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# Hl # Work Material
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CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM HEAT  |CEMENTED | HARD BRITTLE
st | MO AT O0e S
520 US HPM ~55HRC | ~60HRC | ~ 70HRC
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. HEESICENS#FHI—7 « > UTSCOAT ZHRA L. BiEIC KD RIEEER,
¥ 4 Flute Highly Efficient Square End Mills for stainless steels.
£l Variable pitch & variable helix designed for milling stainless steels offers higher efficiency milling.
8 New coating ‘'UTSCOAT" with excellent adhesion offers high resistance to breakage.
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The shank taper angle shown is not an exact value and to avoid

J contact with the workpiece, we recommend the user controls the
precise value of this angle. Shank taper angle should not make
contact with the work piece.
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OELLLRCEI G Variable pitch & variable helix designed for milling stainless steels.
AZF3E Variable pitch AFY—F Variable helix
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Stable milling under highly
B,#B, efficient conditions
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Features of UTSCOAT Improve the resistance to adhesion by adding a highly lubricant layer
onto the high hardness and high toughness UTCOAT.

} *=iEERE  Ultra lubricant layer SN

} O=EERE  Ultra hard layer Reduce adhesion
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High toughness and adhesion WE C LD RIEEE
layer High resistance to breakage

@B’ _Carbide material

with high lubricity
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GEt 21 B4& Total 21 models 847 Unit (mm)
B ) & Vv OT—I\B =R IO TEA
Model Outside Length Shank Taper Overall Shank Price
Number Diameter of Cut Angle Length Diameter
oD 2 Bta L od 22
CESUS 4060-0900 9 60 6 8,600
CESUS 4060-1300 6 13 — 60 6 8.500
CESUS 4060-1800 18 60 6 9,350
CESUS 4070-1050 10.5 70 8 10,500
CESUS 4070-1600 7 16 16° 70 8 10,500
CESUS 4070-2100 21 70 8 11,550
CESUS 4080-1200 12 70 8 10,500
CESUS 4080-1900 8 19 — 70 8 10,500
CESUS 4080-2400 24 70 8 11,550
CESUS 4090-1350 185 80 10 12,500
CESUS 4090-1900 9 19 16° 80 10 12,500
CESUS 4090-2700 27 80 10 13,750
CESUS 4100-1500 15 80 10 12,500
CESUS 4100-2200 10 22 80 10 12,500
CESUS 4100-3000 30 80 10 13,750
CESUS 4110-1650 165 100 12 17,800
CESUS 4110-2200 11 22 16° 100 12 17,800
CESUS 4110-3300 88 100 12 19,580
CESUS 4120-1800 18 100 12 17.800
CESUS 4120-2600 12 26 — 100 12 17.800
CESUS 4120-3600 36 100 12 19,580
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IELIEl  Side Milling

