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High helix flute with superior milling capability. This tool can perform B#p.

a wide range of operations, from heavy to finish milling.

DC= 6 0~-0.035

Long flute with strong helix and superior milling abillty. Vcoating
provides addtional tool longevity.

DC= 6 0~-0.035

XPM — O 6<pcs10 0~o004 NN XPM _— O 6<pCs10 0~004 [N
' 10<DC =18 0~-0.045 50 V' 10<DC =18 0~-0.045 50
18<DC 0~-0.05 18<DC 0~-0.05
(Bf7:mm) (Unit:mm) (8fi:mm) (Unit:mm)
s PIExTE 2K | 1K | e | N8| B | 5R BRS PIExTs 2K | 7K | e | D8 | e | 58
EDP No. | DC X ZEFP LF | APMX | DCON | ZEFP | Stock | (g) EDP No. | DC X ZEFP LF | APMX | DCON | ZEFP | Stock | (g)
8454030| 3 X 3F 55 6 6 14 8454456| 6 X 3F 75 25 8 26
8454040| 4 X 3F 8 3 25 8454457| 7 X 3F 20 35 48
8454050| 5 X 3F 65 10 3 25 8454458 8 X 3F 10 50
8454060/ 6 X 3F 15 25 8454459| 9 X 3F | 100 45 56
8454660| 6 X 4F 4 26 845446010 X 3F | 110 82
8454070| 7 X 3F 3 41 845446111 X 3F 120 55 12 95
8454080| 8 X 3F 75| 20 10 44 845446212 X 3F 3 98
8454680| 8 X 4F 4 43 845446414 X 3F 180
8454090| 9 X 3F 80 3 60 845446515 X 3F | 135 65| 16 186
8454100110 X 3F 20 25 75 845446616 X 3F 191
8454700/ 10 X 4F 4 77 845446818 X 3F | 155 75 20 ® 319
845411011 X 3F 12 3 80 8454470120 X 3F | 165 357
845412012 X 3F 9581130 83 8454472122 X 3F 175 85 552
8454720/12 X 4F 4 84 8454492122 X 4F 4 540
845414014 X 3F 105 | 35 3 151 845447424 X 3F 25 3 627
8454740/14 X 4F 4 150 845449424 X 4F 195 4 622
845415015 X 3F 16 3 P 161 8454475|25 X 3F 3 653
8454750/ 15 X 4F 110 4 163 845449525 X 4F 105 4 657
8454160/16 X 3F 40 3 164 845447828 X 3F 3 970
8454760|16 X 4F 4 169 845449828 X 4F 200 3 4 976
8454180/18 X 3F 120 3 273 8454480(30 X 3F 3 1038
8454780|18 X 4F 20 4 280 845450030 X 4F 4 1063
8454200/20 X 3F 125 3 298
8454800/20 X 4F 45 4 302
8454220/22 X 3F 135 3 459
8454320/22 X 4F 4 467
8454240/24 X 3F 25 3 492
8454340/24 X 4F 140 | 50 4 501
8454250|25 X 3F 3 504
8454350|25 X 4F 4 507
8454280/28 X 3F 3 823
8454380/28 X 4F 4 843
8454300/30 X 3F - 5 32 3 859
8454400/30 X 4F 4 870
MIZEEem  aan |[ER THH F Hes = & WREE |2
Work |Carbon Steel Alloy Steel | Prehardened Steel | Stainless Cast Iron Copper Alloy Aluminum Titanium Alloy |Heat Resistant | Plastic
Material bt SEENER Steel BREBES Alloy Alloy
Gl Prehardened Steel Tool Steel |Hardened Steel Ductile Cast Iron
Abbreviation ~ 40HRC ~45HRC |~ 35HRC [~ 350HB
V-XPM-EHS © Q (©)
V-XPM-EHL O @) O
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[[] =Stocked by specific distributors. Contact us for price & availability. ‘
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CUTTING CONDITIONS FOR HSS END MILLS %ﬁ%w%ﬁaﬂ tﬂ ﬁu%{q:g;ﬁi

