4 Flutes UTSCOAT for Stainless Steels
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Material Applications (% Highly Recommended @ Recommended O Suggested)

Work Material
Carbon  Alloy  Prehardened Hardened Steels Castlron Aluminum | Graphite = Copper = Plastics = Glass | Tianium = Heat  Cemented Hard Brite
Steels | Steels | Steels Aloys Filed | Aloys | Resistant Carbide =~ (Non-
Plastics Alloys Metallic)
SaSC[SRISM A SOHRC ~ SSHRC, ~ 6OHRC, ~B5HRC ~ TOHRC Y Materils
[ ] * O @] O O O

4 Flute Highly Efficient Square End Mills for stainless steels.
Variable pitch & variable helix designed for milling stainless steels offers higher efficiency milling.
New coating ‘UTSCOAT" with excellent adhesion offers high resistance to breakage.

Features of
UTSCOAT

@D -0.02

‘ contact with the work piece.
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DECTHLRCEITEEM  Variable pitch & variable helix designed for milling stainless steels.

Variable pitch

Variable helix

Minimizes chattering

Stable milling under highly
efficient conditions
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Improve the resistance to adhesion by adding a highly lubricant layer
onto the high hardness and high toughness UTCOAT.

¥ % Ultra lubricant layer
} @ Ultra hard layer

Reduce adhesion

@ High toughness and

adhesion layer High resistance to breakage
with high lubricity

The shank taper angle shown is not an exact value and to avoid
contact with the workpiece, we recommend the user controls the
precise value of this angle. Shank taper angle should not make



Total 21 models Unit (mm)
Model Outside Length Shank Taper Overall Shank Suggested
Nl Diameter of Cut Angle Length Diameter Retail Price
®D e Bta L od ¥
CESUS 4060-0900 9 60 6 8500
CESUS 4060-1300 6 13 — 60 6 8500
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 W
CESUS 4080-1900 8 19 — 70 8 10,500 —
CESUS 4080-2400 24 70 8 11,550 @
CESUS 4090-1350 135 80 10 12500 —
CESUS 4090-1900 9 19 16° 80 10 12,500 U,-
CESUS 4090-2700 27 80 10 13,750 § .
CESUS 4100-1500 15 80 10 12,500 C
CESUS 4100-2200 10 22 — 80 10 12,500 o
CESUS 4100-3000 30 80 10 13,750 E
CESUS 4110-1650 165 100 2 17.800 Z@
CESUS 4110-2200 11 22 16° 100 12 17.800 ’
CESUS 4110-3300 33 100 12 19,580
CESUS 4120-1800 18 100 12 17.800 =
CESUS 4120-2600 12 26 — 100 12 17.800 M
CESUS 4120-3600 36 100 12 19,580 EE
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Side Milling

CARBON STEELS
WORK MATERIAL S45C /S50C  Annealed Materials
(~225HB)
Outside ~Length = Spindle = Feed a 8.
N’Yljgwdt?ér Diameter of Cut = Speed = Rate [/)\e)(I?L B’:d'tﬂ
(mm) | (mm) | (min"  (mm/min) m'r’n) (mEn)
4060-0900 9 6,000 1,600 9 1.2
4060-1300 6 13 6,000 1,600 13 1.2
4060-1800 18 6,000 1,170 18 1.2
4070-1050 10.5 5,000 1,450 10.5 1.4
4070-1600 7 16 5,000 1,450 16 1.4
4070-2100 21 5,000 1,060 21 1.4
4080-1200 12 4,300 1,300 12 1.6
4080-1900 8 19 4,300 1,300 19 1.6
4080-2400 24 4,300 950 24 1.6
4090-1350 135 3,700 1,150 135 1.8
4090-1900 9 19 3,700 1,150 19 1.8
4090-2700 27 3,700 840 27 1.8
4100-1500 15 3,200 1,000 15 2
4100-2200 10 22 3,200 1,000 22 2
4100-3000 30 3,200 730 30 2
4110-1650 16.5 2,900 900 16.5 2.2
4110-2200 1 22 2,900 900 22 2.2
4110-3300 33 2,900 650 33 2.2
4120-1800 18 2,650 800 18 2.4
4120-2600 12 26 2,650 800 26 2.4
4120-3600 36 2,650 580 36 2.4
Milling Amount ap:All Flute
mm 3e:0.2D
Slotting
CARBON STEELS
WORK MATERIAL S45C /S50C  Annealed Materials
(~225HB)
Outside | Length Spindle Feed &
N’Ylj%dlfér Diameter of Cut peed Rate. If)L\XIatﬂh
(mm) (mm) (min®) | (mm/min) (ni?n)
4060-0900 9 6,000 700 6
4060-1300 6 13 6,000 700 6
4060-1800 18 6,000 560 6
4070-1050 10.5 5,000 625 7
4070-1600 7 16 5,000 625 7
4070-2100 21 5,000 500 7
4080-1200 12 4,300 550 8
4080-1900 8 19 4,300 550 8
4080-2400 24 4,300 440 8
4090-1350 135 3,500 475 9
4090-1900 9 19 3,500 475 9
4090-2700 27 3,500 380 9
4100-1500 15 2,900 400 10
4100-2200 10 22 2,900 400 10
4100-3000 30 2,900 320 10
4110-1650 16.5 2,650 340 11
4110-2200 1 22 2,650 340 11
4110-3300 33 2,650 270 11
4120-1800 18 2,420 300 12
4120-2600 12 26 2,420 300 12
4120-3600 36 2,420 240 12
Milling Amount .
mm) ap:1D
Note:

ALLOY STEELS
SK/SCM Annealed Materials
(225~325HB)
Spindle  Feed & &k
peed | Fate AN B0
(min™  (mm/min) CoORRC )
6,000 | 1,100 9 1.2
6,000 = 1,100 13 1.2
4,800 800 18 1.2
5000 | 1,025 10.5 1.4
5000 | 1,025 16 1.4
4,000 750 21 1.4
4,300 950 12 1.6
4,300 950 19 1.6
3,440 695 24 1.6
3,700 875 13.5 1.8
3,700 875 19 1.8
2,960 640 27 1.8
3,200 800 15 2
3,200 800 22 2
2,650 580 30 2
2,900 725 16.5 2.2
2,900 725 22 2.2
2,400 530 88 2.2
2,650 650 18 2.4
2,650 650 26 2.4
2,200 475 36 2.4
ap:All Flute
@e:0.2D
ALLOY STEELS

SK/SCM Annealed Materials

Spindle
peed
(min™)
6,000
6,000
4,200
5,000
5,000
3,500
4,300
4,300
3,000
3,500
3,500
2,450
2,900
2,900
2,000
2,650
2,650
1,820
2,420
2,420
1,650

- Decrease both spindle speed and feed rate proportionally in case of chattering.

- These milling parameters are calculated based on the shortest overhang length.
Longer overhangs may require an adjustment to the milling parameters.

- Reduce the milling amount and feed rate in accordance with required milling

precision.

- Every coolant offers stable milling.

- Recommend water soluble or oil coolant for Stainless Steels.

(225~325HB)

Feed
Rate
(mm/min)

700
700
350
625
625
300
550
550
275
475
475
240
400
400
200
340
340
170
300
300
150

ap:1D

Side Milling
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STAINLESS STEELS
SUS304
Use water soluble or ail coolant.
Spindle  Feed a &h
peed | Rate U B0
(min™)  (mm/min) CoRRG )
6,000 1,100 9 1.2
6,000 1,100 13 1.2
4,800 800 18 1.2
5,000 1,025 10.5 1.4
5,000 1,025 16 1.4
4,000 750 21 1.4
4,300 950 12 1.6
4,300 950 19 1.6
3,440 695 24 1.6
3,700 875 13.5 1.8
3,700 875 19 1.8
2,960 640 27 1.8
3,200 800 15 2
3,200 800 22 2
2,650 580 30 2
2,900 725 16.5 2.2
2,900 725 22 2.2
2,400 530 33 2.2
2,650 650 18 2.4
2,650 650 26 2.4
2,200 475 36 2.4
ap:All Flute
&8e:0.2D
STAINLESS STEELS
SUS304
Use water soluble or ail coolant.
Spindle Feed &l
peed | Rale (%
(min™ | (mm/min) G
6,000 700 6
6,000 700 6
4,200 350 6
5,000 625 7
5,000 625 7
3,500 300 7
4,000 500 8
4,000 500 8
3,000 275 8
3,150 430 9
3,150 430 9
2,450 240 9
2,900 400 10
2,900 400 10
2,000 200 10
2,380 300 11
2,380 300 11
1,820 170 11
2,420 300 12
2,420 300 12
1,650 150 12
ap:1D
Slotting
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Milling Example for Slotting CESUS 10 X L22 SUS304

Tool CESUS 4100-2200 CESUS Conventional Competitor
Spindle Speed 3,200 min"
Feed Rate 900 mm/min * Peripheral
a 10 mm (tip)
Coolant Water Soluble
Milling Distance 100 mm
*Milled by higher efficiency conditions than catalogue
conditions to evaluate the tool performance. Peripheral
(around a:) L

Milling image : Mllyggnséurg?ce
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Square

CESUS offers stable milling with less chattering
under highly efficient conditions.
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Slotting surface
Milling Example for Side Milling CESUS ¢10 X L22 SUS304

Tool CESUS 4100-2200 CESUS Conventional Competitor
Spindle Speed 2,560 min
Feed Rate 580 mm/min Peripheral
ap 10 mm (tip)
ae 2mm
Coolant Water Soluble
Milling Distance 64.8m

) . Milling
Cycle Time 120 min surface

(side)

Milling image

CESUS offers longer tool life with less wear
and damage after 120 min of milling!
Great surface finish without chattering! g




