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E-VMSS-AE-VMS

EVS

EHU% Positive Rake Angle
PEARLIRIBE S

Reduces cutting force

E“‘Hﬁ High Rigidity
MIBENRES

Improves milling accuracy
%‘T’ﬂi@gﬁzﬁ New Flute Form

RIFHIHEBE

Facilitates excellent chip evacuation

ZRIET It |

The difference is clearly shown in the quality of slot milling!

EYPROHIIER , XEREINTHIIELA.

There are hardly any burrs generated during slot milling, which is a proof of stable milling.

HEME | TIBIEDASEINTIARE , BrEERl. AE-VMSEEEL]
HFREZ910mm BSR4 ER] , SSIRERIINT.

Poor chip evacuation and excessive cutting force are the main causes of unstable milling, which leads to the
generation of burrs. The AE-VMS is able to achieve stable performance with minimal burrs even in slot milling at
a depth of 10mm.

Competitor

fERTE AEVMS 010 ‘ HpATER 010
Tool Competitor
NItk

Work Material SUs316

TIHERE . .

Cutting S?eed 69m/min (2,200min")

BEEER 350mm/min (0.04mm/t)

HIRHF KB HELIE

Coolant Water-Soluble

EFAHR STRIAT AN HSKE3 )

Machine Vertical Machining Center

EJ.EJ.EIEH;'.E 35cm3/min ‘ 17.5cm3/min
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1EE BE. jj Low Cutting Force

- SEFIMURAIIERIAR IR , AILAREEYIHIRE ]
- T BRI SHEBMRIFEL OB . TLASCERSENNT |, FHPHIERIAE.

- Sharp positive rake angle reduces cutting force.

- New flute form with high tool rigidity and excellent chip evacuation properties enables stable milling and the suppression of burrs.

S5HttaRERE © e BARLA10% | mum

o, B 10% ) g -

ﬁu BH jj ;R 800

10% lower cutting force versus the
competitors

5 SEEEEEREEEEE EEREERLERD

400 -~

200f--

Cutting Resistance 3;

0

AE-VMS ¢ 10 BT~ 5 @ 10 Competitor

HDBUHRES]  suppression of vibration

=p2)

Resultant

REAREFDE. AFSERT , TLUSSHRE | S89I0L.

Unequal spacing of teeth and variable-lead geometry enables stable and high efficiency milling

TRESF2 Variable Leads A& 455> E| Unequal Spacing Teeth

. ot Surface
o0 Qys
Y
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DUARISE i&Z2 DUARISE Coating

EEE. MERE. SRS
MRNESSREWRLIE NS
ROUEHE,

Provides excellent lubricity, superior
friction-resistance and high oxidation temperature.
Multi-layer construction minimizes the thermal
cracks that often occurred while using water-
soluble oil.

MERLE

Adhesion Reinforcing Layer

E5ZEE
Multi-Layer Construction

RBEREHT 7 FREA LIRS
INTEEE

Smoothing surface coating treatment made
an excellent quality of surface finishing.

L\J\EF% Conventional
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DDI%&GE Cutting Data

1B A 3%

PR LD RIRAE AT LA BB R

i ) Suppression of cutting heat generation minimizes tool wear
Suppression of Heat Generation

(mm) 0.1
FRIR A
Tool AEVMS  ¢6 0.09
MTAE g 0%
Work Material SCMa40 % 0.07
7% s 006 [
Milling Method Side Milling Z 005
IHEERE : . - 0.04
Cutting Sxpeed 140m/min (7,500min™) § 003
BHORE 1,800mm/min (0.06mm/t) 002
—— 0.01
Elgfifcm dp=9mm ade=1.2mm 0 = L L L L L L L
0 11.2 224 448 89.6 1344 156.8 179.2
IRIEH 5% HIHHEE Millng Length (m
Coolant Alr Blow ——AEVMS —— EftiATF=RA B AT B
(SRR TN Ay ( BT40) Competitor Competitor
Machine Vertical Machining Center
/|
}JHI1 1 .Zm HT_I-E{J}JDIE*HJE Surface roughness after milling 11.2m
A= . A= .
AE-VMS (Ra : 0.6377pum) Ecﬂh\ =@ A (Ra : 1.0747pum) EAtAT™5 B (Ra : 1.2304pum)
ompetitor Competitor
(um) (um) (um)
i3 33 i¥
e/ L 1 : A N (X X = y oy
a3 41 4t =
L] 1.0 Lo 1 ] 1.00 L 10 | 1w FA- ] 10
(mm) (mm) (mm)
DDI1 568m EE{J%?L‘,C\ Tool condition after milling 156.8m
TIERE EHIRE
Cutting Chips Wear Comparison of the Cutting Edge
] /
l;" BeE
#3500 °C FEaO
\ Brown No Cutting Edge Recession
about 500C
Tmm
HftrA TR A =8
Competitor é"] 600 °C ﬁ;&l:lj(
Purple Excessive Cutting Edge Recession
about 600C
Tmm
w
Hfth/A8)F~mB =)
Competitor #7700 °C RO/
Blue Minimal Cutting Edge Recession
about 700C
Tmm




