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Target of "Kiwami" End Mill

YA HhAb [ BoEgH - M2 (Materials) : SKD61,DH31EX

Die-cast mold / Forging die - ¥ (Hardness) : 35 ~ 48HRC

@ HSEEM DM L%\, BN LA %\

Many high-hardness materials are processed
There is a lot of electric discharge machining

TIAF w7 | T LK

Plastic mold / Rubber mold

@IZIRDBIHE, TR

Model is complicated for Deep contouring

P& (Materials) : HPM38,NAKS80
#ifE (Hardness) : 35 ~ 52HRC

FL AL - #42{ (Materials) : FC,FCD,SKD11
1Y A
Press mold - fif¥ (Hardness) : 35 ~60HRC

OHEINRE KD = F2REET S

The material is large and requires large machining
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Applications of "Kiwami" End Mill

i Bl 32
I Hlﬁ'ﬂ‘lnu]ﬂ I()
Rough cutting

@ EN 7V Pk TE

Excellent chip evacuation

IEHAX % 4 A—VHERTY

R B+ BRI L

Semi Finishing + Corner trimming

@il EIF Dl LR 210 B
{h BT EPRSEEIN T1C dnei

Reduces the cutting remain, and enables high-precision
machining close to the target dimensions

MILTARDNR A

(o) (o)
S 45% 50%

B hEEF
maEEF ¥ A A—YHEPITY

ki

Finishing

@ UJiliiD THOEE Y Z ifii]

Prevents tool chattering and tipping

THOESFERHET A IH L, LR S S hs i
VIR D% )y & YTHIEEL DB R

50km/h

1REI l

(7-2)
—T 100km/h
— \ EE# (S) EE 2 =

] i
Egﬁ X;ibl*}lﬁ\'—'—ﬁ:ﬁfg@Zi
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High-accuracy of "Kiwami" End Mill

T HEEREE

Tool blade diameter accuracy

QAT 159470 A — L

Tool reducer tolerance 15 m

AMERTA 2 tdDe= 6 +0.008~-0.004mm
MMERFEE  dDe210 +0.008~-0.007 mm

R I &M HPA¥ED TH:

R accuracy and proprietary tools

OR 27#1% £0.015mm

Tolerance of Radius =0.015mm

@3 oLt AR

Three-Dimensional Negative

27 A mosimnt: L

Mirror finish of rake surface

@ <7 A HDFFHREIRIM 12 K& 0 Vg PHE O %2 KK

The rake surface is specially mirrored.
It enhances the effect of reducing chip welding and cutting resistance.

v

T EL I
Tool stiffness

@i X LR W L7222 F SOV OBRM % R

The new carbide base material for endmill with both hardness

and toughness by optimizing alloy composition and grain size.

BN PR R A 5 a—T 4 v

Coating with excellent impact resistance and heat resistance

@5 VAL LN EEFEEZ A LoD, BENFEZ ML £ 9

While having high heat resistance and wear resistance.
Demonstrates excellent toughness.
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Features of "Kiwami" End Mill

IR S Al

Low pressure casting mold parts

BEESESRE M
¥ 208x780x75mm
M8 SKD61
f#E 30HRC

HHHIHH

ﬁuﬂﬂlmﬂlcat
d50FZIYF7ATINT

iHE A %
{E5&E = D I TH A
ESFE 15 & i

SAKAE SEIKI CO LTI:

RBEB/K= M

METALLIC MOLD £330

[CERATEE X U HHEHBRORE]

- EIEARA UVTW e IEL D YIHIKREALRE L TWR U T, -
ERZINTKEREEIRADD ERBNET, o1 2 S ALY RIILD

TEEFGOERICED TEBEBIHEFTCEET,
| L SETESTWEIRED IR/IBRL
SREER TEEDERDEAFTCER Ul

[ERRICHREE U T=UIEISR ] #=mIe : KC-KMR3120-20 (6 12xR2)
FERAVYI Y MAKINO a81nx VB E 9.4 cni / min

I ESGS Rt EIFINT Ap (Zp) 0.5 mm
T ER 0.05 mm Ae (Pxy) 7.2 mm
TERHUE 60 mm &N TR 45 9
EIE T 1500rpm