e A%l RFVURE SUS304
A CARBON STEELS ALLOY STEELS STAINLESS STEELS
WORK MATERIAL S45C / S50CEEREM  Annealed Materials SK / SCM#EE®#4  Annealed Materials A IHBRDERDWUETT .
(~225HB) (225~325HB) Use water soluble or oil coolant.
RIE Sz AR CEREE  XDERE ap ae EEERE  EDEE ap ae CEREE  EDERE ap ae
Model Outside Length Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number Diameter of Cut Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (min™  (mm/min)  (mm) (mm) (min  (mm/min)  (mm) (mm) (min)  (mm/min)  (mm) (mm)
4060-0900 9 6,000 1,600 9.0 1.2 6,000 1,100 9.0 1.2 6,000 1,100 9.0 1.2
4060-1300 6 18 6,000 1,600 13.0 1.2 6,000 1,100 13.0 1.2 6,000 1,100 13.0 1.2
4060-1800 18 6,000 1,170 18.0 1.2 4,800 800 18.0 1.2 4,800 800 18.0 1.2
4070-1050 10.5 5,000 1,450 10.5 1.4 5,000 1,025 10.5 1.4 5,000 1,025 10.5 1.4
4070-1600 7 16 5,000 1,450 16.0 1.4 5,000 1,025 16.0 14 5,000 1,025 16.0 14
4070-2100 21 5,000 1,060 21.0 1.4 4,000 750 21.0 1.4 4,000 750 21.0 1.4
4080-1200 12 4,300 1,300 12.0 1.6 4,300 950 12.0 1.6 4,300 950 12.0 1.6
4080-1900 8 19 4,300 1,300 19.0 1.6 4,300 950 19.0 1.6 4,300 950 19.0 1.6
4080-2400 24 4,300 950 24.0 1.6 3,440 695 24.0 1.6 3,440 695 24.0 1.6
4090-1350 13.5 3,700 1,150 13.5 1.8 3,700 875 13.5 1.8 3,700 875 13.5 1.8
4090-1900 9 19 3,700 1,150 19.0 1.8 3,700 875 19.0 1.8 3,700 875 19.0 1.8
4090-2700 27 3,700 840 27.0 1.8 2,960 640 27.0 1.8 2,960 640 27.0 1.8
4100-1500 15 3,200 1,000 15.0 2.0 3,200 800 15.0 2.0 3,200 800 15.0 2.0
4100-2200 10 22 3,200 1,000 22.0 2.0 3,200 800 22.0 2.0 3,200 800 22.0 2.0
4100-3000 30 3,200 730 30.0 2.0 2,650 580 30.0 2.0 2,650 580 30.0 2.0
4110-1650 16.5 2,900 900 16.5 22 2,900 725 16.5 22 2,900 725 16.5 2.2
4110-2200 11 22 2,900 900 22.0 2.2 2,900 725 22.0 2.2 2,900 725 22.0 2.2
4110-3300 33 2,900 650 33.0 2.2 2,400 530 33.0 2.2 2,400 530 33.0 2.2
4120-1800 18 2,650 800 18.0 2.4 2,650 650 18.0 24 2,650 650 18.0 24
4120-2600 12 26 2,650 800 26.0 24 2,650 650 26.0 24 2,650 650 26.0 24
4120-3600 36 2,650 580 36.0 24 2,200 475 36.0 24 2,200 475 36.0 24
ElAGRE ap: 23K All Flute /’\ ap:27E All Flute ap:2¥E All Flute
Milling Amount . - ;
mm) ae:0.2D ‘,“(\/ ‘ ae:0.2D @e:0.2D
B Slotting L3
RREE =5 ZFVURE SUS304
#RHEIA CARBON STEELS ALLOY STEELS STAINLESS STEELS
WORK MATERIAL S45C / S50CKEs#  Annealed Materials SK /7 SCM#Esti#4  Annealed Materials E UIRBHOERADUETT .
(~225HB) (225~325HB) Use water soluble or oil coolant.
BiE barEs PSE ElEmRE EDRE ap [El¥REREE EDRE ap [EJ¥RREE EDRE ap
Model Outside Length Spindle Feed Axial Spindle Feed Axial Spindle Feed Axial
Number Diameter of Cut Speed Rate Depth Speed Rate Depth Speed Rate Depth
(mm) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm) (min™) (mm/min) (mm)
4060-0900 9 6,000 700 6.0 6,000 700 6.0 6,000 700 6.0
4060-1300 6 13 6,000 700 6.0 6,000 700 6.0 6,000 700 6.0
4060-1800 18 6,000 560 6.0 4,200 350 6.0 4,200 350 6.0
4070-1050 10.5 5,000 625 7.0 5,000 625 7.0 5,000 625 7.0
4070-1600 7 16 5,000 625 7.0 5,000 625 7.0 5,000 625 7.0
4070-2100 21 5,000 500 7.0 3,500 300 7.0 3,500 300 7.0
4080-1200 12 4,300 550 8.0 4,300 550 8.0 4,000 500 8.0
4080-1900 8 19 4,300 550 8.0 4,300 550 8.0 4,000 500 8.0
4080-2400 24 4,300 440 8.0 3,000 275 8.0 3,000 275 8.0
4090-1350 13.5 3,500 475 9.0 3,500 475 9.0 3,150 430 9.0
4090-1900 9 19 3,500 475 9.0 3,500 475 9.0 3,150 430 9.0
4090-2700 27 3,500 380 9.0 2,450 240 9.0 2,450 240 9.0
4100-1500 15 2,900 400 10.0 2,900 400 10.0 2,900 400 10.0
4100-2200 10 22 2,900 400 10.0 2,900 400 10.0 2,900 400 10.0
4100-3000 30 2,900 320 10.0 2,000 200 10.0 2,000 200 10.0
4110-1650 16.5 2,650 340 11.0 2,650 340 11.0 2,380 300 11.0
4110-2200 11 22 2,650 340 11.0 2,650 340 11.0 2,380 300 11.0
4110-3300 33 2,650 270 11.0 1,820 170 11.0 1,820 170 11.0
4120-1800 18 2,420 300 12.0 2,420 300 12.0 2,420 300 12.0
4120-2600 12 26 2,420 300 12.0 2,420 300 12.0 2,420 300 12.0
4120-3600 36 2,420 240 12.0 1,650 150 12.0 1,650 150 12.0
YHAGHRE
MillingAmount ap:1D ap:1D ap:1D
(mm)
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Note:
- Decrease both spindle speed and feed rate proportionally in case of chattering. I e )
- These milling parameters are calculated based on the shortest overhang length. fumEtDH)  Side Milling #L0H Slotting
Longer overhangs may require an adjustment to the milling parameters. ap - AEDEIAFZRE (mm) ap | WEMEOENHAGRE (mm)
- Reduce the milling amount and feed rate in accordance with required milling precision. Axial Depth Axial Depth
* Every coolant offers stable milling. Qe HEAEDYBAHES (mm) D TEAE(mm)

