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High Efficiency Multi-edge End Mill
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High feed and high efficiency shouldering with Multi-edge design (6 edges/8 edges)
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Kyocera's unique unequal spacing of teeth and variable lead to minimize chattering
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Stable chip evacuation due to new special flute design
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Applicable to various types of workpiece. Excellent surface roughness at high feed machining

Long Tool Life with
"MEGACOAT NANO"

ADVANCING PRODUCTIVITY
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4 advantages to realize high feed and high efficiency shouldering
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Kyocera's unique unequal spacing of teeth and variable lead to minimize chattering
High feed and high efficiency shouldering with multi-edge design (6 edges/8 edges)
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Every flute has its optimum helix angle (lead
angle 6), which enables excellent and anti
vibration effect and good surface finish
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Cutting force varies due to varied flute
width, which prevents periodical vibration
during machining
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Unequal spacing of teeth and variable lead prevent vibration
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Stable chip evacuation by new special flute design
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Good chip evacuation with wide chip pocket

Good performance at high feed machining
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Long Tool Life with Special Multilayer Nano Coating MEGACOAT NANO
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Prevents wear and chipping with high hardness (35GPa) and superior oxidation resistance (oxidation temperature: 1,150C)
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Long Tool Life with MEGACOAT NANO. Doubled Wear Resistance compared to the Competitor's!
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tﬂéuﬂﬁ% [m] Cutting distance

T &M n=7,000min"" (Vc=131m/rev), Vi=1,300mm/min (fz=0.03mm/t), ap xae=3.0x 0.5mm. I#H$kT1Z06. HWEIFSKD11(EFE). AT
Cutting conditions: n=7,000min~"(Vc = 131m/rev) Vf=1,300mm/min(fz = 0.03mm/t) ap x ae=3.0 x 0.5mm End Mill Dia.¢6 Workpiece SKD11(Non-hardened) Shouldering
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Applicable to various types of workpiece. Excellent surface roughness at high feed cutting

E$E'{k:b\ tbifz Surface finish comparison (side surface) ik 7112¢12 End Mill Dia 12

HEI#E woroice SCM440 | SUS304 | Ti6Al-4V

n=3,300min-"(Vc=124m/rev) n=2,500min""(Vc=94m/rev) n=2,500min~"(Vc=94m/rev)
t}]ﬁ']%ﬁ‘ V{=2,000mm/min(fz=0.1mm/t) Vf=1,130mm/min(fz=0.08mm/t) Vi=1,130mm/min(fz=0.08mm/t)
AT O ap x ae=30 x 1.5mm ap x ae=30 x 0.6mm ap x ae=30 x 0.6mm
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6/8PFK§E [ I:P%m-fﬁ?:ﬂ] Medium length of cut

iz .
o SMEAE nK N £k e
Length of cut Shank Dia. Overall length

Number of

FilR=] Outside
flutes

Dia. Outside Dia.

Description
Tolerance

6PFK060-150 ° 6.0 20,020 15 6 60 6
-0.005

6PFK080-200 ° 8.0 —0.025 20 8 70 6
-0.005

6PFK100-250 ° 10.0 0,025 25 10 80 6
-0.010

6PFK120-300 ° 12.0 20,030 30 12 100 6
-0.010

6PFK160-400 ° 16.0 0,030 40 16 110 6
-0.010

6PFK200-450 ° 20.0 0,030 45 20 125 6
-0.010

8PFK250-500 ° 25.0 0,030 50 25 140 8

6/8PFK§! [-Ley]ﬂ ] Long length of cut
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=% ) A q Length of cut Shank Dia. Overall length

