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Triple Performances High'efficiency;machiningiLionger toollife§Better surface finish
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3-flute design
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Triple Performances Triple functions

ADVANCING PRODUCTIVITY
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Triple functions Applicable for plunge milling, slotting and finishing with one endmill

.huIFﬁ@ Application
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Plunge milling Slotting Plunge milling + Slotting Pocketing
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Triple Performances

1 ¥ﬁ§§§1‘f%ﬁ'§$ 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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Poor chip evacuation increases
load on endmill bod 1
causes cutting edge breakage
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Prevents chip clogging by deep flute and gash design.
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Bottom surface of 3ZFK cutting edge Conventional Endmill
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Longer tool life by MEGACOAT Better surface finish by sharp cuttinge@igguality

° 1%“7-: ﬂﬁqﬁé*%‘l‘i/mﬁ%'ri * wnﬂ @%ﬁﬁi?zF;ETyv_mﬂmth and sharp to the tip of the cutting edge ""
Frecllent wearresitance and heat esitance ° } (‘U %1:[” %IJ o E*ﬂrg I-I‘:I] 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



PRy S AL

H3ZFK3!

EMiTEEEH

Super micro grain carbide
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3-flute design
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Recommended Material
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Steel

Cast Iron Aluminum &

Titanium
Alloy

Non Ferrous Material
FZIN

Shape
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‘:JH— I‘g’l’ 7 Short
PANES AR BE BTFR | IvoR 2R PSE
g!g EE Outside Dia. Effective Cutting Length Neck Dia. Under Neck Length Shank Dia. Opverall length | Number of flutes
Description Stock ﬂixﬁﬁ
eDc Outside ]:)tia Tolerance 2 oD1 22 oDs L z

3ZFKS060-000-06 (X} | @ 6.0 0000 9.0 . - 6 50 3
3ZFKS070-105-08 (@8 | @ 7.0 0 820 10.5 7.2 11.3 8 60 3
3ZFKS080-120-08 (ZX) | ® 8.0 oo 12.0 - - 8 60 3
3ZFKS100-150-10 (%) | © 10.0 Ry 15.0 : - 10 70 3
3ZFKS120-180-12(K) | o 12.0 jg'gég 18.0 - - 12 75 3

O=FT147 L1M7 medium

PAYES AR BiR B TR I IIR 2R pSE]
g!§ EE Outside Dia. Effective Cutting Length Neck Dia. Under Neck Length Shank Dia. Overall length | Number of flutes
Description Stock 9*1xﬁﬁ
oDc Outside ]:)tia Tolerance 2 oD1 22 oDs L z
3ZFKM030-060-06 (T8} | @ 3.0 0 31 5 6.0 3.2 6.5 6 50 3
3ZFKM040-080-06 (P8 | © 4.0 0 81 5 8.0 4.2 8.6 6 50 3
3ZFKM050-100-06 (P8 | © 5.0 0 81 5 10.0 5.2 10.8 6 50 3
3ZFKMO060-130-06 ° 6.0 s 820 13.0 - - 6 50 3
3ZFKM070-160-08 (8 | © 7.0 0 820 16.0 7.2 17.3 8 60 3
3ZFKM080-190-08 ° 8.0 :8'882 19.0 - - 8 60 3
3ZFKM100-220-10 ° 10.0 :8'822 220 . ; 10 70 3
3ZFKM120-260-12 (%) | @ 12.0 o 26.0 - - 12 75 3
@ : 1Z#ETTJE Standard Stock
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.9:5 yﬁﬁ“@iﬁﬂul Slotting of Titanium Alloy
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Spindle Revolution

ﬁiﬁitﬂB Competitor Coating B:N=1 300min’!

%D Feed Rate

Vf=460mm/min
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t}JiAaf'% Depth of Cut

apxXae=2X10mm
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-Better surface finish and longer tool life with
3ZFK.

-Compared to competitor’s coated products, the
37FK has a 1.4 times as much tool life.