%EBDI BEFEREHEINTHEREEERNEIR , A ASEEHR Normal wear with no chipping even in slot milling 2=
Stable Performance 55 ©
TE
il
(MM) Q.16 [ 7777 mr=rrmmme s rrrr s r o s
fEHTA AEVMS 010
ool P07 O SO
InTatet
Work Material SUS304 % 0.12
MI7% £t g 010
Milling Method Slot Milling g 0.08
DI - o N
Cutting ;eed 70m/min (2,250min™) § 0.06
s . 50.04
SRR 475mm/min (0.053mm/t) 8
0.02
Jg?aﬁr%fcm dp=10mm o —#
0 28 56 84 112 168 224 28 336 39.2 504 56
OB KA YIBHRBE milling Length (m)
Coolant Water-Soluble AE-VMS HATERA SR B
BRI 7N A ( BT40 ) Competitor Competitor
Machine Vertical Machining Center

QHEE]?J E"JJE‘?E%%} Wear comparison of the peripheral cutting edge

Bt F=mA 39.2m Ht/\ BB 22.4m

Competitor Competitor




}J [II%&TE Cutting Data

*l%\féj] DI ED{%%E%;E}JDI@,‘E‘EE%E}JDI Stable performance even in slotting

Stable Performance

(EETE (MIM) 0,14 777777777 T T T
Tool AE-VMS ¢6XR1
JinE ) i
NTA7H B
Work Material SuUs304 f!e 0.10
g .
NIrsE g 5
Milling I\I/lethod Slot?llilling %‘ 0.08
TIREERE ; - . 0.06
Cutting Speed 80m/min (4,200min™") 5
I £ 004
SRR 830mm/min (0.049mm/t) -
0.02
TIiRE
Depth of Cut dp=3mm 0
0 245 49 735 98 147 294 392 49 588 68.6
oI ] ABMETEE MRS witing Length (m)
Coolant Water-Soluble
—— AE-VMS BB~ 5
fEFAHNAR Eh=COnTHCy ( HSK63 ) Competitor
Machine Horizontal Machining Center
= ==
7][]1686“1 EE,‘J%'?F'\TEIR Wear comparison after milling 68.6m
SNET BN AR
Peripheral cutting edge Corner radius

AE-VMS Bsl g AE-VMS Bt
ST Competitor

High Efficiency

TR AE-VMS @10XR1 AT
Tool Competitor
InTHet

Work Material SCM440

NTAE%E i

Milling Method Slot Milling

Jggﬁ?ﬁ%}ieed 90m/min (2,900min"")

Eﬁiﬁ)ﬁ 660mm/min (0.057mm/t)

R

Delptﬁf Cut ap=10mm

HIRIH 7%

Coolant None

(EFEHAR SZRINT A HSK63 )

Machine Vertical Machining Center




K580

P

Long Tool Life

%P DUARISE & 28 EER

DUARISE coating enables consistent tool wear

fFAIR (mm) 0.12
Tool AE-VMS ¢6XR1
0.10

INIAARE
Work Material s50C E

B 08

5 g O

MI75% s =
Milling Method Side Milling =

E 0.06
FIRLEE ; . N
Cutting Speed 130m/min (6,900min") .
HAERE 1,970mm/min (0.071mm/t) g

0.02
PR
Eﬂgt:riilfcm dp=9mm de=1.2mm 0
0 35 7 14 56
TIEIE 54 HIBIHE BE Milling Length
Coolant Air Blow
—— AE-VMS Hitt A8~ m
BRI SZEINTHCN ( BT40) Competitor
Machine Vertical Machining Center
===
HDI1 96 m Ej’ﬂg%ﬂ‘l\'rg /E, Wear comparison after milling 196m
TINIBEER BI7]E
Cutting edge Rake face
TG it AT AT AT
Competitor Competitor

Ny =k =
I*’EE*E}JDI %}Eé}‘( , EHE’\J}JHI@ Great surface finish with no chattering

Deep Side Milling

140

ERETER

Tool AE-VMSS ¢6X30
INIAARE

Work Material s50C

INII5E i

Milling Method Side Milling

FIRLEE : .
Cutting Speed 105m/min (5,570min"")
HARE 1,660mm/min (0.074mm/t)
gﬁ%m ap=9mm (1.5D) @e=0.12mm (0.02D)
BRKE

Overhang Length 5D

HIHIH IKAHELIE R
Coolant Water-Soluble
{SEFAH STRIAT G ( HSK32 )
Machine Vertical Machining Center
BTIREL

Step I,=eed 3E|(27mm )

misE

Fallen Amount T1um
Zero Cutfg After Zero-cut
s S5um AT
Fallen Amount under 5um
INTERE 3umATF
Machining Gap under 3um
INIEEE .
Surface Roughness Ra:0.8866Lm

(pm)

20
00/ b

-20

DI LE#EE (Ra: 0.8866um)

Surface Roughness

3.00
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Eﬁ [ | ﬁm% Eﬁy]ﬂ Anti-Vibration Stub Carbide End Mill

[ ] MEII] AN | SPEED
A E -V M S S CARBIDE - pyppise T 37-40 ppa

0~-0.02

Typel
15°
NN g % T S -8
o L |
Type2
NN 2 i BN 1 4
- e | ] J
:F%gg squareType BAfZ:mm Unit:mm
RS ‘ CIES 2K A iz Ak J=c
EDP No. Dc L [} Ds Type Stock

8556410 1 40 1.5 4 1

8556415 1.5 40 2.3 4 1

8556420 2 40 3 4 1

8556425 2.5 40 3.8 4 1

8556430 3 45 4.5 6 1

8556435 3.5 45 53 6 1

8556440 4 45 6 6 1

8556445 4.5 45 6.8 6 1

8556450 5 45 7.5 6 1

8556455 5.5 45 8.3 6 1

8556460 6 45 9 6 2

8556465 6.5 60 9.8 8 1 O

8556470 7 60 10.5 8 1

8556475 7.5 60 11.3 8 1

8556480 8 60 12 8 2

8556485 8.5 70 12.8 10 1

8556490 9 70 13.5 10 1

8556495 9.5 70 14.3 10 1

8556500 10 70 15 10 2

8556505 10.5 75 15.8 12 1

8556510 11 75 16.5 12 1

8556515 11.5 75 17.3 12 1

8556520 12 75 18 12 2

- FRICIRBEIE S P10 - See p.10 for explanation of icons.



