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WORK CAST IRON HARDENED STEELS HARDENED STEELS -
MATERIAL 55400 8550 FC250 SCM* SKT- SKS* SKD PREHARDENED STEELS (FREE-CUTTING) SUS304- SKD TITANIUM ALLOY STEELS ¢
{ ~T50N/mm?) (= 30HRC) SKT + SKD+ NAKSS+* HPMH (30 ~38HRC) (38 ~45HRC) (45 ~ 55HRC) J : . . : .
aman 100m/min 78mimin 86m/min 62mimin 60m/min Vibration-resistant, multipurpose end mill
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MILL DIA, {mem) SPEED (min") | FEED (| ) SPEED (min”) | FEED (mmimin) SPEED (min™) | FEED (mmimin) SPEED (min™) FEED (mm/mi SPEED (min™ ) FEED (mm/mi
3 10,600 1,170 8,300 800 7,000 650 6,600 670 6,350 580
4 | 7850 1,200 6,200 980 5250 | 650 | 4,950 700 4,750 620
5 6.350 1,260 4,950 1,000 4,200 700 3,950 750 3,800 640
6 | 5300 1,500 4,150 1,100 3500 | 840 | 3300 800 3,200 650
8 4,000 1,500 3.100 1,100 2,850 790 2,450 770 2,400 660
10 | 3200 1,320 2,500 1,000 2100 | 720 | 1,950 700 1,900 630
12 2,650 1,320 2,050 1,000 1,750 680 1,650 650 1,600 570
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VORI ASTIRDN ALLOY STEELS -TOOL STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS -
MATERIAL $5400+ S55C+ FC250 SCM- SKT- SKS+ SKD PREHARDENED STEELS (FREE-CUTTING) SUS304- SKD TITANIUM ALLOY STEELS
( ~750N/mm?) { ~30HRC) SKT - SKD- NAKS5~ HPMI (30 ~38HRC) (38 ~45HRC) (45 ~ 55HRC)
A 72m/min 54m/min 41m/min 47m/min 42m/min
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MILL DA, {mm}) SPEED (min™) FEED {mm/min) SPEED (min™) FEED fmin) SPEED (min™) FEED imin) SPEED (min™) FEED in) SPEED (min™ ) FEED {mm/mi
3 7,600 570 5,700 480 4,400 315 4,850 360 4,450 380
4 | 5700 570 4,300 480 330 | 315 | 3,750 400 3,350 430
5 4,600 650 3,400 500 2,600 330 2,950 430 2,650 460
6 | 3800 650 2,900 500 2200 | 350 | 2,500 450 2,250 480
8 2,900 660 2,200 520 1,650 380 1,850 465 1,650 480
10 | 2300 610 1,700 480 130 | 330 | 1,500 430 1,350 450
12 1,900 610 1,400 430 1,100 315 1,200 400 1,100 420
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1. FEARRESHENREERESR. 1. Use a rigid and precise machine and holder.
2 RIEBIR. MRS ER R, e R 2. m:zﬁ;easdj\zistthtp:wsﬁgietﬂt;r;egeuesci!;\rlhen the cutting depth is large or when
3. WEGAF Y I THIES KT, SERATEBN. 3 Please use a suitable fluid with high smoke retardant properties.

During Dry (no fluid) milling, please use air blow to remove disposable
4 FADRM, HTTEESLR. BERTVLARRIA, Ehips Trom the milling area and to shiminate chip packing.

| =esmm | safe use of cutting tools
o TR{EAMEHRNER, # &S EARPRE, © WA ESEEE RiRh AR 2 LR 9: L% “f‘l' bl 5?"" glasses and safefy e Stop cutting operation immediately if you
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o FREEEMNT * MIFIR@ITRART, ® Do not touoh cutting chips with bare hands. e Please use corect foois for the operation.
o WAERFEMEE. Chips will be hot after cutting. Check dimensions o ensure proper selection
o TR TR FER, ® Stop cutting when the toal becomes dull,
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Multipurpose end mill suppresses chattering
and mills grooves and sides efficiently.
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Groove cross-section designed
for efficient chip
evacuation.
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Surface treatment for
enhanced chip flow.
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Quter portion designed for

both cutting performance
and vibration resistance.

L UP-PHS ®10 A
IIHR = sussos Competitor A
VIR o 90m/min (2,685min) -

T griamE A FB
Eﬁﬁﬁ 550mm/min(0.048mm/t) Competitor B
Eﬁ%m Aa=10mm ar=10mm P

_Depthofcut e
mlﬂﬂh 30mm Competitor C
e 15.750mm
1Kl KR UP-PHS
Coolant Water Soluble
TERRE 3750 T (BT40)

Vertical Machining Center(BT40)
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Tool Life
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3,150mm
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I 1

| 1 | | | |
0 2,000 4,000 6,000 8000 10000 12,000 14,000 16,000 (mm)

W R RT3 oimensions

PATP,

BrtkEl ZIhgE$t 7] UP-PHS

Vibration-resistant, multipurpose end mill
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Tool Material Micro Grain Carbide

@ REALE FXS#HE (TIAINRFI®RE )
Surface Treatment FX Coating(TiAIN coating)

O NMERE 0~—0.02mm
Tolerance for Outer Diameter

@ Rt 38®
Helix Angle

(84 : mm) (Unit:mm)
se | ek | Nk | mE | EA
EDF No. D L Le d Stock

8529030 3 60 8 6 L]
8529040 4 60 11 6 °
8529050 5 60 13 6 L]
8529060 6 60 13 6 L]
8529080 8 80 19 8 L]
8509100 l 10 80 22 10 ®
8529120 12 120 26 12 L

@ =7k EfFf @=Standard stock item.
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Incredible increase in productivity!
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Due to problems with bending, the thin workpiece with low rigidity
could not be clamped tightly.
The insufficient clamping caused chattering and chipping problems

when using highly-efficient four flute end mills, so two flute end
mills were the best alternative.

However, the four-flute UP-PHS was able to be used without
problems, and it created increases of 2.5 times for productivity
and 1.8 times for durability!
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}Fﬁ'ﬁﬂﬁ 500mm/min (0.025mm/t) 200mm/min (0.02mm/t)
Eﬁ%m da=1.5mm ar=4mm
s Z0mm
ﬂﬂﬁgﬁ 138m 75.3m
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Coolant Water Soluble
EREE IR D
Machine Vertical Machining Center
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