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Anti-Vibration Carbide End Mill Compatible with Sliding Head Lathes

— - 1% 3 Tool geometry suitable for
| & (o | V4 sliding head lathes
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Overall length 50mm or less
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Length of cut 1.5 X D or less ®6~p12: 1D
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Hb =] H‘ Multi-functional and highly efficient machining
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3-flute specification and bottom cutting edge hook shape Unequal spacing of teeth and
variable-lead geometry
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Stable chip shape and improved chip evacuation
Can be used for a wide variety of processing such as plunging
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k Stable and high efficiency milling is made possible by
ZAFIMIEEOYTb L FRHIK #EI#:SUS304 ‘\ the suppression of chattering
Chip shape from plunging Work Material

7."]15-“_ 9 Cutting Data
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Work Material : Bar material Machine : CNC sliding head lathe ~ Coolant: None Dry machining is used for filming purposes Scan code for video
ey Zyk MMIsEE
p P 5 BIHLEE EDRE TH * Processed shape
INTER nInE MIxZE | EATIER Cutting Spened o= ap ae ﬂu "l P! TESHS
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Tool

Milling Method (m/min) (mm/min)
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(Emty) | AE-VTSS 90 200 nes
D-cut ®12 (2,400min")
(Frontal Milling) . “ !
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Plunging

AE-VTSS 70
04 (5,600min™)

Milling Process

Milling Part
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Finishing
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For roughing of the slot, the same machining is performed twice to secure a depth of 2.5mm. The A Brand
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BfiI:mm Unit:mm
Y—ILNo. NEXARXY v VI 2K o 2 HE | i
EDP No. DCXAPMX X DCON LF Type Stock (Yen)
8557251 3 X 45X 6 45 12.2 1 o 2,590
8557252 4 X 6 X 6 45 11.9 1 ([ J 2,940
8557253 5X 6 X 6 45 1.7 1 [ J 3,020
8557254 6 X 6 X 6 45 = 2 Al @ 3,080
8557255 8 X 8 X 8 45 - 2 ] 5,800
8557256 10 X10 X 10 45 = 2 ([ J 7,440
8557257 12 X12 X 10 50 - 3 o 10,600
@ =1Z#7EER @=Standard stock item
- 7’( | ?/GDE iﬁl:jb\t Guide for Icons
n *ZE Tool Materials ﬁﬁﬂﬂ Surface Treatment 1’3[}1’1% Helix Angle
o e — X IV RILDBED
EEaE N . FSAXa-—F4VY AN 2 =
CARBIDE Tungst?n Carbide DUARISE  DUARISE Coating 40~43° Elt’aﬁfﬁmﬁtg}giﬁls
n %f%@%*'gé%é Tolerance for milling diameter E S/'\"yg Shank
. — 2aUVI T4y bk (BEEIED)
IVRINOMHEERRLET s (et i
O Tolerance for milling d:i:meterl ' FIT JXTL\IL_:E)?DJ,%UJIJQE?
Suitable for the shrink holder system
%Eﬁ“*jiﬂﬂﬁﬁ Applicable Work Materials
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Mild Steel Alloy Steel Prehardened Steel Stainless Steel CastIron Copper Alloy Aluminium Alloy Titanium Alloy | Heat Resistant Alloy
Carbon Steel Tool Steel Hardened Steel
~ 40HRC | ~ 45HRC| ~ 55HRC = 200HB ~ 350HB
AE-VTSS @ O @ @
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AE-VTSS WIHIRERER s coniion

%tﬂ‘ﬁu Slot Milling
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#EHI#4  Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel

AZYLAE B e e FoUER

Stainless Steel

Precipitation Stainless Steel Titanium Alloy
Work Material |~ $S400+ S55C+ FC250 SCM - SKS - SKD PX5 - NAK80 SUS304 - SUS420 :
(~750N/mm?) (~30HRC) (30 ~45HRO) (=200HB) ST i
YELEE
T 70 60 60 50 50
(m/min)
2 EEREIEAEIoe ol [CIRE | XDRE NELGEdSeIobe il OIEE | XDEE NELFESeIsbell OEEE | XDiRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 650 7,400 480 6,400 350 6,400 330 5,300 300 5,300 280
4 8,000 670 5,600 500 4,800 350 4,800 340 4,000 320 4,000 310
5 6,400 710 4,500 560 3,800 420 3,800 390 3,200 340 3,200 330
6 5,300 740 3,700 620 3,200 460 3,200 260 2,700 330 2,700 320
8 4,000 630 2,800 500 2,400 440 2,400 260 2,000 310 2,000 300
10 3,200 580 2,200 490 1,900 380 1,900 240 1,600 290 1,600 280
12 2,700 560 1,900 460 1,600 380 1,600 230 1,300 290 1,300 280
YBARE ap ap
Depth of Cut 0.5D 0.25D

