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High Performance Ball-nose End Mill
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Sharp cutting due to special nose geometry

O KELF Vv THRry hTREL/YIV I HEH

Stable chip evacuation by a large chip pocket design
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R£0.005mm close tolerance edge diameter (¢16 excluded)
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Long Tool Life with
"MEGACOAT NANO"
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High Performance Ball-nose End Mill

RN EF /BB —FT 1« VT Ik

EfRE - REMITIZRELET

Special cutting edge concept and nano layer coating realized high precision and long tool life machining
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R0.005mm close tolerance edge diameter (¢16 excluded)

Sharp cutting due to special nose geometry

S ORIDYJHRERZSBSE
UINIDEFZMFILET

Arc-like cutting edge distributes the cutting
force and controls wear progress
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Excellent surface finish quality when using entire cutting
edge in machining of the mold's draft angle or profiling

[=1=1=]

282 282
385 595
oco oco
+Hl I H+

KEBFYITRTYE

Large chip pocket
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Stable chip evacuation at large ap machining
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High quality cutting edge by MEGACOAT NANO
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Smooth and sharp cutting edge with
superior wear resistance and adhesion resistance
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Cutting edge
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2SEB020-050-R10 [ ) 1.0 +0.005 2.0 5 2.10 6.6 6 50 2
2SEB030-080-R15 o 1.5 +0.005 3.0 8 3.15 9.8 6 70 2
2SEB040-080-R20 [ ) 2.0 +0.005 4.0 8 4.2 10.0 6 70 2
2SEB050-100-R25 o 2.5 +0.005 5.0 10 5.2 12.4 6 80 2
2SEB060-120-R30 [ ) 3.0 +0.005 6.0 12 - - 6 90 2
2SEB080-140-R40 o 4.0 +0.005 8.0 14 - - 8 100 2
2SEB100-180-R50 [ ) 5.0 +0.005 10.0 18 - - 10 100 2
2SEB120-220-R60 o 6.0 +0.005 12.0 22 - - 12 110 2
2SEB160-300-R80 [ ) 8.0 +0.010 16.0 30 - - 16 140 2
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High quality and long tool life machining of die steel (S2HRC)
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Surface finish comparison
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Cutting edge condition after 70m cutting
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Test sample
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Roughness curve
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Surface finish
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Test sample
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Flank wear
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(1Y% Cutting conditions T K3 JUE 06

n=11,700min" Vf=1,340mm/min

apxae=0.6x0.3mm

(Y% Cutting conditions T K 3)UE ¢2

n=14,000min" Vf=1,500mm/min

apxae=0.1X0.06mm




| t)J ‘ﬁu%ﬁ: Recommended Cutting Conditions

HHEIAF HAHE (ap X ae) (mm) S4ZDc(mm)
Material Depth of Cut Outside Dia. ¢2 ¢3 ¢4 ¢5 ¢6 ¢8 ¢1 0 ¢1 2 ¢1 E
[E#5# (min)
RS - B8 - Rl Spindle Revolution 25,900 | 22,800 | 21,300 | 19,700 16,000 | 14,000 | 12,800 | 11,800| 9,500
SS400 - FG - S45C apxae=0.05Dcx0.05D =0 =
Mild steel + Cast Iron + Carbon steel ;eed]({gjem min) 3910| 3,570| 3,290| 3,070| 2,890| 2,660 2,540| 2,500| 2,470
o . T BRI (min') | 53 300| 20,500 | 19,100 | 17,700 | 15,200 | 12,600| 11,500 | 10,600 | 8,500
Dﬁﬁm Inﬁlﬁ Spindle Revolution
SCM,SNCM apxae=0.04Dcx0.04D ” o
Alloy steel + Tool steel JF;?](Q;”“ min) 3,100| 2,880| 2,670| 2,490| 2,330| 2,110| 2,010| 1,980| 1,970
AF VLR - TUIN—RUSH S@mﬁf%ggﬁ& 23,300 (20,500 | 19,100 17,700 15,200 | 12,600 | 11,500 | 10,600| 8,500
(SSJSQE’J%EHNRAC& apxae=0.05Dcx0.05D SR
Stainless steel - Pre-hardened steel JF:edlgg?em min) 3,150| 2,880| 2,660 2,500| 2,370| 2,190| 2,060| 1,970| 1,920
TUN— R s@mﬁ%m& 20,900 (18,500 | 17,200 | 15,900| 13,700 | 11,300 | 10,400| 9,500| 7,700
(38]‘;}\3&"“0) apxae=0.03Dcx0.03D - :
Pre-handone steel ED(mm/min) | 5650| 2,330| 2,170| 2,040| 1940| 1,800| 1,680| 1590| 1550
TUN—= RV - AN s@mﬁf&gﬂ&.& 18,600 | 16,400| 15,300 | 14,200 | 12,200 | 10,000 9,200| 8,500| 6,800
(43;3531%0) apxae=0.03Dcx0.03D sy
5 mm/min
Pre-hardencd stoeh + Hardened stecl o 2,060| 1,850| 1,700| 1,600| 1,520| 1,410| 1,320| 1,230| 1,190
BRANGS [E1ERES (min ') 14,300 | 12,600| 11,800| 10,900 | 9,400| 7,700| 7,100| 6,500| 5,200
Spindle Revolution
(5525}(05'%) apxae=0.03Dcx0.03D - :
Hartoned st ED(mm/min) | 4230 1,130| 1,080| 980| 930| 850 800| 780| 760
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Notes
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Cutting with compressed air or coolant is recommended. ~ Adjust ap to suit each machine's rigidity. Use a chuck and a machine with as high rigidity as possible.
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Slotting

- HEIEEERE Automotive parts

- Vc=81m/min(n=4,300min™")

- fz=0.012mm/t
(Vf=103mm/min)

- ap=1.6mm

- Wet
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1.7 times longer tool life!

2SEB060-120-R30
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Competitor Coating D

1,000pcs/edge

- FEEERSR  Machine parts
- Vc=220m/min

- f2=0.087mm/t
- ap=1.0mm

- Wet

2SEB100-180-R50
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Competitor Coating E

SNCM439 (39HRC)
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Slotting

(n=7,1700min")
(Vf=1,235mm/min)
TE&dm1.65

1.6 times longer tool life!

A
32.0m/edge
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Kyocera showed 1.7 times longer tool life than Competitor D.
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No burr formation. Dimensionally-stable amachining.

(21—~ DFHiICK2) Evaluation by the user
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Kyocera showed 1.6 times longer tool life than Competitor E.

Low cutting force and less damage on the cutting edge. Good surface finish condition.
(A—Y—#DFHTiIC&S) Evaluation by the user
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