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New size additions of MUGEN-COATING corner radius end mill !
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Add 7 sizes for ¢ 6, total become 38 sizes for MSRS230 (2- Flute). Add 31 sizes from ¢ 1, total become 64 sizes for MSRS430 (4- Flute). BT XS, WEBHAEBE G ET, HLEBHLEDELESY

¥ All New size addition are semi-standard items, please inquire for price and delivery.
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@®New 06 size of 2-Flute MUGEN-COATING corner radius end mill. O=£64H 1 ATINIBNICH I TENMBIRTEET,
@Total 38 sizes for suitable selection. @Small diameter sizes of 4-Flute MUGEN-COATING corner radius end mill are born.
@31 sizes Line up from ¢1 to ¢5 to achieve high efficient micro machining.
@Total 64 sizes for suitable selection.
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Carbon Steels Toolsteals Prehardened Steels ~55HRC S5HRC ~ Stainless Steels Titanium Alloy Aluminum Alloy Copper Resin Carbon Steels o Gl Prehardened Steels ~55HRC S5HRC ~ Stainless Steels Titanium Alloy Aluminum Alloy Copper Resin
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@ New 1 X B [N : mm / ffi#8 2 @] Unit [Size : mm / Retail Price : JPY] @ New 1 X B [<H& : mm / ffi48 : A1 Unit [Size : mm / Retail Price : JPY]
J—KNo. | (DFR |RI-F-#&| (IR | (V)EA |¥+278| L2k | REMS J—RNo. | (D)FR |RI-+-#B| ()P | (M)EA |v1278| (LER | REMmS J—RKNo. | (DFR |RI-7-#B| (O)FE | (V)EA |vr278| L2k | REMS J—RNo. | (D)FRE |RI-+-#B| (O)HR | (MEA (V1278 (DER | FE@HS
Code No. Dia. Corner Radius | Length of Cut | Neck Taper Angle| Shank Dia. |Overall Length| Retail Price Code No. Dia. Corner Radius | Length of Cut | Neck Taper Angle| Shank Dia. |Overall Length | Retail Price Code No. Dia. Corner Radius | Length of Cut | Neck Taper Angle| Shank Dia. |Overall Length | Retail Price Code No. Dia. Corner Radius | Length of Cut | Neck Taper Angle| Shank Dia. |Overall Length| Retail Price
08-00700-01001 RO.1 7,000 @ 08-00700-06001 RO.1 17,400 1 4 08-00710-01001 RO.1 11,9001 08-00710-06001 RO.1 14,500
08-00700-01002 1 RO.2 2 9° 4 60 7,000 @ 08-00700-06002 RO.2 17,400 1 @ 08-00710-01002 1 RO.2 2 12° 4 60 | 11,9001 08-00710-06002 RO.2 14,500
08-00700-01003 RO.3 7,000 @ 08-00700-06003 RO.3 17,400 1 @ 08-00710-01003 R0O.3 11,9001 08-00710-06003 RO.3 14,500
08-00700-01501 RO.1 7,000 @ 08-00700-06005 6 RO.5 12 - 6 80 17,400 1 4 08-00710-01501 RO.1 11,9001 08-00710-06005 6 RO.5 12 - 6 80 | 14,500
08-00700-01502 RO.2 ) 7,000 @ 08-00700-06010 R1 18,6001 @ 08-00710-01502 RO.2 B 11,900 1 08-00710-06010 R1 15,500
08-00700-01503 5 RO.3 3 ° 4 60 7,000 @ 08-00700-06015 R1.5 18,6001 4 08-00710-01503 1.5 RO.3 3 12 4 60 11,900 1 08-00710-06015 R1.5 15,500
08-00700-01505 RO.5 7,000 @ 08-00700-06020 R2 18,600 1 & 08-00710-01505 RO.5 11,9001 08-00710-06020 R2 15,500
08-00700-02001 RO.1 7,000 4 08-00710-02001 RO.1 11,900 1 08-00710-08001 RO.1 20,900
08-00700-02002 RO.2 7,000 4 08-00710-02002 RO.2 ; 11,900 1 08-00710-08002 RO.2 20,900
08-00700-02003 2 RO.3 4 K 4 60 7,000 @ 08-00710-02003 2 R0O.3 4 12 4 60 11,900 1 08-00710-08005 RO.5 20,900
08-00700-02005 RO.5 7,000 @ 08-00710-02005 RO.5 11,9001 08-00710-08010 R1 20,900
08-00700-02501 RO.1 7,000 4 08-00710-02501 RO.1 11,900 1 08-00710-08015 8 R1.5 16 B 8 90 22,000
08-00700-02502 RO.2 5 7,000 4 08-00710-02502 RO.2 5 11,900 1 08-00710-08020 R2 22,000
08-00700-02503 25 RO.3 > K 4 60 7,700 @ 08-00710-02503 25 RO.3 > 12 4 60 13,100 1 08-00710-08025 R2.5 23,300
08-00700-02505 RO.5 7,700 @ 08-00710-02505 RO.5 13,1001 08-00710-08030 R3 23,300
08-00700-03001 RO.1 8,600 @ 08-00710-03001 RO.1 14,700 1 08-00710-10001 RO.1 22,000
08-00700-03002 RO.2 8,600 4 08-00710-03002 RO.2 14,700 1 08-00710-10002 RO.2 22,000
08-00700-03003 3 RO.3 6 9 6 60 8,600 4 08-00710-03003 3 RO.3 6 12° 6 60 14,700 1 08-00710-10003 RO.3 22,000
08-00700-03005 RO.5 8,600 @ 08-00710-03005 RO.5 14,7001 08-00710-10005 RO.5 22,000
08-00700-03010 R1 9,400 4 08-00710-03010 R1 16,000 1 08-00710-10010 10 R1 20 - 10 100 | 22,000
08-00700-04001 RO.1 8,700 4 08-00710-04001 RO.1 14,800 1 08-00710-10015 R1.5 23,300
08-00700-04002 RO.2 8,700 @ 08-00710-04002 RO.2 14,800 1 08-00710-10020 R2 23,300
08-00700-04003 4 RO.3 8 9 6 65 8,700 4 08-00710-04003 4 R0O.3 8 12° 6 65 14,8001 08-00710-10025 R2.5 25,600
08-00700-04005 RO.5 8,700 @ 08-00710-04005 RO.5 14,800 1 08-00710-10030 R3 25,600
08-00700-04010 R1 9,500 4 08-00710-04010 R1 16,200 1 08-00710-12001 RO.1 34,800
08-00700-05001 RO.1 8,800 4 08-00710-05001 RO.1 15,0001 08-00710-12002 RO.2 34,800
08-00700-05002 RO.2 8,800 @ 08-00710-05002 RO.2 15,0001 08-00710-12003 RO.3 34,800
08-00700-05003 RO.3 . 8,800 4 08-00710-05003 RO.3 . 15,000 1 08-00710-12005 RO.5 34,800
08-00700-05005 > RO.5 10 9 B 70 8,800 4 08-00710-05005 5 RO.5 10 12 6 70 15,000 1 08-00710-12010 12 R1 24 — 12 110 | 34,800
08-00700-05010 R1 9,600 4 08-00710-05010 R1 16,400 1 08-00710-12015 R1.5 36,000
08-00700-05015 R1.5 10,000 4 08-00710-05015 R1.5 17,0001 08-00710-12020 R2 36,000
MSRS230 342 (D) X I—F —#42 (R) &HERLT< A L, MSRS430 U (D) X J—F+—4% (R) &HERLT< 2 L, 08-00710-12025 R2.5 37,100
When you order, indicate MSRS230 (D)X (R). When you order, indicate MSRS430 (D)X (R). 08-00710-12030 R3 37,100
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@® 1 :Semi-standard item, please inquire for

