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- | CoanepxaHue

Menko3epHUCTbIN MOHOJTUTHBLIA TBEPAOCNNAaBHbLIN PEeXYLUN UHCTPYMEHT
Micro Grain Solid Carbide Cutting Tools

HoHueBblé  Square Series

06 Pexnmbl
O3Ha4yeHune Tun dpesbl ®opma dpesbl CtpaHuua
Pp pma cp paHuy e
Item Code Type Shape Page Cutting Speed
Specifications
Mukpoanametp 2-x 3ybas koHUeBas
Micro Diameter 2 Flutes Square End Mills
YAnuHeHHas Weka kopoTkas
aboyas yacTb 2-x 3y6as koHLeBas - P03
Long Neck Short Flute 2 FlutesSquare End Mills
2-x 3y6as koHLeBast
S— | o
2 Flutes Square End Mills
YanuxerHas paboyas yactb

2-x 3y6as koHLeBas
Long Flute 2 Flutes Square End Mills

T

o

(€]
T
(o2}
(e}
()}

YanuHeHHas 2-x 3ybas koHLUeBas

Long Shank 2 Flutes Square End Mills

3-x 3ybas koHueBas P07
3 Flutes Square End Mills

YanuxeHHas paboyas yacTb
3-x 3y6as koHueBas P08
Long Flute 3 Flutes Square End Mills

4-x 3y6as KoHLeBas
4 Flutes Square End Mills

YanuHexHas paboyasi yacTb
4-x 3ybas koHLeBas
Long Flute 4 Flutes Square End Mills
YanuxerHas 4-x 3y6as koHuesas

Long Shank 4 Flutes Square End Mills

2-3ybas koHUeBas
2 Flutes Square End Mills

4-x 3y6as KoHLeBas
4 Flutes Square End Mills
4-x 3y6as KoHUEeBas ANs TAKemNbIX

yCnoBuil pesanuns
Heavy Cutting 4 Flutes Square End Mills

YanuHeHHas 4-x 3y6as koHLesas
ANS TAXENbIX yCNoBMiA pe3aHus
Heavy Cutting Long Shank 4 Flutes Square End Mills

6-Tn 3y6ys koHueBas
6 Flutes Square End Mills
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CopgeprkaHuve

Li Hsing Precision Tool

BbICOKOTOYHbBIN MHCTPYMEHT Li Hsing

MernKko3epHUCTbIN MOHOSTUTHbLIN TBEPAOCMNNABHbIN PEXYLUNA UHCTPYMEHT Menko3epHUCTbIN MOHOSIUTHbLIN TBEPLAOCMHNAaBHbIN PEXYLUNUA UHCTPYMEHT
KoHnueckue Taper Series
Pexumbl
06 Pexumbl
O3Ha4yeHue Tun pesbl ®opma dpesbl CtpaHuua DeaaHis 0O603HaueHne Tun dpeasl dopma ppesbi CrpaHnua besarus
Cutting Speed :
Item Code Type Shape Page P Cutting Speed
Specifications Item Code Type el Page Specifications
Mukpo anameTp 2-x 3ybas cpepuieckas = KoHuueckas 2-x 3y6as koHueBas
LH2BKA-B
Micro Diameter 2 Flutes Ball Nose P19 P73 LH2CT Taper 2 Flutes Square End Mills G P34-P35 P80
YanvHeHHas KoHnyeckas Wweitka
LH2UVA-B 2-x 3y6as chepueckas P20 P74 LH4CT KoHuueckas 4-x 3y6as KoHuesas G P36 P80
Long Taper Neck 2 Flutes Ball Nose Taper 4 Flutes Square End Mills
YanuHeHHas Lweiika kopoTkue 3y6bs P 2-x3yG5 b
LH2BR 2-x 3y6asi cheprieckas [ P21 P75-P76 oHMyecKas 2-X 3y6ast chepuieckas G )
Long Neck Short Flute 2 Flutes Ball Nose LH2BU Taper 2 Fes Ball Nose P37-38 P81
2-x 3ybas cpepuyeckast
LH2BZ 2 Flutes Ball Nose " O P22 P77
Y, 2-x 3y6 . q
LH2BZA-B-C-D AAVHeHHaR 2X 3035 Cpepiecian P23 P77 And aniOMUMHUA  Aluminum Alloy Series
Long Shank 2 Flutes Ball Nose
4-x 3y6: s Pexumsbl
LH4BZ HDRCU SRR . ™ P24 P77 OGosHaueHue Tun dpesb ®dopma pesbl CTtpaHuua
4 Flutes Ball Nose pe3aHunsa
Cutting Speed
LH4BZA-B-C-D YanhHatian 4 3y6an cpepitieota E P25 P77 ltem Code e el Page Specif?ca?ions
Long Shank 4 Flutes Ball Nose
2-x 3ybas KoHLeBas ANs anoMUHUS
| L. IR
! ' U U adlUlU Aluminum Alloy 2 Flutes End Mills
P 3-x 3y6ast KOHLieBas C NepeMeHHbIM
eXUMbl LH3HS YINOM Cvpank Ans antoMuHms = P41 P82
Ob6osHaueHmne Tun d)peSbl CDopma d)peSbl CTpaHVILla pesaHus Helix Angle Variable For Aluminum Alloy 3 Flutes End Mills
. 3-x 3ybast KoHLeBas ANs anoMUHNS
e 2 | ro
ltem Code ivpe Shape 2408 Specifications Aluminum Alloy 3 Flutes End Mill
YanuHeHHas paboyas YacTb
- LH2AEA-B-C 2-3y6asi KOHUEBas NS AMIOMMHUS H P43 P82
LH2MR AN ETED m P27 P79 Aluminum Alloy Long Flute 2 Flutes End Mills
2 Flutes Comer Radius YanuHeHHas paboyas yactb
YAnMHeHHas wwelika KopoTkue 3y6bcs LH3AEA-B-C 3-x 3y6ast KoHLeBas Ans anoMUHUS E P44 P82
LH2MR 2-x 3y6as ckpyrneHHas [ —————————] P28 P79 Aluminum Alloy Long Flute 3 Flutes End Mills
Long Neck Short Flute 2 Flutes Corner Radius 3-x 3y6as KOHLiEBas AN TAXENbIX
g LH3XAE YCNOBUI pe3aHust ANS amoMuHus = P45 P82
LH2LRA-B e E P29 P78 Heavy Cutting Aluminum Alloy 3 Flutes End Mills
Long Shank 2 Flutes Corner Radius o
LH3XAEA-B-C KOHL|eBas ANA TAXENbIX YCHIOBUI ANA anloMUHUS = P46 P82
LH4MR rxayan cipymenas P 3 0 P 7 9 Heavy Cutting Aluminum Alloy Long Flute 3 Flute
4 Flutes Corner Radius
2-3ybas cepuyeckas ans anoMuHus
. e | v | o
LH4LRA-B YANMHEHHas 4-x 3yBaA CkpymeHKan - a P31 P78 Aluminum Alloy 2 Flutes Ball Nose
Long Shank 4 Flutes Corner Radius
LH4LR 4-x 3yBasi CkpyrneHHas \ —— P32 P79
4 Flutes Corner Radius
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CogeprkaHune

Li Hsing Precision Tool

BbICOKOTOYHbBIN MHCTPYMEHT Li Hsing

MernKko3epHUCTbIN MOHOSTUTHbLIN TBEPAOCMNNABHbIN PEXYLUNA UHCTPYMEHT
Micro Grain Solid Carbide Cutting Tools

Menko3epHUCTbIN MOHOSIUTHbLIN TBEPLAOCMHNAaBHbIN PEXYLUNUA UHCTPYMEHT

YepHoBbie Roughihg Series
06 Pexumbl
O3HayeHue
Tun dpesbl dopma dpesbl CTpaHuua e
ltem Code Type Shape Page gﬂfl?ﬁciﬁiﬁ:
3-x 3y6as koHLeBas Ans
LH3CDA-B 4epHOBoit 06paboTku P49 P83
3 Flutes Roughing End Mills
4-x 3y6as koHLeBas
LH4CDA-B Ans YepHoBOW 06paboTku P50 P83