] M0 AN | SPEED
CARBIDE - puapise AT 37-40  pyg
0~-0.02
Type3
a
AS)
C - g s 15
b.,‘h y AS) S
e
2>
L
- Zﬁ IJ
-L(I*i tongNeckType EAf:mm Unit:mm
s SMEXIRIS 2K UALS e EES iZI EEfF
EDP No. Dcxe2 L £ Ds D1 Type Stock
8556618 6 X 18 60 9 6 5.8 3
8556630 6 X 30 70 9 6 5.8 3
8556724 8 X 24 70 12 8 7.7 3
8556740 8 X 40 80 12 8 7.7 3 o
8556830 10 X 30 80 15 10 9.7 3
8556850 10 X 50 100 15 10 9.7 3
8556936 12 X 36 90 18 12 11.7 3
8556960 12 X 60 110 18 12 1.7 3
an*j*sl-XjF_\.Zie Applicable Work Materials
—RIERN | 62N - &% Sl
BEN | TEN TREEN - PEKH TEE | B% | WAS | \BAe | %A | mhAs
Mild Steel Alloy Steel Hardened Steel Stainless Steel CastIron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB
AE-VMSS (@) O O O ©)

. *Z]_T\La*qlﬁ Guide for Icons
n *ZE Tool Materials %ﬁﬁ% Helix Angle

BN R

37°-40° Helix angle of flute for end mills

%E%E Surface Treatment

=k
RBIDE RS
CARBID! Tungsten Carbide

BN DUARISE &2
DUARISE  DUARISE Coating

m Rﬁ—@% Tolerance of Radius ’;"I*@E]’\Ji?ﬁ% Tolerance for milling diameter E ?&ﬁﬁn*ﬁ Shrink

R
@ ETEEIAIN R AR FTGIIHME L St S e AL
+0.02 Identifies the tolerance of the radius for end mills Tolerance for milling diameter FIT Suitable for the shrink holder system

8



Eﬁ n ﬁm% Ey]ﬂ Anti-Vibration Short Carbide End Mill

AE-VMS

- 8

g

:F%gg Square Type

P

[— Sl S S )
FEED
CARBIDE DUARISE T o P15
0~-0.02
15°
{1 l_s
AS)

Bf7:mm  Unit:mm

AR ‘ HME 2K K s AR Et7
EDP No. Dc L [} Ds Type Stock
8555830 3 60 8 6 1
8555840 4 60 11 6 1
8555850 5 60 13 6 1
8555860 6 60 13 6 2
8555880 8 70 19 8 2
8555900 10 80 22 10 2 ©
8555920 12 920 26 12 2
8555960 16 100 32 16 2
8556000 20 110 40 20 2
8556010 25 120 50 25 2
- tRICIRBEIBE S P10 - See p.10 for explanation of icons.
INTAFEIRGRIZR Applicable Work Materials
TRV O
Cabon el Toolsee
~ 40HRC | ~ 45HRC | ~ 55HRC = 200HB ~ 350HB
FrE o © © o o
AEVMS mISE | o o o | o o o




I & T AN | SPEED
CARBIDE 11 bic i‘?oz HT 3740 ;Efg
0~-0.02
Typel
r
R y 15 _
S ) oy E—— T3
)
L |
Type2
r
R N -
. ) € \ n
e 8 R e —— ]-4
L e ]
L

gﬂx%ﬂ 7] Radius Type

Bf7:mm Unit:mm

wEe ‘ HMEBRER 2K K 1wz Aok =253
EDP No. Dexr L ) Ds Type Stock
8556050 3 X R0.2
8556060 3 X RO.5 60 8 6 1
8556070 4 X RO.2
8556080 4 X RO.5 60 11 6 1
8556090 4 X R1
8556100 5 X R0.2
8556110 5 X RO0.5 60 13 6 1
8556120 5 X R1
8556130 6 X RO.3
8556140 6 X RO.5 60 13 6 2
8556150 6 X R1
8556160 8 X RO0.3
8556170 8 X RO0.5
8556180 8 X R1 70 19 8 2 O
8556190 8 X R1.5
8556200 8 X R2
8556210 10 X RO0.3
8556220 10 X RO0.5
8556230 10 X R1
8556240 10 X R1.5 80 22 10 2
8556250 10 X R2
8556260 10 X R3
8556270 12 X RO0.5
8556280 12 X R1
8556290 12 X R1.5 90 26 12 2
8556300 12 X R2
8556310 12 X R3
- FRICIRBEIBESFE P10 - See p.10 for explanation of icons.
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A E'VM SS tﬂﬁ“%{%}ﬁ% Cutting Condition

