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Triple functions Applicable for plunge milling, slotting and finishing with one end mill
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Plunge milling Slotting Plunge milling + Slotting Pocketing
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Triple Performances

1 ¥ﬁ§5§+f%—ﬁ5$ High efficiency machining due to new design
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Smooth chip evacuation because sub-groove on gash breaks chips at plunge milling
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Smooth chip evacuation

due to small size chip
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Prevents chip clogging by deep flute and gash design.
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Bottom surface of 3ZFK cutting edge Conventional End mill
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Longer tool life by MEGACOAT Better surface finish by sharp cuttingedgguality
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Frecllent wearresitance and heat esitance ° } (‘U %1:[” %IJ E*HFF r] J: Controls burr formation. Better surface roughness ..
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MEGACOAT (New PVD coat)
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Smooth and sharp to the tip of the cutting edge Rough coating surface and round blunt

Longer tool life improved surface finish cutting edge
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MEGACOAT is applied
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Super micro grain carbide
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Aluminum &
Non Ferrous Material

Titanium
Alloy
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.93—|‘9’l’7 Short
RUZE TE Ouﬁi%ia. Effecliv?guﬁ Length NE%& Un&E\l-ckaEmglh :Js::i gj§ Ove%ll%ngth Numtz %gﬂules

Deseription ] epe | SHEAE | oD1 £ oDs L z
3ZFKS060-090-06 (CX) | ® 6.0 0020 9.0 . - 6 50 3
3ZFKS070-105-08 (@8 | @ 7.0 0000 105 7.2 113 8 60 3
3ZFKS080-120-08 (X) | ® 8.0 oo 12.0 - - 8 60 3
3ZFKS100-150-10(X) | @ 10.0 oo 15.0 - - 10 70 3
3ZFKS120-180-12 (%) | @ 12.0 :8;8;8 18.0 . ; 12 75 3

O=FT147 L1 medium
RUSE TE Ouﬁi%)ia. Effectiv?g\ﬁ Length Ni%a. UnE\l:Ic:kLEenglh :Js-}‘:\:i gj§ 0ve§n§1gm Numl?egr %gﬂmes

Description Stock oDc Omszltilfﬁﬁance 2 oD1 22 oDs L z
3ZFKM030-060-06 (F0) | @ 3.0 o015 6.0 3.2 6.5 6 50 3
3ZFKM030-080-06 (T8 | @ 3.0 0015 8.0 3.2 8.6 6 50 3
3ZFKM040-080-06 () | @ 4.0 0ois 8.0 4.2 8.6 6 50 3
3ZFKM040-120-06 (D) | ® 40 0015 12.0 42 13.0 6 50 3
3ZFKM050-100-06 (T | @ 5.0 oo 100 5.2 10.8 6 50 3
3ZFKM050-130-06 (D) | ® 5.0 005 13.0 5.2 14.0 & 50 3
3ZFKMO060-130-06 ° 6.0 0000 13.0 . - 6 50 3
3ZFKM070-160-08 (D) | ® 7.0 0000 16.0 7.2 17.3 8 60 3
3ZFKM080-190-08 ° 8.0 :8;822 19.0 ; - 8 60 3
3ZFKM100-220-10 ° 100 e 22,0 - - 10 70 3
3ZFKM120-260-12 (X} | ® 12.0 oo 26.0 - - 12 75 3
3ZFKM160-350-16 ° 16.0 oo 35.0 : : 16 90 3
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.;9 yﬁﬁﬂ@iﬁﬂul Slotting of Titanium Alloy

@ | THETEJE Standard Stock

ﬂf% Outside Dia. | @10

*ﬁﬁu*j Material | T1-BAI-4V

EEcgy | 3ZFKEN=1.700min’

Spindle Revolution | {14+ 53R Competitor Coating B:N=1,300min"!

1ED FeedRate | VF =460mm/min

FHAHE Depthofcut | apXae=2X10mm
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-Better surface finish and longer tool life with

-Compared to competitor’s coated products, the
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-3ZFK prevents burr formation due to sharp cutting edge.
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37ZFK.

