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_— KD ANSN BRAS T
CARBIDE 1 pisE FT  37%40° #7)
0~-0.02
FRE Square Type (B4:mm) (Unit:mm) (B4:mm) (Unit:mm)
RE IR | 2K (7K |, |RE|WR| BE 2R RS [0E | 2K 7K |, |WR|WR| Gf |EE
EDP No. | DC LF | APMX DCON| Type | Stock (9) EDP No. | DC LF | APMX DCON| Type | Stock (9)
8556410| 1 15| 79 [ ) 9 8556442| 4.2 6312 e -
8556411 1.1 1.7 1 8 o - 8556443| 4.3 6.5 112 o -
8556412| 1.2 18 | 79 o - 8556444| 4.4 66| 119 e -
8556413| 1.3 2 79 o - 8556445| 4.5 68119 [ ) 19
8556414| 1.4 2.1 8 o - 8556446, 4.6 691118 e -
8556415| 1.5 2.3 7.8 [ ) 9 8556447| 4.7 711119 o -
8556416| 1.6 24 | 79 o - 8556448| 4.8 721118 e -
8556417| 1.7 2.6 7.7 ® - 8556449| 4.9 741118 o -
8556418 1.8 27 | 76 o - 8556450 5 751117 1 ® 19
8556419| 1.9 40 29 | 77 4 e - 8556451| 5.1| 45 77 1117 6 o -
8556420| 2 3 8.2 [ ) 9 8556452| 5.2 78116 o -
8556421| 2.1 32 | 82 e - 8556453| 5.3 8 | 116 e -
8556422 2.2 33 8.1 o - 8556454| 5.4 8.1]11.5 o -
8556423| 2.3 35 | 81 o - 8556455| 5.5 831116 ® 19
8556424| 2.4 36 | 8 o - 8556456| 5.6 841115 ® -
8556425| 2.5 3:80/%r8 1 B [ ) 9 8556457| 5.7 86| 11.5 B @ —
8556426| 2.6 39 | 85 o - 8556458| 5.8 871114 e -
8556427| 2.7 4.1 85 o - 8556459| 5.9 89114 ® -
8556428| 2.8 42 | 84 e - 8556460| 6 9 | - 2 ® 19
8556429/ 2.9 44 | 84 e - 8556465| 6.5 9.8 | 14.9 @ 4
8556430/ 3 45 1122 @ 18 8556470| 7 60 10.5 | 14.7 8 1 @ 4
8556431| 3.1 4.7 |12.2 e - 8556475| 7.5 113146 @ 4
8556432/ 3.2 48 122 [ 8556480, 8 12— 2 @ 4
8556433| 3.3 5 12.2 o - 8556485| 8.5 128 1179 @ 7
8556434| 3.4 5.1 [12.1 O[S 8556490\ 9 | o 1135/17.7 | | 1 @ 73
8556435| 3.5 45 53 | 121 6 @ 18 8556495| 9.5 143 1176 @ 74
8556436/ 3.6 54 |12 o - 8556500| 10 15 - 2 [ ) 75
8556437| 3.7 56 |12 o - 8556505| 10.5 15.8 | 20.9 @ 110
8556438| 3.8 57 [11.9 e - 8556510/ 11 | . [165]207] | 1 @ 113
8556439| 3.9 59 [11.9 o - 8556515] 11.5 17.3 1 20.6 @ 115
8556440/ 4 6 |119 ® 19 8556520 12 18 | — 2 @ 117
8556441 4.1 6.2 |12.1 e -
FETIR (AE-VMS) 1ESIFIP165
See page 165 for AE-VMS
K718 (AEVML) &S IHP167
See page 167 for AE-VML
eyl e 3] AEW | TREWN BN e eEE |BAEE |AE  |RAE |MAes |28
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper | Aluminum |Graphite |Titanium |Heat Plastic
Material FREESR TEH |ZEAR Steel TREBEE Alloy Alloy Alloy Resistant
BRiie Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~45HRC |~ 55HRC |~ B0HRC| ~ B5HRC [~ 35HRC |~ 350HB
AE-VMSS ©) O © o | OO OO
FEf7i2S Inventory symbols
@ = iEEFR O = #ir i ERFR GEHIAERS.) A = iR REESRER GEHAER.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=fEREBEEFR A =1fgrErE R GERINER.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item 162
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Anti-Vibration Stub Carbide End Mill