$%ﬂ Square Type

*E%T: Slot Milling

L —RRASISFE - BREREW - SRR a2 - a2 TEHK FOASEER) - EE KN N
DDIM’*# Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
[
cﬂﬁﬁ%a 100 (80-120) 90 (70-110) 80 (60-100) 70 (50-80)
(m/min)
EINES HHEEHRE R BHARE iR HHEEHRE IR BHAEE
Mill Dia. Feed Speed Feed Speed Feed Speed Feed
(mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
1 28,700 570 25,500 460 22,300 360 19,100 340
1.5 19,100 610 17,000 480 14,900 420 12,700 360
2 14,300 630 12,700 510 11,100 440 9,600 380
2.5 11,500 780 10,200 570 8,900 460 7,600 430
3 10,600 930 9,600 690 8,500 510 7,400 470
4 8,000 960 7,200 720 6,400 510 5,600 490
5 6,400 1,020 5,700 800 5,100 610 4,500 560
6 5,300 1,060 4,800 900 4,200 670 3,700 370
8 4,000 910 3,600 720 3,200 640 2,800 370
10 3,200 840 2,900 700 2,500 550 2,200 350
12 2,700 810 2,400 670 2,100 550 1,900 330
Dc ap
SR ap
D:ﬂ;ﬁ%m o Dc=6 0.5D
Dc>6 1D
MIE5% side milling
» —RRANSFA - AR - F5Ek ael - a2 TEN FOmsEER) - EEK AN RN
tﬂﬁ[ﬂ‘jﬁ Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
o
cﬁgﬁjﬁga 130 (100-150) 120 (100-150) 100 (80-120) 80 (60-100)
m/min
X ES BHERIRE iR BHRIRE BHERIRE IR BHRIRE
Mill Dia. Feed Speed Feed Feed Speed Feed
(mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
1 38,200 840 28,700 690 25,500 510 22,300 450
1.5 25,500 920 21,200 760 17,000 540 14,900 460
2 19,900 1,430 17,500 840 14,300 630 11,100 470
2.5 15,900 1,590 14,000 900 11,500 690 8,900 480
3 13,800 1,660 12,700 1,070 10,600 760 8,000 480
4 10,400 1,830 9,600 1,150 8,000 800 6,000 530
5 8,300 1,990 7,600 1,220 6,400 900 4,800 560
6 6,900 2,070 6,400 1,540 5,300 1,060 4,200 640
8 5,200 1,770 4,800 1,540 4,000 1,040 3,200 610
10 4,100 1,640 3,800 1,370 3,200 900 2,500 580
12 3,500 1,400 3,200 1,280 2,700 760 2,100 530
IS ap 2
Depth of Cut 1.5D 0.2D

1. ERRESEANTNEEGEER TRIEE.

1. The above milling condition is a guideline for the overhang length is 3X D.

2. 5ERERIM, SEEAN. TR,

3. R E B EEHIEERPRETEHA. ERIETAR0E, H
BIRIMEE (o FRIEI M TR . A TR ERDREE,

A RTERINIAR, BRARIEEDRHH,

5 FRMIERT, AT NERIERE, BSERSERETR.

6. AN R, HEFEAKIEETIRH.

7. NIEEEERNERT, BES AR, HeRERTTRE.

8. BERKMNERT, i55% " iRIESMEXRNAIEIREREMGE" B
BREENHLERE, (SRP14)

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. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.14).

s



'&ﬁﬂ Long Neck Type

mu%‘lﬁ Side Milling g
L RIS - BRI - STk a2l - a2 TEN FOASEER) - EE KA T g
)JDI*Z"*—I— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel =1
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
R (~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YRR
Gl 105 (80-120) 95 (70-110) 70 (50-90) 60 (40-80)
(m/min)
Gz HEEHRE iR BHESIERE R HEEHRE iR BHEHRE
Mill Dia. Feed Speed Feed Speed Feed Speed Feed
(mm) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 5,520 1,660 5,120 1,230 3,710 740 2,940 450
8 4,160 1,420 3,840 1,230 2,800 730 2,240 430
10 3,280 1,310 3,040 1,100 2,240 630 1,750 410
12 2,800 1,120 2,560 1,020 1,890 530 1,470 370
RE ap e
Depth of Cut 1.5D 0.02D
1. BEEREERIY, SEERTN. 7R, 1. Use arigid and precise machine and holder.
2. iR R EEHIREA R ETT E L. BRIE TSRS, U 2.The rotational speed is calculated by the median of the recommended cutting
MRS E BRI TR, HERENEE, speed. Adjustment may be necessary depending on the rigidity of the workpiece
3. ATERINTR, BERAREE A0, fixture and machine.
4. FHINIERT, AT RERITIEEE , BERSBRETRE. 3. Please use a suitable fluid with high smoke retardant properties.
5. REBIINIH, KA METIER5, 4. During dry (no fluid) milling, please use air blow to remove disposable chips from
6. WINTHEEEEKRNERT, HEL NERE, HERERIDRE, the milling area and to eliminate chip packing.

5. Please use water-soluble coolant when machining stainless steel.
6. Reduce speed and feed as well as depth of cut when high precision is required.

*E}E%@%’E{{E’Jt}] ﬁﬂ?—j&#ﬁ%{ﬁ{ﬁ( Dc = (.p6 ) Fix Rate for Cutting Condition
—RRADIEFRN - PREW - F5EK = == FREES - FRKEN TN