price and delivery.
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MUGEN-COATING 4-Flute Radius End Mill
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@ 1 :Semi-standard item, please inquire for price and delivery.
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Work Material Carbon Steels Alloy Steels Prehardened Steels Hardened Steels
orkMatena SCM-SKD-SUS HPM-NAK SKD61 (~52HRC)
alMEE 60~80m/min 50~70m/min 30~50m/min 20~30m/min
G ERE [ EORE OeEk BORE G RORE
. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
%Dialt . mm/min . mm/min - mm/min . mm/min
min’ flE & min’ flE & min’ iz & min flE &
Side Milling Slotting Side Milling Slotting Side Milling Slotting Side Milling Slotting
1 25,500 200 100 19,200 130 50 12,800 80 40 6,400 60 30
1.5 17.100 340 120 12.800 180 60 8.500 90 45 4,200 70 35
2 12,800 400 150 9,600 210 70 6,400 110 55 3,200 80 40
255 10,200 400 150 7.700 210 70 5,100 110 55 2,500 80 40
3 8,500 450 160 6,400 250 80 4,300 120 60 2,100 100 50
4 6,400 450 160 4,800 250 80 3.200 120 60 1.600 100 50
5 5.100 600 200 3.800 300 90 2,600 150 75 1.300 120 60
6 4,300 600 220 3.200 300 100 2,200 150 90 1,100 130 70
fIE Side Miling & Sotting * {BE Side Miling & Slotting +
ENVAHE D
Depth of Cut 1.5D 0.3DUTF 1D *0.10
0.1D 0.02D
(D: 34 Dia) B ~— (¢1~3=0.05D)
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¥ Adjust feed according to inclined angle.