- Recommend water soluble or oil coolant for Stainless Steels. Radial Depth Outside Diameter
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#IISH Milling Example for Slot Milling
CESUS ¢ 10 X H& Length of Cut 22

SuUS304

HEFRm

Conventional

fhttom
Competitor

x TEMEEZSHII g §1zshIC. Peripheral
NIOITREED BE/ULEDRETIHEL TVET o (501nd a,)
*Milled by higher efficiency conditions than catalogue
conditions to evaluate the tool performance.

MTE

S (EXE)
MTAX—=2 Milling image Milling surface

I (bottom)

fEEIE Tool CESUS 4100-2200

ElEn&EE  Spindle Speed 3,200 min’*
ZDBE Foed Rate 0 mmmin® | T
EAMIODYLAMRS ap Peripheral
Axial Depth 10mm (ﬁm

. AGBMETHE

=2t Coolant Water soluble

I SNEARN | N

INTEEEE  Milling Distance 100 mm @ |

EEY
EChattering

3R &a Conventional

‘ i+ &R Competitor CESUS
i
@ 10 mm
>
LT
A 4
Milling
direction
ap -
100 mm
BINIE  Slot milling surface
fIEIE=H1  Milling Example for Side Milling
CESUS ¢ 10 X Jf& Length of Cut 22
fEATE Tool CESUS 4100-2200
EEREE  Spindle Speed 2,560 min”
¥D®EE Feed Rate 580 mm/min SR
STDYBAGEE ap e
Axial Depth 10 mm Perggrr;;eral
HEFBDOYHAFRE Qe 0 i
Radial Depth
ST p) T}
2—52k Coolant xg&g&%@ (fRED)
INTEERE  Milling Distance 64.8m xlrl;g]cge
POIESA  Milling Time 120 min (side)
I A=< Milling image
/ ) a: 10mm
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CESUS offers stable milling with less chattering
under highly efficient conditions.

SUS304

ftbtt

fiekm i
Competitor

Conventional

CESUS (& 120 min IIT#& B ERE - 1BEDH
INE L R¥Fin !

EEULTLLRIF !

CESUS offers longer tool life with less wear

after 120 min milling!
Great surface finish without chattering!