InITAA%t Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel

Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)

iR BHAEE iR BHEEERE IR BHARE R HEEHRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)

s 70% 70% 60%
Slot Milling 60% 60% 50%
st 90% 80% 70%
Side Milling 80% 70% 70%

posid ®




A E'VM S ﬂ]ﬁ“%{q:g&% Cutting Condition

SIZ%&J 5q

*E%T: Slot Milling

uare Type

L TPRESISFEX - BREREN - SRR a2 - a2 TEHK FOASEER) - EE KN N
INITrA%l Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
] (~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
IR
Cutting Speed 100 (80-120) 90 (70-110) 80 (60-100) 70 (50-80)
(m/min)
5ME itiE A 18 A iiE A e Wi
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 930 9,600 690 8,500 510 7,400 470
4 8,000 960 7,200 720 6,400 510 5,600 490
5 6,400 1,020 5,700 800 5,100 610 4,500 560
6 5,300 1,060 4,800 900 4,200 670 3,700 370
8 4,000 910 3,600 720 3,200 640 2,800 370
10 3,200 840 2,900 700 2,500 550 2,200 350
12 2,700 810 2,400 670 2,100 550 1,900 330
16 2,000 600 1,800 500 1,600 420 1,200 310
20 1,600 480 1,400 390 1,300 340 900 250
25 1,300 390 1,100 310 1,000 260 600 170
A Dc ap
VIiRE ___a
Dept£1 of Cut 1D Dc=6 0.5D
—_— Dc>6 1D
MIE5% side milling
L TRRASISFR - BREREN - F5Ek ael - a2 TEN FOmsEER) - EEK AN RN
D[IIML?H- Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
] (~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIHERE
Cutting Sp;d 130 (100-150) 120 (100-150) 100 (80-120) 80 (60-100)
(m/min)
CINES =31 BHERIRE iR BHRERE BHERIRE IR BHRIRE
Mill Dia. Speed Feed Speed Feed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
3 13,800 1,660 12,700 1,070 10,600 760 8,000 480
4 10,400 1,830 9,600 1,150 8,000 800 6,000 530
5 8,300 1,990 7,600 1,220 6,400 900 4,800 560
6 6,900 2,070 6,400 1,540 5,300 1,060 4,200 640
8 5,200 1,770 4,800 1,540 4,000 1,040 3,200 610
10 4,100 1,640 3,800 1,370 3,200 900 2,500 580
12 3,500 1,400 3,200 1,280 2,700 760 2,100 530
16 2,600 1,250 2,400 1,060 2,000 640 1,400 450
20 2,100 1,010 1,900 840 1,600 510 1,100 370
25 1,700 820 1,500 660 1,300 420 900 310
IR % ae
Depth of Cut 1.5D 0.2D

1. ERRERMANTNEREGEER TRIHE.

2. 5ERERIM , SEEAIN. TR,

3. R R B EEHIEENPRMETEHR. SRIE RSN, MM
BRI S ERER TR, HEEREREEE,

A RTERNIIMR, BRARIEEDRS.

5. FXIMIHERT, AT NEMTIBEE, BERSERETR.

6. AN, HEF KIS TIEH.

7. IMTREEEERIERT, BIEY AR, #aEERDRE.

8. BERKMBERT, 5% " RIESMETNAIIEISRERRMGE"FH
BEERNHERE. (ESHRPI16)

1. The above milling condition is a guideline for the overhang length is 3X D.

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. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.16).

s



m%i‘l Radius Type

*E%?E, Slot Milling

L TPRESISFE - BREREN - Bk a2l - a2 TEN FOASEE) - KA N
InITAA%t Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
B
Cutting Sp;d 100 (80-120) 90 (70-110) 80 (60-100) 70 (50-80)
(m/min)
HME 1% A ik AR iiE A iiE MR
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 790 9,600 590 8,500 410 7,400 380
4 8,000 820 7,200 610 6,400 410 5,600 390
5 6,400 870 5,700 680 5,100 490 4,500 450
6 5,300 1,010 4,800 860 4,200 600 3,700 330
8 4,000 870 3,600 680 3,200 580 2,800 330
10 3,200 800 2,900 660 2,500 500 2,200 320
12 2,700 770 2,400 640 2,100 490 1,900 300
Dc ap
IRE ap
Dept;\ of Cut 1D Dc=6 05D
Dc>6 1D
mu%’ﬁ Side Milling
L TPRESISFE - BREREN - BREK a2l - A TEN FOASEER) - B KA T
DDIWI*—I— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
I (~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIHERRE
Cutting Sp;d 130 (100-150) 120 (100-150) 100 (80-120) 80 (60-100)
(m/min)
MZ L=9E BHAIERE HEIR BHAIERE L:9E BHRIRE HEIR BHRIRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 13,800 1,410 12,700 910 10,600 610 8,000 380
4 10,400 1,560 9,600 980 8,000 640 6,000 480
5 8,300 1,690 7,600 1,030 6,400 720 4,800 450
6 6,900 1,970 6,400 1,460 5,300 950 4,200 570
8 5,200 1,680 4,800 1,460 4,000 940 3,200 550
10 4,100 1,560 3,800 1,300 3,200 810 2,500 520
12 3,500 1,330 3,200 1,220 2,700 680 2,100 480
iRE ap ade
Depth of Cut 1.5D 0.2D

1. EREAERSMATIERGEER THMHE.
2. BEEAENIE, SRR, T3,

3. R E RN EEEIRERNTRETEHA. ERETAH0RED, T

RIS ERBERB TR, HHAREREE,
4. ATERINTAH, ERAREEDR90.

5 FHIMIERT, AT RERTIERE , iSERASRRETR.

1. The above milling condition is a guideline for the overhang length is 3X D.

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.

w
-
=
o
w
=
o
=
—~

6. AEIMIN L, HEEFERKIE M IEHH.

7. XINTHEEEERNBERT, BEY TEKE, #RRERDRE.

8. BMRIKHBERT, 55% " RIESMEBTWAIIHIRMBEEME " KE
BEENHGERE, (BERTER)

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. Adjust the speed and feed accordingly when the overhang length is longer than
specified (see table below).

