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Power Radius End Mill

MSXH440R




IND = DB  (sus-Tis2z) BEHOSEENTIC!

Inheritance of POWER Series ~ High-efficiency milling on (SUS, Ti, etc) tough materials!

Dynamic Unequal Helix End Mill MUGEN-COATING PREMIUM Power Radius End Mill
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MUGEN-COATING PREMIUM Power Radius End Mill Cutting process Side Milling (Down Cut)
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= 72 — MSXH440R realizes stable milling with its long tool life
Cutting speed 9mm . -
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Improved designs of unequal helix angle and flute spacing. - At
Suppression from chattering to realize stable milling progression. £V EE [mm/min] 1,000 R TiAS
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Unequal Helix Angle Unequal Flute Spacing 34 (mmy/tooth] Material : Tianium Alloy ‘ ‘ ‘ ‘ ‘
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Original spiral design at corner radius flutes improves cutting edge performance!
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Designed for high rigidity to suppress corner radius flute breakage even on rough milling stresses. ﬁaﬁg?al :AA|.‘|£31771188 (Inconel® 718#824) ?EE,%S%;“ omg@ome ‘ |nne'7§é?oﬁ|e ‘ /Bf_;é'e’:ﬂ Vﬁ?ﬁe
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. Coolant : Water soluble fluid EHRTE MSXH440R MSXH440R
=~ s - Tool MSXH440R ¢6 X R0.5 6 X R0.5 6 X R0.5
M NSRRI E R TP OYHIIE NN~ LET. Total uting tme - ihe 45 @z min) 2100 o0 | 2100
pindle spee ’ IE: 2, 4
Adopted Mugen Coating Premium | : 5":’e_
Suppression from chattering to realize stable milling progression. . . - | con ;\e“)(ZIJ)I/ﬁOO s'§{300 -
Improved heat resistance and cutting edge strength to protect from milling heat influence. el o ‘m Feed f,sﬂ!J(jﬁiSOO %E!J(jﬁ:SOO
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AHE apXae[mm Heli Slot Si
TR ¢80 X35 (mm) Desthoteu oo™ 8.95%02 | "GiEigo5x0.2 | ME'5.95%0.2 | EE:0.05%15
M SX H 440 R Work size : ¢ 80x35mm Side Side Bottom
POTESRE 159 205 50%) 205
Cutting time 15min 20min 50min 20min
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MUGEN-COATING PREMIUM Power Radius End Mill o — -
_ tIHIRESER Recommended Milling Conditions
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- e o v Slot||Side| |Face It S5 27 LM 75 8% BIAES
N N =m s Work Material Alloy Steels Stainless Steels Titanium Alloy Heat Resistance Alloy
: - o3 33 ( [] [ - — oriatena SKD-SCM SUS304 Ti-6Al-4V inconel®718
% % / ; —1's w ﬂ 40 /42 ‘ q—F— {BIE Side Milling 78 Slotting {BIE Side Milling & Slotting {BIE Side Milling & Slotting {BE Side Milling & Slotting
Premium NN | | WE | ¥E | oiEm | 2URE | DS | 20%E | DR | Z0%E | DM | 2U2E | DM | RUEE | DS | 2UEE | OES | Z0%E | DS | 2UEE
R+0.015 L Dia. Corner || Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
- . Radius min’' mm/min min’' mm/min min’' mm/min min’' mm/min min’' mm/min min’' mm/min min’' mm/min min’! mm/min
X L FAEHHLEDELIEE L, 1 [ : ize : il Price :
X EEETRE GO EhecEaL. BT /@ P Ui B o / Reral Prce P 3 0.3 [ 17,600 | 1430 | 8,600 | 700 | 6000 750 | 6000 | 600 | 5600 | 750 | 5600 | 600 | 3600 | 250 | 2500 | 140
J— RNo. D) AR R O—F—¥& (Q)AE (7)&5A (C\ PR P2k LEE IEAE(FE 0.5 17,600 | 1,430 | 8,600 700 6,000 750 | 6,000 550 5,600 750 | 5,600 550 3,600 250 | 2,500 140
Code No. Dia. Corner Radius Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price 0.3 13,200 | 1,540 | 6,500 780 5,200 800 | 5,200 650 4,800 800 | 4,800 650 3,100 250 | 2,200 150
- 4 0.5 13,200 | 1,540 | 6,500 780 5,200 800 | 5,200 600 4,800 800 | 4,800 600 3,100 250 | 2,200 150
X 08-00150-03003 3 RO.3 8 12 6 60 6.900 1 13,200 | 1,540 | 6500 | 780 | 5200 | 800 | 5200 | 550 | 4,800 | 800 | 4,800 | 550 | 3,100 | 250 | 2,200 | 150