Description Dia. Outside Dia. flutes
Tolerance

6PFK060-250 [ ) 6.0 ~0.020 25 6 70 6
—-0.005

6PFK080-350 ° 8.0 —0.025 35 8 90 6
—-0.005

6PFK100-450 ) 10.0 —0.025 45 10 100 6
-0.010

6PFK120-550 [ ] 12.0 ~0.030 55 12 120 6
-0.010

6PFK160-650 ° 16.0 ~0.030 65 16 135 6
-0.010

6PFK200-750 [ ] 20.0 ~0.030 75 20 155 6
-0.010

6PFK200-1000 [ ] 20.0 -0.030 100 20 180 6
-0.010

8PFK250-1000 [ ] 25.0 20.030 100 25 180 8

@ : FRAEFETE Standard Stock



. g ;E ‘t)J ‘ﬁu %14: Recommended Cutting Conditions
6/8PFK§E [ él\ Bﬁjm I EP gr#.F y] .LQEI:J. g;ﬁtﬂﬁu%'f#i% ] Shouldering/Medium length of cut

& iR E (ap x ae)(mm) 5pZDc(mm) 6 8 10
Material Depth of Cut Outside Dia.
Dc <¢20 FH(min")
— -
ﬂgs*gﬁ)gm‘;é#éffc%ﬁﬂ apxae=1.5Dcx0.2Dc Spindle Revolution 7400 | 5,600 | 4500 3700 ) 2,800 | 2200 1800
, . . Dc=¢20 45 (mm/min)
Mild steel/Cast Iron/Carbon steel apxae=1.5Dcx0.1Dc Feed Rate 2,650 | 2,640 | 2,410 | 2,250 | 2,010 | 1,700 | 1,500
Dc <20 F£5(min-)
Py
nSQC?jI‘SI?I:(SEI\-/Iﬁﬂ apxae=1.5Dcx0.2Dc Spindle Revolution 6400 | 4,800 | 3,800 | 3,200 | 2400 | 1,900 | 1,500
) De=¢20 45 (mm/min)
Alloy steel/Tool steel apxae=1.5Dcx0.1D¢ i 2,250 | 2,090 | 1,950 | 1,910 | 1,720 | 1,450 | 1,220
% HE(min)
Niﬁ'fﬁ%gﬁ%igﬁc  beroiD Spindle Revoltion 5,600 | 4,200 | 3,300 | 2,800 | 2,100 | 1,700 | 1,300
~ apxae=1.5Dcx0.1Dc ; -
R e ﬁﬁggrgggm) 1,780 | 1,710 | 1,520 | 1,400 | 1,220 | 1,120 | 980
A FH(min ")
Slﬁ?jﬁ%iﬁf@% oot SDOX0.05D6 Spindle Revolution 5,000 | 3,800 | 3,000 | 2,500 | 1,900 | 1,500 | 1,200
- Ti6AI- xae=1.5Dcx0. . -
Stainless steel/Titanium Alloy ﬁﬁgg’;‘;’g'“) 1350 | 1,320 | 1,200 | 1,130 | 970 | 850 720

6/8PFK§! [ é le\jm I 'l:é D] ,;:Fé‘! E;Et)] ‘ﬁu;%#l:?:& ] Shouldering/Long length of cut

7 IR E (ap x ae)(mm) 5pZDc(mm)
Material Depth of Cut Outside Dia.
s—
— RIS . S5k, RN Spiirfjlgeil(:!rg\llgluzion 4,600 | 3,500 | 2,800 | 2,300 | 1,700 | 1,400 | 1,100
SS400 - FC - S45C apxae=3.0Dcx0.01Dc T i
Mild steel/Cast Iron/Carbon steel —F“(mm min) 1,830 | 1,730 | 1,530 | 1,380 | 1,120 | 880 | 660
eed Rate
in-1
L£&W. TEWN Spﬁ%g’é‘b’;m{ion 3,700 | 2,800 | 2,200 | 1,800 | 1,400 | 1,100 | 900
SCM,SNCM apxae=3.0Dcx0.01Dc N -
Alloy steel/Tool steel 145 (mm/min) 1,490 | 1,340 | 1,220 | 1,120 | 940 | 720 | 540
Feed Rate
S
FiE B R R B4R Spi?fj%lg?/gluzion 2,800 | 2,100 | 1,700 | 1,400 | 1,100 | 850 | 650
NAK, 30 ~38HRC apxae=3.0Dcx0.01Dc A -
Pro—hardened steel ;&g; (mm/min) 920 | 860 | 750 | 670 | 550 | 480 | 390
eed Rate
3 in-1
. kAL s ﬁgg‘g\"glu{ion 2,500 | 1,900 | 1,500 | 1,300 | 950 | 750 | 600
SUS304 - TiBAI-4VE apxae=3.0Dcx0.01Dc i
Stainless steel/Titanium Alloy lﬁgggrgaﬂz'“) 700 | 670 | 590 | 540 | 440 | 370 | 290