A

The A Brand
e Cutti
AE-VMSS BIHI S Conditons | 193
Type 1 .
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APMX J
LF
- KD AN
CARBIDE  pyjqisE 0 RA AT 37-40°
0~-0.02
1) R;
E 3 Right Angle Type (#4i:mm) (Unit:mm)
RE Mg 2K 7K " wE Bk | Bk | BE
EDP No. DC LF APMX DCON Type Stock (9)
8556550 1 -RA 1.5 79 [ ) 14
8556555 1.5-RA 20 23 7.8 4 [ ) 10
8556560 2 -RA 3 8.2 [ ) 12
8556565 2.5-RA 3.8 8 [ ) 10
8556570 3 -RA 4.5 12.2 1 [ ] 22
8556575 3.5-RA 53 12.1 Al@®| 22
8556580 4 -RA 6 11.9 [ ) 20
8556585 4.5-RA 45 6.8 1.9 6 ® 18
8556590 5 -RA 7.5 11.7 [ ) 20
8556595 5.5-RA 83 11.6 [ ) 23
8556600 6 -RA 9 - 2 [ ) 20
BIE (AE-VMS) B IFIP165
See page 165 for AE-VMS
K7IR (AE-VML) &S HIP167
See page 167 for AE-VML
PRI AR | BRI AEW TR TS5 72 MeaEs |BAEE |AE |REAE |(MHAes |88
Work | Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum |Graphite |Titanium |Heat Plastic
Material | 57745 TEHN |ZEAR Steel KRB Alloy Alloy Alloy Resistant
BRits Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~40HRC ~45HRC [~ 55HRC | ~ BOHRC |~ 65HRC |~ 35HRC |~ 350HB
AE-VMSS @) O @) O |O]O O] O

@ = IREETR

Standard stock item

O =4EREBEEFR

Stocked by specific distributors. Contact us for price & availability.

FEf712 2 Inventory symbols

O = #HrEEFR GERIAES.)

Limited standard stock item

A =hfirRRkEE~RENR OERMILNER.)

Scheduled to be replaced by new product or successor item

A =12 g GERINETR.)

Discontinued item
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AE-VMSS»P162~163+170