4 Flutes Roughing End Mills

CneunanbHblé Customized-made
06 Pexumbl
O3HayeHune
Tun dpesbl dopma dpesbl CTpaHuua peaaHs
Cutting Speed
Item Code Type Shape Page Specifications
60° Center Drills
LH4BE 4-x 3ybas Ans HapyxXHbIX paanycos = P53 P84
4 Flutes Corner Rounding Cutters
LleHTpoBOYHOE CBEpPNIO
&= s |
60°,90°,120° NC Spotting Drills

Short Flute 2 Flutes High-Speed Drills

Pa3BepTEU U CBEpNa Precision Reamers & Drills
Pexumbl
O6o3HaveHne Tvn dopma Crparuya pesaHus
Cutting Speed
ltem Code Type Shape Page Specifications
LH-YS Passepria S | P56-58
Precision Reamers
LH2CK 2-X nepbeBoe CBepno e — P59-61 P86

C nepeMeHHOU cNUPanbio Irregular Helix Flutes
06 Pexvmbl
o3HayeHve
Tun dpesbl dopma dpesbl CTpaHuua S
Cutting Speed
Item Code Type Shape Page Sl n
AD35°~38° C nepemeHHol cnupanbio — P89
Irregular Helix Flutes
BD42°~45° C nepemMeHHOM Cupanbio — P89

Irregular Helix Flutes

TeBepaocnnaBHbie PACTOUHbIE Pe3lbl Carbide Micro Boring

O6o3HayeHne Tun dopma CTtpaHuua
Item Code Type Shape Page
P 60 .
ALIH Feeu0 e _O—— | P92
Internal Partial Profile 60°
BLIH Muspo ranaaosne —_—
Micro Grooving
CLIH MUKpO KaHaBOYHbIW CKPYrNEeHHbI _ P94
Micro Grooving Round
DLIH P S | P95
Micro Face Grooving
ELIH Mukpo pacToyHoit _ P96
Micro Boring
Mwkpo konupoBanbHbli
FLIH porentp Nl P97
Micro Copy
Mukpo noapesHoit
GLIH ponoi ~eE——— | P8
Micro Back Edge
Mwkpo konupoBanbHbli
HLIH %0 rpa. IS P99

Micro Copy
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Mukpo guameTp 2-3ybas koHueBas dpesa
Micro Diameter 2 Flutes Square End Mills

0603Ha4eHe
LH2MSA-002

wlo

LH2MSB-009

O6uiero HaszHavyeHUsa

Bbicokockopoc

KoHueBble
Square Series

Ball Nose & Corner Radius Series
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KOHyCHbIe, anga antoMuHua
Taper Flute Series
Aluminum Alloy Series

CneuvanbHble
Special Series
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YAnuHeHHas Wwenka, KopoTkue 3yobs 2-x 3ybas koHLeBas hpesa

Long Neck Short Flute 2 Flutes Square End Mills
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03

Square Series
KoHueBble
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2-x 3ybas KoHlleBas pesa

2 Flutes Square End Mills

)

0603Ha4eHNe d | L
LH2EM-010

N

4

KoHueBble
Square Series

'

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series
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OnuHHas paboyas yacTb 2-x 3y6as KoHLeBas gpesa

Long Flute 2 Flutes Square End Mills

)

0603HayeHve d

KO

L
LH2EMA-010 1.0 5 75

Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

)t

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

LH2EMC-200

Special Series
CneuunanbHble

.

O6uiero HasHaYyeHus

A

05
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YanuHneHHas 2-x 3ybas koHLeBas gpesa

Long Shank 2 Flutes Square End Mills

0603Ha4eHve

LH2EMD-010

-

LH2EMG-200

O6uiero HazHayeHus

)

KoHueBble
Square Series

7

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series

KoHycHble, AN antoMUHUS C
Taper Flute Series
Aluminum Alloy Series

.

CneuunanbHble
Special Series

[

06




)

Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

it

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

|

Special Series
CneuunanbHble

.