- RHEFEHTHEMI, Slotting is not recommended

é} % - EERE. FHERTIEE Machining with compressed air or coolant is recommended
Notes - IRIFBVRIMESRIA YR E . Adjust ap to suit each machine's rigidity

N %@ﬂﬁtﬁm%‘ﬂﬂﬁﬂ’ﬁi%&ﬂﬁa Use a chuck and a machine with as high rigidity as possible

- 7]” I gl:ﬁl] Case Studies

SCM440

* *ﬂWg‘E‘Bﬁ: Machine parts

- Ve=150m/min
(n=2,400min"")

- fz=0.12mm/t
(Vf=1,710mm/min)

« ap=18mm, ae=1.0mm

« BT shouldering
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Cycle time for a set of workpiece (setup time included)

6PFK 521 /2
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Conventional
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« TYE& Machine table

® 50 T (1%ETIRITT) Finishing (1 pass)
- n=2,500min""(Ve=157m/min)

« ap xae=1.2 x35mm

+ Vf=8,500mm/min(fz=0.23mm/t)

IRITEE 104 (fEi: 1,125mm x 244R)

Machining time 10 min. (1,125mm x 24 slots)

wm 1/8

Machining time
reduction

6PFK200-4

® AEHN T Semi finishing
+ n=2,500min-" (Ve=157m/min)
« apxae=1.0x35mm + ap x ae=0.2 x 35mm
+ Vf=1,500mm/min(fz=0.1mm/t) + Vf=1,000mm/min(fz=0.1mm/t)
FNTAIE 804 (Hidc: 1,125mm x 244R)2:%E 1T

Machining time 80 min. (1,125mm x 24 slots) 2 passes

® AT Finishing
+ n=2,000min-'(Ve=125m/min)

Hitp A RIREm B

Competitor B (coated)

« 5ARA R LMEF G L B H R 18 KR 4 2

Cycle time greatly reduced compared with the conventional tool

- INT1004 THEL RIREER. AT4A8nT
No heavy wear after machining 100 workpieces and still possible
to continue machining

(¥R 8 B8 P H9IE4/Y) Evaluation by the user

- HARREFMRB, EARERT], FRERBHIRG, S2RETHT
T
Competitor A machined the workpiece with 2 passes due to chattering.

- 6PFKIRBEI R H—RETNEGF TBASKERT], AIKIEBREE
6PFK machined the workpiece with 1 pass without chattering.
Productivity has greatly improved by increasing cutting conditions.

(#R#& B3 P HYIE4)Y) Evaluation by the user
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Kyocera Solid End Mill Series Expanding Lineup
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High feed and high efficiency solid end mill Tool for counterboring
I 2t
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THE NEW VALUE FRONTIER
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THE NEW VALUE FRONTIER
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AMFK/ANMER 2ZDK surerriar

Tool for Counterboring

High feed and high efficiency solid end mill
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‘Stable Chip Evacuation dus to New Special Flute Design
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Edge ends have 180 ° flat and are applicable to various applications including
counterboring on slant surface
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Smooth chip control and high rigidity due to the special flute shape

ADVANCING PRODUCTIVITY
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ADVANCING PRODUCTIVITY
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iPhone iPad Android
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LT R 7R #7005 KT AUl 1HA31E 1402 (200072)
TEL:021-3660-7711 FAX:021-5638-6200
http://www.kyocera.com.cn/prdct/cuttingtool/index.html
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