¥When corner processing, reduce the feed by approximately 50%~30%.

¥ Adjust spindle speed and feed at the same rate also reduce Depth of Cut, if the machine spindle speed insufficient.
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Notes
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Work Material arbon Steels Alloy Steels Prehardened Steels Hardened Steels
SCM-SKD-SUS HPM-NAK SKD61 (~52HRC)
e 60~80m/min 50~70m/min 30~50m/min 20~30m/min
= B ) EE I R O R O R
A FE Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia min”’ mm/min min”’ mm/min min” mm/min min”' mm/min
1 25,500 300 19,100 220 12,800 120 6,400 60
15 17.100 510 12,700 370 8,500 130 4,300 65
2 12,800 600 9,500 430 6,400 160 3,200 80
285 10,200 600 7.600 430 5,100 160 2,600 80
2 8,500 670 6,400 500 4,300 180 2,200 90
4 6,400 760 4,800 570 3.200 200 1.600 90
5) 5,100 760 3,800 570 2,600 260 1,300 120
6 4,300 780 3.200 580 2,200 380 1.100 160
8 3,200 780 2,400 580 1,600 380 800 160
10 2,600 780 1,900 580 1.300 380 650 160
12 2,100 780 1,600 580 1,100 380 530 160
{AllE Side Miling  — {BIiE Side Miling  —
tAKE
Depth of Cut ‘f 1.5D ‘t“:)
(D: 394 i) a 0.1D o 0.05D
I TEOERAICK > THXWREZRHEL TLEEL,
¥ I—F—BFCTOERE(F30~50% FHF TS,
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Notes ¥ Adjust feed according to inclined angle.
¥When corner processing, reduce the feed by approximately 50%~30%.
¥ Adjust spindle speed and feed at the same rate also reduce Depth of Cut, if the machine spindle speed insufficient.
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—A EL NN T2 ED;FE  Attention on Safety

1) TE&25— 2P 5MUETEE. TEORCEL P, DEF/RFICERMAEVKIC, BHCER
LTS,
2) IhHEEERFTHALVEICL T LSV,
3) TEEFATARIE. WEBTIRRIBNETOT, BIHN— - REXHIFEFEAL TS,
4) KVEER, TEPMINBICRE S MEBAL TCES L,
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5) The work materials clamp firmly.

I ) EE o
5 Wl LonWEELTS LS, - 6) Make sure of dimensions of tools and work pieces before starting operation.

6) I,E,zv#&éjlm{f)?hﬁ i 85 n‘im@ 7[’ TEL\_F < 7;"3 v 7) Itis necessary to adjust conditions according to the dimensions of work materials and the machine.
- E NE ! ) . .
7) YIS IE. I EREHICEE T RABTILEVHVET, 8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting

8) ARICIS U THIHIH £ #E L T 28 W RAEMGHIREEAT 2158 1. MIBICRET 2N fluid could lead to fires due to sparks generated during processing or heat caused by
PRI TN KKEDBREF B ET, BAAMKRELTT o TLEE N, breakage. Ensure that you take proper fire-prevention measures.
9) EARICEE (IHIE - @) FRELABER. BESICEMEED T LS, 9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) TEOHER LEVWTLEE L, 10) Don't modify tools.

1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

2) Never touch the cutting edges directly with bare hand.

3) Use safety covers and eye protection, as tools may be broken.

4) Use holders, etc. that match the tools and nature of the processing operations.
The tool should be firmly attached to the holder to prevent shaking.
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JOAQNGS  JOAEMSTI2 Specifications may change without notice for improvement.
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