ﬁE }Jﬁ.\ éﬁ%ﬁﬂ t}] ﬁlj %1#%;&%% CUTTING CONDITIONS FOR CARBIDE END MILLS

3 J\Aﬁifg&%‘tﬂ 85 J)E AE-VMSS

ANTI-VIBRATION STUB CARBIDE END MILL

FLAY SQUARE TYPE / RIGHT ANGLE TYPE*
M ERENEEA TRITRERMFAEERN70%ERNSEE. * For right angle type, please use 70% of the speed and feed shown in the table below as reference.
&t SLOTTING
—RUERN BN 5% | &N -AETAR TREEE - RN ENzt] <
ANITAAKE | Mild Steel: Carbon Steel* Cast Iron | Alloy Steel * Tool Steel | Prehardened Steel* Hardened Steel Stainless Steel ngﬁgﬁgﬂﬁﬂte d maﬁﬁﬁ" oy Nifa%e?ﬁ oy
Work Material [SS400-S55C-FC250| SCM- SKS-SKD | PX5-NAK80 |SUS304-SUS420 SUSB30 Ti-BAI-4V Inconel 718
(~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB)
IHRREE
Cutting Speed | 100(80-120) 90(70-110) 80(60-100) 70(50-80) 70(60-80) 60(50-70) 25(20-30)
(m/min)
Sz IR | HHRIRE | BER | HAEE | BE | HARE| #F |\ HARE| BE (HRERE| BE | #HARE| BE | #HAEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min1)  [(mm/min)| (min1) |[(mm/min)[ (min)) [(mm/min)[ (min-) |[(mm/min)| (min1) |[(mm/min)| (min1) |[(mm/min)| (min1) |(mm/min)
1 28,700 570 ( 25,500 | 460 22,300 | 360 19,100 | 340 25,620 | 320 22,280 | 300 9,550 | 120
1.5 19,100 610 | 17,000 | 480 14,900 | 420 12,700 | 360 16,980 | 360 14,850 | 340 6,370 | 130
2 14,300 630 12,700 | 510 11,100 | 440 9,600 | 380 12,810 | 360 11,140 | 350 4,770 | 140
25 11,500 780 ( 10,200 | 570 8,900 | 460 7,600 | 430 10,190 | 410 8910 | 390 3,820 | 150
3 10,600 930 9,600| 690 8,500 | 510 7,400 | 470 8,540 | 430 7430 | 410 3,180 | 160
4 8,000 960 | 7,200 720 6,400 | 510 5,600 | 490 6,410 | 460 5,570 | 440 2,390 | 170
5 6,400 1,020 | 5,700 | 800 5100 | 610 4,500 | 560 5120 | 490 4,460 | 470 1,910 180
6 5300| 1,060| 4,800| 900 4,200 | 670 3,700 | 370 4,270 | 480 3,710 | 460 1,590 | 180
8 4,000 910 3,600| 720 3,200 | 640 2,800 370 2,750 | 450 2,390 | 430 1,190 | 200
10 3,200 840 | 2,900 | 700 2,500 | 550 2,200 | 350 2,200 | 420 1,910 | 400 950 | 180
12 2,700 810| 2,400| 670 2,100 | 550 1,900 | 330 1,830 | 420 1,590 | 400 800 | 180
N OE—— DC dp - we—
IHIREE __ @ D=6 | 05D @
Depth of Cut —_— =
22 D6 1D 025D
ks SIDE MILLING
—BEERN BN 5% | AW -AETAR [EEIREYS TR S
AN AAHE | Mild Steel* Carbon Steel Cast lron ATioy Stee‘I:' Tool Steel | Prehardened Steel* Hardened Steel Stainless Steel Preiﬁgg‘gafﬂt ] 'I'lta?ikuérﬁ\ll oy Niﬁﬁ?fﬁ oy
Work Material |SS400-S55C-FC250| SCM- SKS-SKD | PX5-NAK80 |SUS304-SUS420 SUSB30 Ti-BAI-4V Inconel 718
(~750N/mm?) (~30HRC) (30 ~45HRC) (=200HB)
IHIRRE
Cutting Speed | 130(100-150) | 120(100-150) | 100(80-120) 80(60-100) 80(70-90) 70(60-80) 30(25-40)
(m/min)
Mz R | HHAREE | B | HHREE | BE | HAERE| #BE | HRERE| ®E |\ HREE| BE | HAEE| BE | #HGREE
Mill Dia. Speed Feed 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)[ (min7) |(mm/min)
1 38,200 840 | 28,700 690 | 25,500 510 | 22,300 | 450 29,280 370 25,460 350 12,730 160
1.5 25,500 920 | 21,200 760 | 17,000 540 | 14,900 | 460 19,520 410 16,980 400 8,490 180
2 19,900 | 1,430 17,500 840 | 14,300 630 | 11,100 | 470 14,640 440 12,730 420 6,370 190
25 15,900 | 1,590 | 14,000 900 | 11,500 690 8,900 | 480 11,710 480 10,190 460 5,090 210
3 13,800 | 1,660 ( 12,700 | 1,070 | 10,600 760 8,000 | 480 9,760 510 8,490 480 4,240 220
4 10,400 | 1,830 9,600 | 1,150 8,000 800 6,000 530 7,320 550 6,370 530 3,180 240
5 8,300 1,990 | 7,600 | 1,220 6,400 900 4,800 560 5,860 560 5,090 540 2,550 250
6 6,900 | 2,070 | 6,400 | 1,540 5,300 | 1,060 4,200 640 4,880 580 4,240 550 2,120 250
8 5,200 1,770 | 4,800 | 1,540 4,000 | 1,040 3,200 610 3,200 | 450 2,790 430 1,590 230
10 4,700 | 1,640 3,800 | 1,370 3,200 900 2,500 580 2,560 | 430 2,230 410 1,270 220
12 3,500 | 1,400| 3,200 | 1,280 2,700 760 2,100 530 2,140 420 1,860 400 1,060 210
YIBIREE ap Qe
Depth of Cut 15D 0.2D
1. Lﬁﬁﬁigiﬁ?}%g;{“ T&/R'%E’J%%TE 1.The above milling condition is a guideline for the overhang length is 3 X D.
2. B ERERIY, igi i i
3 SRR R RUTHAR B0 WA, BT HORED, NHNPMSEANE 5 Tre oot s o e ind by e

HATHOR AR IR
A EEMERMIAR, KEBDHTEHFT .
5. FRMIERT, BT RERVBHEE, uaﬁﬁﬁwé)‘i'ﬂ@%t
6. MIAHER, THBUAKTER, kS & RE

7. MM ITEEHEROELT,
8 BMERKMIERT,
IBEEGR R

EE. (£28p.194).