{BIETEE side mitling
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#EEIA4  Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel Precipitation Stainless Steel Titanium Alloy
Work Materio | $5400 555C - FC250 S EVIES IR PX5 - NAK8O SUS304 - SUS420 e S
(~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB)
YIHIERREE
Clting Spced 90 80 70 70 60
(m/min)
SE EEREIASEObE o [OELERE | EDRE WELREIASCoPed -l DERE | XD RE NElRedSedobid sl CEREE | XDiRE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 960 9,600 610 8,500 460 7,400 310 7,400 330 6,400 310
4 8,000 1,060 7,200 650 6,400 480 5,600 350 5,600 360 4,800 340
5 6,400 1,150 5,700 690 5,100 540 4,500 370 4,500 370 3,800 340
6 5,300 1,190 4,800 870 4,200 630 3,700 420 3,700 380 3,200 360
8 4,000 1,020 3,600 870 3,200 620 2,800 400 2,800 300 2,400 280
10 3,200 960 2,900 780 2,500 530 2,200 380 2,200 280 1,900 270
12 2,700 810 2,400 720 2,100 440 1,900 360 1,900 280 1,600 250
THARE ap ae
Depth of Cut 1D 0.2D

g'éﬂaitﬂﬁﬂ Plunging
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*ﬁﬁu*j Mild Steel - Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Hardened Steel Stainless Steel Precipitation Stainless Steel Titaniam Allo
Work Material | 55400 S55C - FC250  IENVIRE SRR ) PX5 - NAK80 SUS304 - SUS420 " SUS630 Ti6ALAY
(~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB)
AR
Clting Speed 70 60 60 50 50
(m/min)
2 EEREIEEIoPe ol [OIERE | EXDRE NEEGESeIobe il [MIEE | XDRE NELRESedobell OEEE | XD RE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
3 10,600 250 7,400 115 6,400 110 6,400 110 5,300 60 5,300 60
4 8,000 250 5,600 115 4,800 110 4,800 110 4,000 60 4,000 60
5 6,400 285 4,500 120 3,800 110 3,800 110 3,200 65 3,200 65
6 5,300 320 3,700 120 3,200 110 3,200 110 2,700 70 2,700 70
8 4,000 300 2,800 110 2,400 100 2,400 100 2,000 65 2,000 65
10 3,200 290 2,200 105 1,900 95 1,900 95 1,600 60 1,600 60
12 2,700 275 1,900 100 1,600 920 1,600 920 1,300 55 1,300 55
YA ~ap
Depth of Cut =0.5D
1. . WILYIFBIEOSDBEEDOREVNDDZESERATEL. 1. Use arigid and precise machine and holder.
2. BEREFEEYHEEDRREIDEHLCBHDTY, T—I&RFN. 2.The rotational speed is calculated by the median of the recommended cutting speed.
BN, ERKRICKDEEERE. XD REZRHE T, Adjustment may be necessary depending on the rigidity of the workpiece fixture and machine.
3. EIEIHE RS B U B DT FEEOMENEDESEATE. 3. Please use a suitable fluid with high smoke retardant properties.
4. BROESICE. TN FEEONENLS TP IO—CTHD L FHEBRETL), 4 During dry (no fluid) milling, please use air blow to remove disposable chips from the milling
5. 25 VLR, HHEERRATYURE, F5VASOMTICHE. areaand to eliminate chip packing. o o
KEMEIEHEI DB RS L 5. Please use water-soluble coolant when machining stainless steel, precipitation stainless steel,

s i oo = Y A RS . titanium alloy.
6 MIMEEERENSBEE. BREE. ZORE. RS BEMATRATEL. 6. Reduce speed and feed as well as depth of cut when high precision is required.
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E E ﬁa-gi‘jm Ia @ Z:.‘ ﬁﬂ ﬂ Tooling solutions for sliding head lathes
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Anti-Vibration Stub Carbide End Mill Right Angle Type

- BERAI-—FDHRERESER. SANVIIVIALT%!

Choose the right angle type for milling straight corners!

5’(yj- ‘yj Lineup

o1 ~¢6
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Straight corners with no uncut residue

SANPIIINILT

Right Angle Type
AE-VMSS(-RA)

RIITILT

Square Type
AE-VTSS

HMlEIE5
Scan for details

Phoenix PSE BHIbAY Y U—-X HENEBWISY X

Shoulder Cutter Series

- BEIERICEULRZR

Tool geometry suitable for sliding head lathes

5'(yj_ "Jj Lineup

@10 ~p25
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Sizes Compatible with Sliding Head Lathes
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HMlEIE5
Scan for details

EcoCut Mini (ECM

RTTRB, FEEEHL. SHEFEHL. SHEREHI A A

Achieves drilling, internal turning, external turning and face turning with a single tool

5'(yj_ "Jj Lineup

ZHEEERERIY —IL

Multi-function turning tool

2.25D : ¢p2 ~¢8
4D 192 ~¢8

Y4 CERATIZIT
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HMlEIBE5
Scan for details

ADF BEISYMRUIL

Carbide Flat Drill

CIMEOTINTIC B IG

Also supports small diameter drilling

SAFvT Lineup
ADF-2D :¢0.2 ~ ¢20 ADF-NC :¢2 ~ @12
ADFO-3D : ¢3 ~ ¢20 ADFO-NC : 93 ~ 910

ADFLS-2D : 93 ~ ¢20

HMlEIBES
Scan for details
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