*E;E%{EFEQ{{,E@UJ ﬁU%{#ﬁ%{E{E( Dc > (p6 ) Fix Rate for Cutting Condition

L —PRASER - IR - ik = Ak FIAGEEN) - JEEKEN TN
DDIW_HLI- Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
EEIR BHESIERE HEIR BHRIEE IR HEEHRE L% BHAIERE
Speed Feed Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
T 70% 70% 60%
Slot Milling 60% 60% 50%
sk 90% 80% 70%
Side Milling 80% 70% 70%

8



AE-VML

B R4

Ultimate Side Milling Efficiency

=P R EN I

E mu 'IJ:'E High Rigidity

KB, TSRS T
High-speed side milling is made possible by the large thick core design

NN REFRSERWRIHERIRLT , FTERIMES , BrLE0
TRt

The web taper geometry, where the

thickness of core changes from the
cutting edge to the shank, greatly
improves tool rigidity, thereby

prevents the machining surface from
tilting

*ﬂgﬁﬁ% High Helix

AIRREIEIES . RENT

Reduces cutting force to enable stable milling

BETEIRTT MR

Suppression of chattering by the microrelief geometry

H &SI L HE

Excellent surface finish!

—‘

-

LB

EFEIE‘ AE-VML ¢12X38
ool

NI

Work Material NAK80(40HRC)
IR ) —
Cutting S?eed 195m/min (5,175min")
%idgﬁg 600mm/min (0.03mm/t)
R

De;)th of Cut dp=36mm de=0.3mm
{SEFEAAR IRINTHO
Machine Vertical Machining Center
EEERE _ -
Surface Roughness Ra=0.09um Rz=0.55um

8



HPBITRTA  suppression of vibration

RAFTESE. AF0E. BETER

it ALASCHRE. SRR T

The combination of variable lead, unequal spacing teeth and microrelief geometry contributes to stable and high

efficiency milling performance.

TREEF2 Variable Leads

A& 2 Unequal Spacing Teeth

FEZHE Microrelief

B1¥p2

BIEEEE RINTBER) , BEEAMAISHEINT

Chattering is greatly suppressed even during high-speed, high-depth milling, resulting in unrivaled high efficiency performance.

(m/min) 200
180
160

7 140
A
B 120
E
- 100
& 80
g
£ 60
o
40
20
%, 07 08 09

PIiRE ae

DUARISE i&E

Depth of Cut

DUARISE Coating

AE-VML $10%40
B 2 AEF R A
0 Bt AE)F B
Bith A B C

(ap) 40mm

InI#F#E S50C

AT, MR, SRS
RIS G S EERILAARENHIZ
SUCHE.

Provides excellent lubricity, superior

friction-resistance and high oxidation temperature.

Multi-layer construction minimizes the thermal
cracks that often occurred while using water-
soluble oil.

REREHT T FRLEATLURS

INTERE

Smoothing surface coating treatment made
an excellent quality of surface finishing.

SAZEE

Multi-Layer Construction

MERLE

Adhesion Reinforcing Layer

LAE7Z 5 Conventional

e 3 R




num Cutting Data

BIfELIEREAD thagiaEn T

St el Stable performance even at 4D depth of cut

FREN T

FERATE

Tool AE-VML ¢10%X40
InIAzE

Work Material 550C

nIrAxE gt

Milling Method Side Milling
TIRIERE ; .
Cutting Speed 130m/min (4,200min™")
HARE 1,200mm/min (0.07mm/t)
ngﬁfﬁf i ap=40mm 2e=0.5mm
=l i

Coolant Air Blow
EFRH ErECIN TG ( HSKE3 )
Machine Horizontal Machining Center

QHEIJ H"J%Lﬁ%%ﬁ Wear comparison of the peripheral cutting edge

Hthb/NE775R A 185m  Competitor

(mm) 0.14

0.12

o
=
o

0.08

RIS IRHEH RN

0.06

Flank Wear

0.04

0.02

0 7 31 63 80 97 1 125 141 169 185
HJBEIHEE Milling Length (m)

——AE-VML —— HthAET~mA Hith/ 5B

Competitor Competitor

Hth/NEF=ER B 97m  Competitor

K00

Long Tool Life

KRFIDUARISEIRER |, BMEERKBMEIRIEIEEERE I EERE

DUARISE coating greatly reduces tool wear progression even with the use of water-soluble coolant.

FERIR

Tool AE-VML ¢10X31
INTaAkt

Work Material SCM440(30HRC)
INIL75E ige

Milling Method Side Milling
Eﬂuﬁ?r%%eed 180m/min (5,700min™)
Eﬁﬁg 1,400mm/min (0.06mm/t)
Ejeﬁ'f%fcm ap=25mm ae=Tmm
P IKB DB
Coolant Water-Soluble
(EFEHA SZEUINT A ( BT40)
Machine Vertical Machining Center

9"%9] E’\Jjﬁﬁ%%ﬁ Wear comparison of the peripheral cutting edge

LT

(mm) .14
0.12
0.10

0.08

pritsisia= il

0.06

Flank Wear

0.04

0.02

0

. L L L L L L L L L
0 8.4 168 336 504 672 1008 1344 151.2 168
IHHE Milling Length (m)
—— AE-VML —— HfbAFFRA HtbAB™=mB
Competitor Competitor

fa A 134.4m Competitor

HAth/\E7 52 B 134.4mCompetitor




Eﬁéﬁﬁﬁ%ﬂ -&mﬂ Anti-Vibration long Carbide End Mill m
_— B AN | SEEED
AE-VML

0~-0.02

S e T S

@Ds

K S A

S'Z%gg %'ED Square Type

Bfii:mm Unit:mm

R ‘ SMEXTIR 2K s L/D &
EDP No. Dexe L Ds Stock

8556320 6 X 19 70 6 3

8556328 6 X 24 70 6 4

8556322 8 X 25 80 8 3

8556330 8 X 32 90 8 4

8556324 10 X 31 90 10 3 ©

8556332 10 X 40 100 10 4

8556326 12 X 38 100 12 3

8556334 12 X 48 110 12 4

- FRiciRBEiEZE P10 - See p.10 for explanation of icons.