EDERE 2600 mm /min

XIMIREL TWeDTHERISEDEEZ 3900 mn /min ICZEE

\

t)Jﬁ'HﬂbEli(
RELENIZREALE U

- MTHOTEINELEELNRL ShECATU . MI@@%%EJ

A06%) (R L A5
ERvryCYTRBDEER
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End mill type and size

KC-KMR @ FETALY NI

MR« b VRl / R : KCC MWEREZEE 1 dDc= 6 +0.008 ~ -0.004 mm
AN :45° /) RFAA:+0.015m MEEFE A tdDez 10 +0.008 ~ -0.007 mm
T Y7 REh6

@1
B —X I F7ATEDRY VS —RKRIRTY, BT~ EFIMITE gL ERTEEI,
BN 50HRC =8 2 2 #1E (HPM38 72 & D EHIM ) THAEFMITICE W TERFBRETI .
o osAE TER|O—F |WwIR| 2 | BB | IR BE ) =&
AmmI1—RE 17
o = ¢Dc | r |[éDs | L 22 ) gD1 | FE |7 il
KC-KMR3040-10 4 1 6 70 12 8 3.8 3 1
KC-KMR3060-15 6 15 6 80 - 12 6 3 2
KC-KMR3100-20 10 2 10 100 - 20 10 3 2
KC-KMR3120-20 12 2 12 100 - 24 12 3 2
X ZOMOY A REEEEICHRD ET,
KC-DKR @ FTA4A—=7 ITTVAXLVEFIN
AL - R BRI/ AL 1 KCC SMEITEE 10De= 6 +0.008 ~-0.004 m
BUI 55°/ REFAE 1 £0.015m WA tdDez 10 +0.008 ~ -0.007 mm
X 7R h6 ]
@4
KMR [CEEARBICYEIFOEREZZ/ NS TIMENH D £, '
FEHUENRWESLGE., TEAEEUPTWIITORICEMGITETY,
—
o N TER|O—F |wIR| 2 | BV | IR BE ¥ SZ
mmI—RNE 7
o = oDc | r |eDs | L 22 ; gD1 | FE | T fits
KC-DKR3040-10 4 1 6 70 12 8 3.8 3 1
KC-DKR3060-15 6 1.5 6 80 - 12 6 3 2
KC-DKR3100-20 10 2 10 100 - 20 10 3 2
KC-DKR3120-20 12 2 12 100 - 24 12 3 2
@I E% 1 7ix KMR/DKR BT, X ZOMOY A REEEEICKRD XS,
Typel

Type2

] NS —— — 7
v

n
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Tool cutting standard conditions

BT

Ae=TFHEYF
Ap=ZEvyF

BEYHIRGR FEYH

=
Cuttinﬁ)ol KMRIDKR KMR
w —IBERM - RRW - HE | a2 . ARTEE | FUN—KVHE - BACE BEAN BEANE
*& ﬁ J *j Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Hardened Steel Hardened Steel
Work Material S$S400 - S55C - FC250 SCM - SKS « SKD HPM7 - PX5 - NAK8O SKD61 - HPM38 - STAVAX
(~ 750N/mif ) (20 ~ 30HRC) (30~ 45HRC) (45 ~ 52HRC) (~ 60HRC)
YIEIERE
Cutting Speed 40 ~ 65 35~65 25~ 56 25~50 25~ 37
(m/min)
D [ElERE EDEE [ElEREL EDEE [ElEREL EDEE [ElEREL EDEE [ElEREL EDEE
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4 4459 2675 4459 2541 3981 1911 3742 1459 2627 788
6 3025 2904 3025 2541 2654 2070 2495 1572 1752 893
10 1847 2771 1847 2604 1752 2207 1529 1880 1115 1204
12 1592 2818 1592 2771 1486 2185 1327 1791 982 1208
ThARS Ae Dx0.3(mm) Ae Dx0.3(mn) Ae Dx0.3(mm) Ae Dx0.3(m) Ae Dx0.3(mn)
Depth of Cut Ap Dx0.08(mm) Ap Dx0.07(mm) Ap Dx0.045(mm) Ap Dx0.03(mm) Ap Dx0.025(mm)