07
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3-x 3ybas koHUeBas hpesa

3 Flutes Square End Mills

0603Ha4eHe
LH3EM-010

KO

o

LH3EM-250

O6uiero HazHavyeHUsa

A
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YanuHeHHas paboyas yacTb3-x 3ybasi KoHLeBas pesa

Long Flute 3 Flutes Square End Mills

0603Ha4eHve

LH3EMA-010

-

LH3EMC-200

O6uiero HaszHavyeHUsa

)

KoHueBble
Square Series

7

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series

f

KOHyCHbIe, anga antoMnuHua
Taper Flute Series
Aluminum Alloy Series

Y

CneuunanbHble
Special Series

[

o8
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4-x 3ybasi KoHleBas ¢pesa

4 Flutes Square End Mills

)

0603Ha4eHe
LH4EM-010

KO

Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

it

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

|

o

LH4EM-250

Special Series
CneuunanbHble

.

O6uiero HazHavyeHUsa

A
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YanuHeHHas paboyas yacTb 4-x 3ybas KoHLeBas pesa

Long Flute 4 Flutes Square End Mills

0603Ha4eHve

LH4EMA-010

-

LH4EMC-200

O6uiero HaszHavyeHUsa

)

KoHueBble
Square Series

7

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series

f

KOHyCHbIe, anga antoMnuHua
Taper Flute Series
Aluminum Alloy Series

Y

CneuunanbHble
Special Series

[

10




)

Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

)t

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

Special Series
CneuunanbHble

.
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YanuHeHHas 4-x 3ybas koHLeBas gpesa

Long Shank 4 Flutes Square End Mills

0603Ha4eHe d )2 L

a
A|O

N LH4EMD-010

LH4EMG-200 20.0 40 200 20

O6uiero HazHavyeHUsa

A

canT: www.vim-tool.ru e-mail: asz@volgametal.ru T/¢p 8(846)332-65-65

2-x 3ybas KoHLleBas pesa

2 Flutes Square End Mills

)

0603Ha4eHve d L L D
LH2DM-010 | 1.0 4
........ 1.5 ..
2.0
2.5

w

w

o

ol

LH2DM-250

KoHueBble
Square Series

7

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series

f

KOHyCHbIe, anga antoMnuHua
Taper Flute Series
Aluminum Alloy Series

v

O6uiero HaszHavyeHUsa

CneuunanbHble
Special Series

[
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4-x 3ybas KoHlleBas pesa

4 Flutes Square End Mills

)

0B03Ha4eHne d
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LH4DM-010

N

Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

)t

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

o

o

o

LH4DM-250

»O

Special Series
CneuunanbHble

.

O6uiero HazHavyeHUsa

I B D

BbicokockopoCcTHOe chpesepoBaHue
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4-x 3ybasi KoHLieBas Ana TsSHKEeNbIX YCNOBUIA pe3anns pesa

Heavy Cutting 4 Flutes Square End Mills

0603Ha4eHve d

LH4XS-020
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KoHueBble
Square Series

7

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series
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YanuHeHHas 4-x 3yb6as koHLeBas qpesa Ans TAXENbIX YCNOBUIA pe3aHns

)

0B03Ha4eHne d

e-mail: asz@volgametal.ru 1/¢ 8(846)332-65-65

Heavy Cutting Long Shank 4 Flutes Square End Mil

N
o
o)
N
a
»O

LH4XSA-020

Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

)t

Onsa anomuHnsa

Taper Flute Series
Aluminum Alloy Series

LH4XSD-200 20.0 40 200 20

Special Series
CneuunanbHble

.

O6uiero HazHavyeHUsa
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6-x 3ybas KoHLeBas pesa

6 Flutes Square End Mills

0603Ha4eHve

e-mail: asz@volgametal.ru /¢ 8(846)332-65-65

LH6EM-040

LH6EM-250

o
o

N
a

.0

O6uiero HaszHavyeHUsa

)

KoHueBble
Square Series

'

hepuyeckme u ckpyrieHHsbl
Ball Nose & Corner Radius Series

f

KOHyCHbIe, anga antoMnuHua
Taper Flute Series
Aluminum Alloy Series

.