HDIM*#X{UL\'Z%% Applicable Work Materials

—RIGERN - | G2 - A% sxvle
BN Tam e A | #% | @A | HAe | #Ae | Whas
Mild Steel Alloy Steel Hardened Steel Stainless Steel Cast Iron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel
~ 40HRC |~ 45HRC|~ 55HRC| = 200HB ~ 350HB
AE-VML O © @) (@) @) @)




A E'VM L Wﬁuﬂ%ﬁ% Cutting Condition

ﬁ;ﬁm% w'&3D Standard Side Milling 3D

t}]ﬁ_ﬁ% de=0.05D Depth of Cut

L TPRESISFEX - BREREN - SRR a2 - a2 TR FOASEER) - EEK AN TN
DDIM'H— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIEEE
Cutting Sp;d 160 (140-180) 150 (130-170) 140 (120-160) 125 (100-140)
(m/min)
IR ES iR BHEHRE L% BHRIEE =31 BHEEHRE L:9E BHRIEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 8,500 2,480 8,000 2,180 7,400 2,010 6,600 1,660
8 6,400 1,870 6,000 1,630 5,600 1,520 5,000 1,260
10 5,100 1,730 4,800 1,440 4,500 1,350 4,000 1,120
12 4,200 1,430 4,000 1,200 3,700 1,110 3,300 920
RS ap ae
Depth of Cut 3D <0.05D
1. EEASRIME, SREERTR. 1. 1. Use arigid and precise machine and holder.

2. R BT EETRERERNPRETEL, BRETEHNEED, 1 2.The rotational speed is calculated by the median of the recommended cutting
HIRIMES BN TR, R ERIRE, speed. Adjustment may be necessary depending on the rigidity of the workpiece
3. ATERINTATE, ERAREEDAHER. fixture and machine.
4. FHIIERT, AT REKTIBIESE , BERSBRETRE. 3. Please use a suitable fluid with high smoke retardant properties.
5. RN, HEEFERKEETEIRA, 4. During dry (no fluid) milling, please use air blow to remove disposable chips from
the milling area and to eliminate chip packing.
5. Please use water-soluble coolant when machining stainless steel.




Eﬁgm% DJ'&3D High Efficiency Side Milling 3D

IEERMREEASESBEMNIHOMBNMEINR, RIEIOFEMER TRRME.

The chart below shows the milling condition with the use of a high-speed, high precision machining center, rigid holder and secure work fixture.

t)];;_‘ﬁ% ae=0.1D Depth of Cut

L TPRESISEFE - BREREN - Bk a2 - a2 TEN FORASEER) - EE KA T
j]l]Iﬂ‘Z)H— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIHERE
Cutting szd 220 (200-240) 170 (150-190) 135 (110-150) 130 (110-150)
(m/min)
|~
Gz R BHARE L9 BHRIEE R HEEHRE HEIR BHRIERE %
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) ﬂ
6 11,700 3,180 9,000 2,270 7,200 1,810 6,900 1,600
8 8,800 2,390 6,800 1,710 5,400 1,360 5,200 1,210
10 7,000 2,240 5,400 1,510 4,300 1,200 4,100 1,070
12 5,800 1,860 4,500 1,260 3,600 1,010 3,500 910
iRE ap de
Depth of Cut 3D 0.1D
t}];?ﬁ% dae=0.15D Depth of Cut
Ly TPREGIEFN - BREREN - Bk &= - a2 TEN FOeEER) - KA N
DDI*Z*—I— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIERE
Cutting Spid 140 (120-160) 100 (80-120) 90 (70-110) 85 (60-100)
(m/min)
oMz R BHEEHRE IR BHARE LT HEEHRE =31 BHEEIRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 7,400 1,860 5,600 1,300 4,800 1,110 4,500 950
8 5,600 1,410 4,200 970 3,600 840 3,400 720
10 4,500 1,350 3,300 860 2,900 750 2,700 650
12 3,700 1,110 2,800 730 2,400 620 2,300 550
iRE ap de
Depth of Cut 3D 0.15D
t}];?ﬁ% dae=0.2D Depth of Cut
L TPREGISEFEN - BREREN - Bk &2 - a2 TEN FOesEER) - KA N
HHI*ZHLI- Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIHLERE
Cutting Sp;d 100 (80-120) 80 (60-100) 70 (50-90) 65 (40-80)
(m/min)
Gz BHERIRE e BHAIRE BHERIRE BEIR BHEIRE
Mill Dia. Feed Speed Feed Feed Speed Feed
(mm) (mm/min) (min™) (mm/min) (mm/min) (min™) (mm/min)
6 5,300 1,230 4,200 890 3,700 780 3,500 670
8 4,000 930 3,200 680 2,800 590 2,600 500
10 3,200 900 2,500 600 2,200 530 2,100 460
12 2,700 760 2,100 500 1,900 460 1,700 370
iRE ap de
Depth of Cut 3D =0.2D