ViZE XPM KiZhefaig /Al v

-XPM-EHS

’\F/é, = XPM KEZhEAEE/IFET)HHABE V-XPM-NHS*

V COATED XPM HIGH HELIX SHORT
V COATED XPM HIGH HELIX WITH NICK

~ 1.5%,

ViRE XPM KiZheEia/]E V-XPM-EHS
% = XPM XIZhefath/JETITHHEE V-XPM-NHS*

SLOTTING
, BER - & TAm - IR A Y
Bﬂv%jﬁ(ﬂ Carbon Steel - Cast Iron Alloy Steel B e Hardened Steel Heat Resistant Alloy Steel*
Material S50C-FC250 SCM-SNCM SUS304-NAKSO SKD-SKT Titanium Alloy Steel-
(490 ~735N/mm?) (735 ~980N/mm?) (30 ~ 38HRC) (38 ~45HRC) Inconel
Ti-6a-4v
IME R BHEEE 235 BHAEE 23E3 BHAEE 3t BHARE 353 BHAEE
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 1,500 60 1,400 56 1,300 45 1,000 40 750 25
8 1,200 60 1,050 56 950 45 710 40 560 25
10 950 60 850 63 710 56 600 50 450 35
12 800 71 750 63 600 56 500 50 375 35
14 800 71 750 63 600 56 400 50 315 35
16 710 71 630 63 450 56 400 50 280 35
18 630 71 530 63 450 56 300 50 250 35
20 475 60 450 55 355 45 300 50 225 35
25 425 60 400 50 355 45 200 40 180 30
30 280 60 280 50 225 40 200 40 150 30
ap=1D (37) B
ap=%D (4 70) &=4D
7 7 7 7
1. LRAERRLUEIN TR ERAY. 1.The indicated speeds and feeds are for a roughing operations.
g. %Jﬁiﬂaj—i? afé‘;@ngziﬁiamﬁ&ﬁ 2.When reducing cutting depth by half, the feeds can be increased
. i 5 f, K approximately 2 times the above figures.
g fg%ggﬁg%’%ﬁiwm il 3. For milling with 4-fluted end mills, reduce the cutting depth by
% F3 V-XPM-NHS(#MBTE mamIes , sesmagimgeg 3 half whenslotting,

4. For heavy milling, use cutting fluids with high smoke retardant.

5. Use a rigid milling chuck with high holding power.

% For roughing operations with V-XPM-NHS, the feed can be
increased by 30 ~50%.

V COATED XPM HIGH HELIX
V COATED XPM HIGH HELIX WITH NICK

SIDE MILLING
R - aem N AR P aa:
1N iy Carbon Steel - Cast Iron Alloy Steel Stainless Steel Hardened Steel Heat Resistant Alloy Steel -
Work S50C-FC250 . Prehardened stee! : Titanium Alloy Steel-
Material (490 ~ 735N/mm) (735 ~980N/mm?) SUB304 NAKBO (38 ~45HRC) Inconef
i-6A-4V
5ME wE | e wE | mAEE fE s §E s 5 i
Mill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 2,500 90 2,350 90 1,900 71 1,400 60 1,050 40
8 1,800 120 1,700 920 1,400 75 1,050 60 800 40
10 1,500 125 1,300 100 1,100 95 850 71 630 60
12 1,250 140 1,200 120 950 95 750 71 530 60
14 1,000 150 1,000 125 800 110 630 71 450 60
16 850 150 900 125 710 110 560 80 400 60
18 800 140 750 120 630 110 475 75 355 40
20 750 140 670 120 560 100 450 75 315 40
25 600 160 560 120 450 80 355 60 250 40
30 425 180 400 110 335 60 265 45 210 35
1. WEARELUEIN T AR ERI, 1.The indicated speeds and feeds are for a roughing operations.
g- g}%ﬁ%ﬁ_ﬁi ﬁ%ﬁ%ﬁ%?f@%@gEE 2.When reducing cutting depth by half, the feeds can be increased
. s 1% s e approximately 2 times the above figures.
ap=1.5D g fg%ggﬁﬁﬁ%"giiﬂjm i 3. For side milling with 4-fluted end mills, the feed can be increased
p=1. % by 20 ~30%.
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4. For heavy milling, use cutting fluids with high smoke retardant.

5. Use a rigid milling chuck with high holding power.

3 For roughing operations with V-XPM-NHS, the feed can be
increased by 30 ~50%.
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