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CERMET Long Neck Corner Radius End Mill
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Improve the flat surface finishing of carbon steel
Optimized cermet material minimizes adhesion and shortens polishing processes
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Adopt cermet material with excellent wear resistance and anti-adhesion properties.
Specialized end cutting edge for flat surface machining achieves high quality
machining surface.

MUGEN COATING delivers both long tool life and consistent machining stability.
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Unit [Size : mm / Retail Price : JPY]

J—RNo. (D)H& (R)I—F42 (LNEFE (e)AE (d2)EF#& (r)&EA (d)>r>012 (D= FRAEATE
Code No. Dia. Corner Radius Under Neck Length Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
& 04-00830-10503 1 R0.1 3 0.5 0.95 12° 4 51 13,700
¢ 04-00830-15504 1.5 RO.1 4.5 0.75 1.45 12° 4 51 14,300
& 04-00830-20506 2 RO.1 6 1 1.94 12° 4 52 15,500
¢ % 04-00830-30510 3 RO0.1 10 118 2.85 12° 6 52 17,500
& % 04-00830-40512 4 R0.1 12 2 3.8 12° 6 52 18,200
¢ % 04-00830-50515 5 RO.1 15 2.5 4.8 12° 6 58 18,800
¢ % 04-00830-60520 6 RO.1 20 3 5.8 - 6 58 19,500
¢ % 04-00830-60720 R0.3 20 3 5.8 - 6 58 19,500
Pk CHRA30R 4MZ (D) x I—F34% (R) x BFE (01) &SRR, % (r) FBBETT.
How to Order When you order, indicate CHR430R (D)x(R)x(£1). X (7 )is reference value.
tIHIZA4ESER Recommended Milling Conditions
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Work Material Carbon Steels - Alloy Steels
J-7 BFE sMEL [EI#REL E0RE thiAdE AT EERAFI0ZEUA
MR 4 Under BTFE Spindle Speed Feed Depth of Cut Stock before using this tool
Dia. Corner Neck [0)54 - :
Radius Length L/D min mm/min ap mm de mm mm
1 RO0.1 3 3 40,000 1,000 0.01 0.6 0.01
1.5 RO.1 4.5 3 40,000 1,200 0.015 0.9 0.015
2 RO.1 6 3 40,000 1,600 0.02 1.2 0.02
3 RO.1 10 3.3 27,000 1,600 0.03 1.8 0.03
4 R0.1 12 3 20,000 1,600 0.04 2.4 0.04
5 RO0.1 15 S 16,000 1,600 0.05 S 0.05
6 RO.1 20 3.3 13,000 1,600 0.05 3.6 0.05
R0.3 20 3.3 13,000 1,600 0.05 3.6 0.05
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%1 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.
%2 Depth of Cut shows the reference value for finishing. Adjust milling conditions depending on the rigidity of the machine, work shape and requested accuracy.
%3 Recommend to apply helical or ramping for approaching into axial direction.
%4 Be careful to obtain uniform stock amount on cutting surface before using this tool.
%5 In case of chattering etc., please adjust milling conditions if necessary.
%6 If the cutting load is high at corners, etc., set the milling conditions and tool path carefully to reduce the cutting load.
%7 If the maximum spindle speed of the machine tool is lower than the reference value, please reduce the spindle speed and feed rate in the same proportion.
%8 Minimize a possible tool overhang length.
%9 We recommend using oil mist coolant.
%10 The stock allowance for this tool is a guideline, please adjust it according to the machining condition of the previous process and the required accuracy.