CneuunanbHble
Special Series

[
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YanuneHHas 6-Tv 3y6as KoHLeBas pesa

Long Flute 6 Flutes Square End Mills

0603Ha4eHe
LHBEMA-040

neekou |8 pus cdpepunyeckux dpp

Square Series
KoHueBble

LH6EMB-060

LH6EMB-100

LH6EMC-120

LH6EMC-200
LH6EMC-250

Ball Nose & Corner Radius Series
Cdpepuyeckue n ckpyrneHHble
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Taper Flute Series
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Special Series
CneuvanbHble

O6uiero HazHavyeHUsa

i B W AN

BbicokockopoCcTHOe chpesepoBaHue




Mukpo guametp 2-x 3ybas cepuyeckas gpesa

)

0603Ha4eHe 1/2d L

Micro Diameter 2 Flutes Ball Nose
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LH2BKA-002 R0.10 0.4

Square Series
KoHueBble

)

LH2BKB-009 R0.45 1.8

w|Oo

IN

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

)

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

|

Special Series
CneuunanbHble

.

O6uiero HasHaYyeHus

BblicokockopocTHoe hpesepoBaHue
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YannHeHHas KOHMYeckast Wenka 2-x 3ybas cchepnyeckas dpesa

Long Taper Neck 2 Flutes Ball Nose

0603Ha4eHve

LH2UVA-010-30

N~

(9] {w)

O6uiero HazHayeHus

LH2UVB-100-30 20 Z@ 40 150 12
R
° 3 i
L
4 ’
| L le

|

KoHueBble
Square Series

e\(

depuyeckme n ckpyrieHHsbl
Ball Nose & Corner Radius Series

\f:

KOHyCHbIe, anga antoMnuHua
Taper Flute Series
Aluminum Alloy Series

.

CneuunanbHble
Special Series
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YanuHeHHas Lwemnka kopoTkue 3ybbs 2-x 3ybas cchepuyeckas pesa

Long Neck Short Flute 2 Flutes Ball Nose
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Taper Flute Series
Aluminum Alloy Series
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O6uiero HasHaYyeHus

BiE#LDEIFE High Speed Cutting
— — L
BblicokockopocTHoe hpesepoBaHue L1
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2-x 3ybas cchepuyeckas gpesa

2 Flutes Ball Nose
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YanuHneHHas 2-x 3ybas cpepuyeckas dpesa

Long Shank 2 Flutes Ball Nose
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O6uwero HasHayeHus R
1 |
T
BblicokockopocTHoe hpesepoBaHue 1
L le

canT: www.vim-tool.ru e-mail: asz@volgametal.ru /¢ 8(846)332-65-65

4-x 3ybas cchepuyeckas pesa

4 Flutes Ball Nose
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YanuneHHas 4-x 3ybas cpepuueckas dpesa

Long Shank 4 Flutes Ball Nose
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2-x 3ybas ckpyrneHHas gpesa
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LH2MR-010-02

LH2MR-120-30 12.

=
o

e
N

o
N

20

0

N:=:=2:0

NN
0:0: 0

w
o

ol

A O

canT: www.vim-tool.ru e-mail: asz@volgametal.ru /¢ 8(846)332-65-65

YOnuHeHHas Lueika KopoTkue 3ybbes 2-x 3ybas ckpyrneHHas gpesa

Long Neck Short Flute 2 Flutes Corner Radius
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Square Series
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Aluminum Alloy Series
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Special Series
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YanuHeHHasa 2-x 3ybas ckpyrneHHas gpesa

Long Shank 2 Flutes Corner Radius
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4-x 3ybasi ckpyrneHHas dpesa
4 Flutes Corner Radius

0603Ha4eHve d

LH4MR-010-02 1.

LH4MR-120-30

e
N| >
MO

[eHe)

o

Y .