-3ZFK prevents burr formation due to sharp cutting edge.
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Cutting edge after 35 passes
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Competitor Coating B
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.Eﬁtﬂ ﬁ“%{fl: Recommended Milling Conditions

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

TR thHl+2 V5492 (apxae) (mm) 54ZDc(mm) 03 | 04 | 05 | 06 | o7 | 28 | 010 | 812
Application Material Depth of Cut Outside Dia.
_ EIEEE(min™)  143800|10,700| 8,800 | 7,500 | 6,600 | 6,000 | 4,800 | 4,000
Spindle Revolution
93-#947 Short =
_— 1.2D6x0.30¢ S’F?Elg 850 | 950 | 1,100 | 1,200 | 1,100 | 1,000 | 910 | 850
SA5C STATLSLT weam|
.5Dcx0.3Dc ix
Garbon stet T P%f:"—:ﬂﬂnlg 180 | 170 | 170 | 170 | 160 | 150 | 120 | 100
Feed Rae
1Dc '§Z{F£ 570 | 650 | 700 | 730 | 750 | 780 | 800 | 750
EEEE(min')  140600| 9,300 | 8,300 | 7,400 | 6,500 | 6,000 | 4,700 | 3,500
BT Spindle Revolution
Shouldering
23— 4 7 sn =
P 1.2D6x0.3D¢ JRMT | 700 | 780 | 900 | 980 | 900 | 850 | 750 | 700
SC'\I:I/l S‘|'\|CM =547 LI AT Medium
%I All(;y steel 1.5Dcx0.3Dc i—D W:;HI]I
(mm/min) | FEBL | 120 | 120 | 130 | 140 | 130 | 130 | 120 | 100
0.5Dc '§7{F:E 500 | 540 | 570 | 590 | 610 | 600 | 580 | 500
_ EIERE (min™) | 5500 | 4,000 | 3,200 | 2,600 | 2,300 | 2,000 | 1,600 | 1,400
Spindle Revolution
:73—#9'(7 Short ’EHHI
TUN—RVSE | 1.2Dex0.3006 JRIT | 440 | 440 | 490 | 490 | 490 | 440 | 400 | 370
NAK! E?»f?b@’fj Medium
30~45HRC | 1.5Dcx0.3Dc T
Pre-hardened steel (mm/min) K- 90 110 110 130 110 100 80 70
5§7J[JI Feed Rate Plunge milling
Plunge milling J§ * Slotting
0.5Dc %Z{Pf 200 | 270 | 270 | 320 | 330 | 330 | 230 | 200
_ BIERE (min') | 3300 | 2500 | 2,000 | 1,700 | 1,400 | 1,300 | 1,100 | 900
BT Spindle Revolution
Shouldering
93—#947 Short =
: BT
25vLz | _1-2Dex020c JRMLT | 280 | 270 | 330 | 340 | 330 | 330 | 360 | 320
sSUS304 SEF4T LA T Medium
Stainless steel 1.5Dcx0.2Dc i et
. xt_ﬂl]I
: (mm/min) | REMI | 20 | 30 | 40 | 40 | 40 | 30 | 20 | 20
Feedae | PE TS
Iﬁ 0.5Dc BML | 410 | 110 | 130 | 140 | 130 | 130 | 120 | 120
s otting
% EIEEE(min') | 3300 | 2,500 | 2,000 | 1,700 | 1,400 | 1,300 | 1,100 | 900
= Spindle Revolution
Shouldering
93—#947 Short =
1.2D6x0.2D¢ f”fﬂlg 280 | 270 | 330 | 340 | 330 | 330 | 350 | 320
?gy‘é:]ﬁ Ei‘l{fg’DL\g‘OngMcdlum *D
itanium Alloy . cX0. [o} i_
(i) P?'f:'—:ﬂ”“Ig 20 | 30 | 40 | 40 | 40 | 30 | 20 | 20
Feed Rae
0.5Dc '§£F§£ 110 | 110 | 130 | 140 | 130 | 130 | 120 | 120

SAMOMITIZT 7 TO—DOER%EHELIZ, Compressed air is recommended for machining steel.

'Z;‘?VX&E\ }7?’3@@73”1@ﬁ(:‘i?}(,@ﬁﬂ]ﬁ”/ﬁo)fﬁﬁﬁ ’&?&é&o Water soluble coolant is recommended for machining stainless steel and titanium alloy.

FEMAIME S >TYHAA B IZFHTEL TLEEU, Adjust depth of cut (ap) to suit machine rigidity
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