16 14 35 100 16
4VROU 160 250 S16 16 25 100 16
4VROU 160400 S16 16 40 100 16
4VROU 180 400S18 18 40 100 18
4VROU 200 300 S20 20 30 100 20
4VROU 200 500 S20 20 50 100 20
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|1 3&4VROU Cutting Condition « RPM : rev./min - Feed : mim/imin

28 EHAZ /55 3712/382 BEEC 13sZ AHolz|AZ
M TSR san e " NAKBOKPAM STAVAX/SKDT 1 SUS304 /SUS316
Material
~30HRc 30 ~ 40HRc 40 ~ 45HRc 45 ~ 55HRc =
2 mm Ap  AE Ap  AE Ap  AE Ap  AE Ap  AE
Outside RPM  FEED Axial Radial RPM FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth  Depth
g3 16,000 2,000 4.5 0.9 13,500 800 4.5 0.9 5,000 230 3.00 0.15 | 4,000 180 3.00 0.15 [10,000 550 4.5 0.9
76 15,000 2,200 9.0 1.8 12,000 850 9.0 1.8 3,500 250 6.00 0.30 | 2,800 180 6.00 0.30 | 8,500 600 9.0 1.8
78 13,500 2,200 | 12.0 2.4 9,500 800 12.0 2.4 2,800 250 8.00 0.40 | 2,200 180 8.00 0.40 | 6,500 550 12.0 2.4
210 9,000 2,200 | 15.0 3.0 8,000 800 15.0 3.0 2,300 250 10.00 0.50 | 1,600 180 10.00 0.50 | 5,500 550 15.0 3.0
212 8,000 2,300 | 18.0 3.6 7,000 800 18.0 3.6 2,000 250 12.00 0.60 | 1,350 180 12.00 0.60 | 4,500 550 18.0 3.6
214 7,000 2,300 | 21.0 4.2 5,600 800 21.0 4.2 1,750 200 14.00 0.70 950 150 14.00 0.70 | 4,000 550 21.0 4.2
216 6,500 2,300 | 24.0 4.8 5,000 800 24.0 4.8 1,400 180 16.00 0.80 900 100 16.00 0.80 | 3,500 500 24.0 4.8
218 5,000 2,300 | 27.0 5.4 4,500 750 27.0 5.4 1,200 150 18.00 0.90 800 100 18.00 0.90 | 2,800 400 27.0 5.4
@20 4,600 2,200 | 30.0 6.0 4,000 550 30.0 6.0 1,100 150 20.00 1.00 700 100 20.00 1.00 | 2,500 350 30.0 6.0
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* 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.
+ Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

+ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.