0

-3
w
o

O6uiero HazHayeHus

|

KoHueBble
Square Series

e\(

depuyeckme N CKpyrneHHbl
Ball Nose & Corner Radius Series

KoHycHble, AN antoMUHUS C
Taper Flute Series
Aluminum Alloy Series

v

CneuunanbHble
Special Series

[

30




)

Square Series
KoHueBble
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Cdpepuyeckue n ckpyrneHHble
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Special Series
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OGodtemdrioge
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YanuHeHHas 4-x 3ybas ckpyrneHHas dpesa

Long Shank 4 Flutes Corner Radius
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4-x 3ybas ckpyrneHHas pesa
4 Flutes Corner Radius
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KoHnueckas 2-x 3ybas koHUeBas dpesa

Taper 2 Flutes Square End Mills
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KoHnueckas 2-x 3ybas KoHLeBas pesa
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Taper 2 Flutes Square End Mills
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KoHnueckas 4-x 3ybas koHLeBas pesa

Taper 4 Flutes Square End Mills
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Taper 2 Flutes
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KoHnueckas 2-x 3ybas cepnyeckas dpesa
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KoHnueckas 2-x 3ybas koHLeBas pesa

Taper 2 Flutes Ball Nose
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2-x 3ybasi KoHLeBas dpesa Ans antoMuHus

Aluminum Alloy 2 Flutes End Mills
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3-x 3ybas koHLeBasi ope3a C NepeMeHHbIM YrIOM CAMpanil 415 antoMUHNS

Helix Angle Variable For Aluminum Alloy 3 Flutes End Mills
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3-x 3ybas koHueBas ppesa 4ns antoMuHus

For Aluminum Alloy 3 Flutes End Mills
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YanuHeHHas paboyas Yactb 2-x 3ybas koHueBas pesa AN1s amoMUHNS

Aluminum Alloy Long Flute 2 Flutes End Mills

)

0603Ha4eHe d y2 L

w
o
=
N
N
a
0|0

LH2AEA-030

Square Series
KoHueBble

2\

Cdpepuyeckue n ckpyrneHHble

Ball Nose & Corner Radius Serie

)

LH2AEC-200 20.0 80 150 20

Taper Flute Series
Aluminum Alloy Series
Onsa antoMmuHnsa

X

Special Series
CneuunanbHble

.

O6uiero HazHavyeHUsa

25 me 25 Il
4o me 25 I D

BbicokockopoCcTHOe chpesepoBaHue

266/ [oms 23, (284 | L

43

canT: www.vim-tool.ru e-mail: asz@volgametal.ru /¢ 8(846)332-65-65

YanuHeHHas paboyasi YacTb 3-x 3ybasi koHLeBas Ans antoM1H1S

Aluminum Alloy Long Flute 3 Flutes End Mills
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Ball Nose & Corner Radius Serie
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Aluminum Alloy Series

Special Series
CneuunanbHble
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3-x 3ybas koHLEeBas hpesa Ans THKENbIX YCNOBUIA pe3aHuns Ans antoMUHUS

Heavy Cutting Aluminum Alloy 3 Flutes End Mills
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YAnuHeHHas pa60qa;| yacTb 3-x 3y6a;| (bpesa KoHLeBas ANS THKENbIX yCJ'IOBVIVI ana antoMmHnA

Heavy Cutting Aluminum Alloy Long Flute 3 Flutes
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Ball Nose & Corner Radius Series Square Series

Taper Flute Series
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2-x 3ybas chepuyeckas ppesa Ans antoMuHNUs
Aluminum Alloy 2 Flutes Ball Nose

O6uiero HazHavyeHUsa
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3 Flutes Roughing End Mills 4 Flutes Roughing End Mills
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60° Center Drills
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4 Flutes Corner Rounding Cutters 60°, 90°, 120° NC Spotting Drills
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Precision Reamers

0603Ha4eHve ByBua
LH-YS-010

LH-YS-013

BBEPTKN U cBepna

KoHueBble
Square Series

LH-YS-015

Ball Nose & Corner Radius Series

v LH-YS-027

Cdpepuryeckmne u ckpyrneHHole

LH-YS-029

LH-YS-032

LH-YS-034

KOHyCHbIe, anga antoMnuHua
Taper Flute Series
Aluminum Alloy Series

LH-YS-046

Special Series

LH-YS-048

LH-YS-050

O6uiero HaszHavyeHUsa
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Square Series
KoHueBble

2\

Ball Nose & Corner Radius Serie
Cdpepuyeckue n ckpyrneHHble

)

Taper Flute Series
Aluminum Alloy Series
Onsa anomuHnsa

Special Series
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Short Flute 2 Flutes High-Speed Drills Short Flute 2 Flutes High-Speed Drills
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Short Flute 2 Flutes High-Speed Drills