SRR LI,

ééTﬂ%)E JﬁfAEF&tﬂﬁl RE .
HeE “*E%Eéﬁiixﬂcﬂ(]ﬂ]ﬁ'J%T#—iﬂﬁé“%{E”*

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, precipitation
stainless steel, titanium alloy, Ni-based alloy.
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.194).
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ANTI-VIBRATION STUB CARBIDE END MILL

LONG NECK TYPE SPECIFICATION CHART
YIHIZ
> SIDE MILLING .
—RIERR BER- 5% | SEW-SETAN TR « HEXR TER <
BRI A#A%} [ Mild Steel Carbon Steel* CastIron | Alloy Steel - Tool Steel | Prehardened Steel Hardened Steel Stainless Steel Preﬂ)ﬁﬁgsﬁi—lzgteel Titanifn Alloy Ni%;%e?ﬁ oy
Work Material |SS400-S55C FC250| SCM- SKS: SKD | PX5-NAK80 |SUS304-SUS420 -
(~750N/mm?) (~30HRC) (30 ~ 45HRC) (200HB) BUEEED WY Izl Z1E
IR E
Cutting Speed | 105(80-120) 95(70-110) 70(50-90) 60(40-80) 60(50-70) 50(40-60) 30(20-35)
(m/min)
Mz R | AR | BIE | HSRRE | BE | HARE| #%E | HREE| #E | HREE| BE  HREE| BF | #HAEE
Mill Dia. Speed Feed 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){ (mint) |[(mm/min)[ (min) |[(mm/min) Az
o
6 5,520 1,660 | 5,120 1,230 3,710 740 2,940 450 3,420 410 2,970 390 1,480 180 % E
8 4,160 1,420 | 3,840 1,230 2,800 730 2,240 430 2,240 320 1,950 300 1,110 160
10 3,280 1,310 | 3,040 1,100 2,240 630 1,750 410 1,790 300 1,560 290 890 150
12 2,800 1,120 | 2,560 1,020 1,890 530 1,470 370 1,500 290 1,300 280 740 150
IHIREE ap Qe
Depth of Cut 1.5D 0.2D

1EERERINE, SEEONR. 7K.

2 SRR B IR E R RET . ERBEIHNRES, NRNRIESERER
HEATHAR AR RO

3EERIERMIMR, RIREDHLIHIRT.

4 FAMIERT, ATAERYIBEE, HERASLHRBREVE.

5. IR BB LATHN, K REAE, EHEERNRIETIRIAT.

6. M THERERNIERT, WEL TIRER, HARERIIEIRE.

1. Use a rigid 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, precipitation
stainless steel, titanium alloy, Ni-based alloy.

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

RIFSHEELTUHVIRIZHAESEE (¢96=DC)

—RUERA-BEN-5% | S &W-SETAR RN - A TEN <
mv:&)*:{(ﬂ Mild Steel- Carbon Steel CastIron ﬂloy Stee'I:- Tool Steel | Prehardened Steel* HardenedSteel |~ Stainless Steel Preiﬁgggian-ggteel Tita%fn%\lloy Niiﬁ?ﬁoy
i |SS400-S55C+ FC250| SCM- SKS- SKD [ PX5- NAK80 |SUS304-SUS420 y
Material 1™ 750N/mm?) (~30HRC) (30 ~ 45HRC) (=200HB) SlEED WY =] 7118
B BIR|HRIRE| R |HRRE| iR (HHAEE| R |(HRRE| BE |HARE| ®E |HARE| BE | HEEE
ML/DE Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mint) | (mm/min) | (min-1) | (mm/min) [ (min1) | (mm/min) [ (min) | (mm/min) [ (mint) | (mm/min) | (min-) | (mm/min) | (min-t) | (mm/min)
g 4 80% 70% 70% 60% 60% 50% 50%
Steiillling 5 70% 60% 60% 50% 50% 50% 50%
Mgk 4 90% 90% 80% 70% 70% 60% 60%
SELMIie 5 80% 80% 70% 70% 70% 60% 60%
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