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3-Flute Square End Mill with Nick for Copper Electrode
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3-flute square end mill for roughing applications on copper electrodes
Strong helix angle and special nick shape are suitable for roughing
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Standard nick shape
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® Adopt nick shape (standard type) on peripheral cutting edge.

® Chips can be removed smoothly by breaking up the chips that preventing

#HIA4 Work Material

chipping and tool breakage. i
® Strong helix angle and special nick shape are suitable for roughing. P SETIZIN Copper
Cutting edge shape ©
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Application: Side milling with ¢6x18
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DHS340 achieves thinner and
shorter chips that improving chips
removal ability and preventing tool
breakage compared to chips of
conventional tools
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Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
¢  07-00300-03090 3 9 12° 6 60 8,800
¢ 07-00300-04120 4 12 12° 6 60 9,300
* 07-00300-05150 5 15 12° 6 60 9,800
* 07-00300-06180 6 18 - 6 60 9,800
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How to Order When you order, indicate DHS340 (D). X (7 )is reference value.
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Dia. Length of Cut Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
min” mm/min ap mm Qe mm min” mm/min Ap mm
3 9 7,000 410 9 0.9 6,700 270 3
4 12 5,300 470 12 1.2 5,000 310 4
5 15 4,200 490 15 1.5 4,000 320 5
6 18 3,500 490 18 1.8 3,300 320 6
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%1 Depth of Cut : ap = Axial Depth of Cut / ae = Radial Depth of Cut.
%2 Use machine tool and chuck holder with rigidity and highly accuracy.
%3 Adjust milling condition according to machine tool rigidity and clamp condition of work material.
Actual milling conditions are subject to machining profile, purpose and machine tool status.
%4 Reduce both spindle speed and feed at the same rate for chattering and also for insufficient spindle speed of a machine tool.
%5 Water-insoluble fluid is recommended.
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