%  08-00150-03005 RO.5 8 12° 6 60 6,900 0.3 10,500 | 1,650 | 5,500 760 4,600 900 | 4,600 700 4,200 900 | 4,200 700 2,600 300 1,900 160
X 08-00150-04003 RO.3 11 12° 6 60 7.500 5 0.5 10,500 | 1,650 | 5,500 760 4,600 900 | 4,600 650 4,200 900 | 4,200 650 2,600 300 1,900 160
_ 5 1 10,500 | 1,650 | 5,500 760 4,600 900 | 4,600 600 4,200 900 | 4,200 600 2,600 300 1,900 160
1 UBANEIITE 4 RO.5 1 12 6 60 7,500 : 05 || 8800 | 2420 | 4300 | 630 | 4200 | 1,000 | 4000 | 400 | 3,800 | 1,000 | 3600 | 400 | 2100 | 300 | 1,300 | 170
*  08-00150-04010 R1 11 12° 6 60 7,500 1 8,800 | 2,420 | 4,300 630 4,200 | 1,000 | 4,000 350 3,800 | 1,000 | 3,600 350 2,100 300 1,300 170
B 0.5 6,600 | 1,980 | 3,300 560 3,600 850 | 3,200 350 3,200 850 | 2,800 350 1,700 300 1,100 170
*  08-00150-05003 ) - : - - - . 8 . 8
S —— R L L 2u o e J-20 e 1 6,600 | 1,980 | 3,300 560 3,600 850 | 3,200 300 3,200 850 | 2,800 300 1,700 300 1,100 170
* 080015005005 S RO.5 13 12 6 60 7.800 05 | 5300 1430 | 2600 | 550 | 3000 600 | 2500 | 300 | 2600 | 600 | 2,100 | 300 | 1,300 | 250 | 900 | 160
%  08-00150-05010 R1 13 12° 6 60 7,800 10 1 5300 | 1,430 | 2,600 550 3,000 600 | 2,500 300 2,600 600 | 2,100 300 1,300 250 900 160
% 08-00150-06005 RO.5 13 _ 6 60 8.100 2 5300 | 1,430 | 2,600 550 3,000 600 | 2,500 250 2,600 600 | 2,100 250 1,300 250 900 160
ST —— 6 3 5300 | 1,430 | 2,600 550 3,000 600 | 2,500 200 2,600 600 | 2,100 200 1,300 250 900 160
ZEIN08:00150:0601 0 R1 13 - 6 60 8,100 05 | 4400 | 1,100 | 2200 | 480 | 2500 500 | 2,000 | 200 | 2100 | 500 | 1,600 | 200 900 | 200 | 700 | 150
%  08-00150-08005 8 RO.5 19 — 8 65 13,500 12 1 4,400 | 1,100 | 2,200 480 2,500 500 | 2,000 200 2,100 500 1,600 200 900 200 700 150
*  08-00150-08010 R1 19 - 8 65 13,500 2 4,4(3(;3 1,100 2,20D0 480 2,502D 500 2,OODO 150 2,1 OOO L 500 1,6%0 150 9(())85D 200 700 150
*  08-00150-10005 RO.5 22 - 10 75 15,700 L : >’—kl_li : %—kl—li . Hui | i
% 08-00150-10010 10 R1 22 - 10 75 15,700 pepthorcut 1.5D 9352050 1.5D 6325=0.5D 15D $3~5=05D 15D _I—Ij)'zD
X 08-00150-10020 R2 22 — 10 75 15.700 (D:H4Z Dia.) $6~12=1D #6~12=1D ¢6~12=1D
T eE—— — SHEARBIME I DRFPRREE (C K W YIRS Z R L TIZS W,
* 08-00150-10030 R3 = i = I 700 S _ERRUIBIRA OB B (2 U - B OISR S ERE B £,
*  08-00150-12005 RO.5 26 - 12 80 20,700 XANGBHELEPB TN LT 355, U0 < TOBEPREICER LIHIRHOREZ L TS0,
) ) _ M-I F vy, EREHRDEFEIEDSHDEDEFERL TS0,
X 00015012010 | 12 R1 2o U2 e 20709 L K TEZREUBRERSE R LT< A0, (LtHIRE TRRE UES 63~5T5D. 06~8T4D, ¢10~12T3DE LI BANSEEAY£T.)
% 08-00150-12020 R2 26 - 12 80 20,700 Qe #Adjust milling condition conforming with machine rigidity and clamping condition.
#The recommended milling conditions are based on milling with water-soluble cutting fluid.
A—F— Pk MSXH440R HE (D) X A—F+—%2 R) £5R LT AE L, (7)) IBEBETYT, iu(gjéu;tﬂrg‘\(tjhrg\g;[(;‘mmden;‘rénggthdgfuuon for chip evacuation and smoke generation when milling with water-insoluble cutting fluid.
When you order, indicate MSXH440R (D)X (R). #(7) Is reference value. Overhang of end mill should be as short as possible from spindle nose. (The recommended milling conditions are reference values under the overhang L/D: 5D(¢3~5), 4D(¢6~8), 3D(¢10~12).)
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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.

5) The work materials clamp firmly.

6) Make sure of dimensions of tools and work pieces before starting operation.

7) Itis necessary to adjust conditions according to the dimensions of work materials and the machine.

8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting
fluid could lead to fires due to sparks generated during processing or heat caused by
breakage. Ensure that you take proper fire-prevention measures.

9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) Don't modify tools.
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Specifications may change without notice for improvement.