37FK has a 1.4 times as much tool life.
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Cutting edge after 35 passes
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.Eﬁtﬂ ﬁ“;zk#l: Recommended Milling Conditions

‘EZH]I Shouldering %Eﬂul Plunge milling 5%1]”1 Slotting

INTHRZEE Rl ti24 & (apxae) (mm) 41#ZDc(mm) 03 | 04 | o5 | 06 | o7 | o8 | 010 | 012 | 016
Application Material Depth of Cut Outside Dia.
AT '%'ff:jj?ﬁl{(mfr“.") 13,800/10,700/ 8,800 | 7,500 | 6,600 | 6,000 | 4,800 | 4,000 | 3,000
Shouldering 1ndic kevolution
93—#947 Short _
o 1.2Dcx0.3Dc BT | g50 | 950 | 1,100 | 1,200 | 1,100 | 1,000 | 910 | 850 | 800
W?iﬁ 55_‘(7/_\947 Shouldering
S45C Medium )
Loa-d
Carbonsteel | 1.8DeX0.3DC | (- 0/in) Pffg?nﬂulg 180 | 170 | 170 | 170 | 160 | 150 | 120 | 100 | 70
B E Feed Rate
‘
1Dc 7§£E;‘g: 570 | 650 | 700 | 730 | 750 | 780 | 800 | 750 | 650
Slﬁ\lhlznng
BIERE (min) | 10,600| 9,300 | 8,300 | 7,400 | 6,500 | 6,000 | 4,700 | 3,500 | 1,900
Shouldering pindle Revolution
93—#947 Short _
N 1.2Dcx0.3Dc BIL | 700 | 780 | 900 | 980 | 900 | 850 | 750 | 700 | 560
nﬁﬁﬁ 55_47L\9,{j Shouldering
I SCM,SNCM Medium ﬁb
& oy stee az
Alloy steel 1.8Dex0.3D¢ | (i) Pﬁ;‘fﬂﬁg 120 | 120 | 130 | 140 | 130 | 180 | 120 | 100 | 70
E d
0.5Dc 7§7{F% 500 | 540 | 570 | 590 | 610 | 600 | 580 | 500 | 340
- EEEEL (min)
AT = llur 5,200 | 4,000 | 3,200 | 2,600 | 2,300 | 2,000 | 1,600 | 1,400 | 1,000
wstite |
Juyn—kvgg| 1-2Dcx0.3Dc BIL | 440 | 440 | 490 | 490 | 490 | 440 | 400 | 370 | 300
NAK, :T’fI\TdL\g’fj Shouldering
80~45HRC| 1 5pcx0.3Dc 2T
Pre-hardened steel " ) (mm/mm) P?ucn; milline 90 110 110 130 110 100 80 70 50
5 Feed R ©
0.5Dc 'EZ{PE 200 | 270 | 270 | 320 | 330 | 330 | 230 | 200 | 140
= EIEEE (min ')
Spindle Revolution 3'300 2’500 2’000 1!700 11400 1vSOO 1,100 900 750
T BT
5 .2DcX0.2Dc Cl
2FUUAM | Ao JHAIT | 280 | 270 | 330 | 340 | 330 | 330 | 350 | 320 | 300
SU8304 Medium
i A
Stainless steel 1.5DcXx0.2Dc (mm/min) P?tviﬂul?:v 20 30 40 40 40 30 20 20 20
BT Feed Rate LI
Plunge milling Slotting
I— 0.5Dc 7§71”_I 110 | 110 | 130 | 140 | 130 | 130 | 120 | 120 | 120
& otting
% BIERE(minT) 3,300 | 2,500 | 2,000 | 1,700 | 1,400 | 1,300 | 1,100 | 900 | 750
Shouldering pindle Revolution
93—#947 Short _
1.2Dcx0.2Dc JBIMLL | 280 | 270 | 330 | 340 | 330 | 330 | 350 | 320 | 300
Fovas | STATLIAT oudering
Titanium Alloy Medium *b
1.8Dex0.2De | (i P%:;{Zlnﬂnlg 20 | 30 | 40 | 40 | 40 | 30 | 20 | 20 | 20
o E eed Rate
0.5Dc ﬁﬂ?i; 110 | 110 | 130 | 140 | 130 | 130 | 120 | 120 | 120

SAMOMITIZT 7 TO—DOEREHELIZ, Compressed air is recommended for machining steel.
'Z;‘?VX%\ }7?’3@@73“1@ﬁ(:‘i?}(,@ﬁﬂ]ﬁ”/ﬁo)fﬁﬁﬁ ’&?&é&o Water soluble coolant is recommended for machining stainless steel and titanium alloy.
FE A S S>TYHAA B ILFHTEL TL/ZEU, Adjust depth of cut (ap) to suit machine rigidity
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