BT

D=TYRIILOHE
Ap=ZEvYF

BEVIRIRMGR BUH

IH
s o KMR/DKR KMR
—HARISEFH - IRRH - Sk S22 - 52TEH 1 3 J J
a A JIN—K V8 - lEAN AN KEANER
*&ﬁu *a. Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool St:e-l< Prehardened Steeﬂard;ﬁnad Steelﬂﬂ Hardened Steel Hardened Steel
Work Material §8400 - S55C - FC250 SCM - SKS + SKD HPM?7 + PX5 - NAK8O SKD61 + HPM38 - STAVAX SKD11
(~ 750N/ (20 ~ 30HRC) (30 ~ 45HRC) (45 ~ 52HRC) (~ 60HRC)
Y HIE R
Cutting Speed 40~ 65 35~ 65 25~56 25~ 50 25~37
(m/min)
D ElERE EDEE ElERE EDEE [ElERE EDEE ElERE ®EDEE ElERE ®EDEE
(min-1) (mm /min) (min-1) (mm /min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4 4459 1338 4459 1271 3981 955 3742 730 2627 394
6 3025 1452 3025 1271 2654 1035 2495 786 1752 447
10 1847 1385 1847 1302 1752 1104 1529 940 1115 602
12 1592 1409 1592 1385 1486 1092 1327 896 982 604
tﬂ Li?ﬁ & Ap Dx0.08(mm) Ap Dx0.07(mm) Ap Dx0.045(mm) Ap Dx0.03(mm) Ap Dx0.025(mm)
Depth of Cut

.5I%=\lll

1. ERIE. BRHLREHDIERD 4BOBENDERTY,

2. 8. RIVZISRIEDH 2BEDBVLDZE SEATEWL,

3. EERRE I EETEREOPRELVEHLLHLDTY, 77 REA.
HRAIMS, ERARRICEY EEEE, X REZRETEL,

A4 FIERBNSHEIMICE LB D T, BERDDEVEDZE ERTEL,

5. ZRDBRIE. YIS THEEVHNENEST77a—-IC YK TERETEL,
6. A7 ¥ L ABOMIITIE, AEMEIRHRIOERZHELE T,
7. INIREZEREINDHBAIE. EERRE. XD FE TRAKEBLEMATERTEL .
8. KT v MIZRE SERIAHRZIT ORI BRABEZE 057 U TFel. ERD

X EEIYIHIRED 1/3 ITHEBRICRELTTEL,

1. The above milling condition is a guideline for the overhang length is 4 XD.

2. Use arigid and precise machine and holder.

3. The rotational speed is calculated by the median of the recommended cutting
speed. Adjustment may be necessary depending on the rigidity of the workpiece
fixture and machine.

4. Please use a suitable fluid with high smoke retardant properties.

5. During dry (no fluid) milling, please use air blow to remove disposable chips from
the milling area and to eliminate chip packing.

6. Please use water-soluble coolant when machining stainless steel.

7.Reduce speed and feed as well as depth of cut when high precision is required.

8. When making a tilted cut such as a pocket shape, the tilt angle should be 0.5 °

or less, and the tilt feed rate should be Set it to be 1/3 of the cutting speed.
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Plans that can be supported by new technology

BHIIAEDE/DO<D%ZE, &£DHEELL, LDEEIC
HixeEHHEBHEDCD (AMOD) ZHELECWE I,
HERZCNMD EREREEED
MADSART TV ETEIMAICEPRICHAETR TV EEZ,
3AT v 7 THERERRU CUVEFT,
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List of expected improvement effects

S r e L %
////// © = Y e

7 — 5 {eRgEN S TSGR b CRIANE LS S e i TH5E UP

3. ELAHDZH ANHBRDEIE)
CAM 2% )L DEREAI 1 R SRR LT,
IS B i i eHAN LB E 1 UP!

W ERHIHPRAG % SRS R

I e

(VIR IAEAR DO TEDIHS)

CAM AR
EXEY :
M EDM

B MC E&E

.. LIH
% oF E

FI4 ILSIEET WO
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(M B bet)

H LM R A S
https://nikkokizai.jp
T542-0012 KRB HIRIX AT 8 T H 2 % 3%
TEL 06-6764-1021 FAX 06-6764-4712 E-mail jimk@nikkokizai.com

WHE R
T224-0003 I EAGEHEIX PP 2 THSEH1 3550 3
TEL 045-590-5671 FAX 045-590-5672
HKZDAZa7ORHMARICOEF L TR FPERLLETZIEDBH D EFTOTIT TR LI,