BXEREEER, B

25 P.21,

See p.21 for precaution for use.
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A E'VM L Wﬁuﬂ%ﬁ% Cutting Condition

ﬁ;ﬁm% w-&4D Standard Side Milling 4D

t}]ﬁ_ﬁ% de=0.05D Depth of Cut

L —PRHSERW - BRI - BHER ael - a2 TEIN FRAEH - ZEKEN B
DDIM'*—I— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
VIELERE
Cutting Sp;d 140 (120-160) 130 (110-150) 120 (100-140) 115 (90-130)
(m/min)
MR iR BHEIRE R BHEEE iR BHARE LT BHAEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 7,400 2,010 6,900 1,740 6,400 1,610 6,100 1,420
8 5,600 1,520 5,200 1,310 4,800 1,210 4,600 1,070
10 4,500 1,440 4,100 1,230 3,800 1,140 3,700 960
12 3,700 1,180 3,500 1,050 3,200 960 3,100 810
VIiRE ap Qe
Depth of Cut 4D <0.05D
1. EEASRIME, SREERTR. 1. 1. Use arigid and precise machine and holder.
2. R BT EETRERERNPRETEL, BRETEHNEED, 1 2.The rotational speed is calculated by the median of the recommended cutting
IR E ISR TR, H AR ENTREE, speed. Adjustment may be necessary depending on the rigidity of the workpiece
3. ATIERIN T, ERAREEDEHEF, fixture and machine.
4. FHIIERT, AT REKTIBIESE , BERSBRETRE. 3. Please use a suitable fluid with high smoke retardant properties.
5. RN, HEEFERKEETEIRA, 4. During dry (no fluid) milling, please use air blow to remove disposable chips from

the milling area and to eliminate chip packing.
5. Please use water-soluble coolant when machining stainless steel.




Eﬁgm% w.&4D High Efficiency Side Milling 4D

IEERMREEASESBEMNIHOMBNMEINR, RIEIOFEMER TRRME.

The chart below shows the milling condition with the use of a high-speed, high precision machining center, rigid holder and secure work fixture.

tﬂﬁ_‘ﬁ% ae=0.1D Depth of Cut

Lo TPRESISEFE - BREREN - BREK a2l - a2 TEN FOASEE) - KA N
j]l]Iﬂ‘ZHLI— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIHERRE
Cutting szd 200 (180-220) 160 (140-180) 130 (110-150) 125 (100-140)
(m/min)
EEIR BHEEHRE HEIR BHAIERE R HEEERE BEIR BHRIRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 10,600 2,670 8,500 1,970 6,900 1,600 6,600 1,400
8 8,000 2,020 6,400 1,480 5,200 1,210 5,000 1,060
10 6,400 1,920 5,100 1,330 4,100 1,070 4,000 960
12 5,300 1,590 4,200 1,090 3,500 910 3,300 790
iRE ap de
Depth of Cut 4D 0.1D
tﬂiﬂ'_é% de =0.15D Dpepthofcut
L TPRESISEFE - BREREN - BREK a2l - A TEMN FOASEER) - B KA T
HDI*ZH—I— Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel
Work Material SS400 - S55C - FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420
(~750N/mm?) (~30HRC) (30~45HRC) (=200HB)
YIHERRE
Cutting Sp;d 135 (110-150) 115 (100-140) 85 (60-100) 75 (50-90)
(m/min)
Mz IR HEEHRE IR BHAIERE R HESHRE IR BHRIRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 7,200 1,670 6,100 1,290 4,500 950 4,000 770
8 5,400 1,250 4,600 980 3,400 720 3,000 580
10 4,300 1,200 3,700 890 2,700 650 2,400 530
12 3,600 1,010 3,100 740 2,300 550 2,000 440
IRE ap ade
Depth of Cut 4D =0.15D

1. EEAERIY , SBERRM. TR,

2. R R BRI EEEIERENPRET B L. SRIETHARED, YU
HINIMESERER TR, HHRRERERE,

3. ATERINIAH, ERAREED 9T,

4. FHMIERT, HTNERTBESE, BERSeRERE.

5. REWMINTIH, #EEERKEETIELSE.

1. Use arigid and precise machine and holder.

2.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.

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

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

5. Please use water-soluble coolant when machining stainless steel.
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shaping your dreams

BXt#l (£ ) SBEIRARAA

0SG Corporation

BREH (EiE) A88

otk EEHRKTRIKTER1133S KTSREL HT10A1#10/21003-0755T

EHiE: 021-52552588; f&&: 021-58883300; #HR4m: 200051

BRLH (L) BB
HhE: TRTMES SR 1-28MAR1004=
FEiE: 0510-82739271; {€H: 0510-82739220; HB4R: 214074

BXEA (L) SEMESHT
ollk: SRS 37BEE18012=
F3i&: 0553-5868160; f€H: 0553-5868190;  HB4": 241000

BXEH (EH) BMESER
btk FN TR ER R 181 SERAE1511=
EEiE: 0512-62388327; {&HE: 0512-62388320; HB4m: 215028

B (L) FMLIERSSAT
ek HUHATLLREIS—ER66 5S4 03181703
FHiE: 0571-82757757; {&H: 0571-82757767; HB4wm: 311215

B (L) TSR
tphb: SRTHER X RE R 700 S RL ABARE207 2=
FHiE: 0574-88161548;  {&HE: 0574-88134670; H#B4H: 315199

BRLA (L) MDA
shk: N BRAXMAITEEE 57 SERFIFICAEAT7015
EHiE: 020-38210423;  {&EL: 020-38210425;  HB4R: 545006
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