0603Ha4eHe

PeXumbl pe3aHus

" LH2CK-0860

Square Series
KoHueBble

" LH2CK-0880
" LH2CK-0900

LH2CK-0920
LH2CK-0930

" LH2CK-0950
" LH2CK-0970

" LH2CK-0990

Ball Nose & Corner Radius Series
Cdpepuyeckue n ckpyrneHHble

~LH2CK-1040

~LH2CK-1060
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Micro Diameter 2 Flutes Square End Mills

nT: www.vim-tool.ru

Mukpo anameTp 2-3ybast KoHUEeBas (pesa

e-mail: asz@volgametal.ru 1/¢p 8(846)332-65-65

Y] SS,?&;&L?&;?EOHB SCM'NAA}ﬁ'O';zMg\?%HRC 40~50HRC 898304,316 ﬁ(‘)&éal-‘lml?y(s)
B Carbon Steels, Cast Irons Pre-Hardened Steels Hardened Steels Stainless Steels Titanium Alloys
E::‘:H’:‘;' 150~250HB 25~35HRC 40~50HRC 20~45HRC
CO'\Q'(LI;{“S”S 060poTbl Mopava 060poTbl Mopava 060poTbl Mopava 060poTbl Mopava 060poTbl Mogaya
" Hapywwein || Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Outswl:;:E)ei'apmeter min”! mm/min min”’ mm/min min”! mm/min min”! mm/min min”’ mm/min
0.2 32000 130| 32000 120| 32000 100( 32000 90| 19000 30
0.3 32000 190 32000 170| 24000 120 29000 120 14000 30
0.4 32000 260 29000 210| 18000 120 21000 120 11000 30
0.5 29000 290 23000 210| 14000 110| 17000 120 8600 30
0.6 27000 320 21000 230( 13000 120| 16000 130 8000 40
0.8 20000 320| 16000 230| 10000 130 12000 130 6000 40
Boxosoe | AP 1D
s | g 0.05D(D<1)0.1D(D21) 0.05D 0.05D(D<1)0.1D(D21)
(wana [ap 0.3D(D<1)0.5D(D21) 0.2D 0.3D | 0.1D

'ny6utbl hpesepoBanms
Opeseposka kanaskn
Grooving

Bokosoe (peseposarine

Side Milling

1. B cnyvae 06paboTku Ha HU3KOCKOPOCTHbIX CTaHKax - UCMNOMb3yWTe MakCUManbHy0

CKOPOCTb 1 HAaCTpauBanTe BENUUYMHY Nofaqm
2. Mpw chpesepoBaHMn KaHaBOK B HepXKaBeloLnxX cTanei, ymeHbluaiite o6opoTsl Ha 60% 1 nogavy Ha

40% OT TabnMyHbIX AaHHbIX

3. WicnonbayiiTe oxnaxaeHne npyn o6paboTke HepXaBewWwnx cTaneil, HUKUINEBbIX N TUTAHOBbLIX CNNaBoB
4. PerynupyiiTe pexumbl pesaHus B criyyae Bubpauuii, 3sykos Bo Bpems o6paboTku

1.When using low speed machines, use the maximum speed and adjust the feed rate.
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.

3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.

cant: www.vm-tool.ru

YanuHeHHas Wwenka, KopoTkue 3yoba 2-x 3ybas koHLeBas ppesa

Long Neck Short Flute 2 Flutes Square End Mills

Opeseposka kaHasKit

e-mail: asz@volgametal.ru /¢ 8(846)332-65-

Bokosoe peaeposarite

Grooving Side Milling ae
T ®
OBpaGarsisaemsii YrnepogucTsle, AurHpoBaKHbie Hepxaselouve cranm (R ER B E DGR TP D GED
o 150250HB 25~35HRC 35~45HRC 45~55HRC
Carbon Steels, Alloy Steels | Stainless Steels, Mold Steels Pre-hardened Steels Hardened Steels
::ﬁm 150~250HB 25~35HRC 35~45HRC 45~55HRC
Milling Conditions 06opoTs! Mopaya 06opoTs! Mopaya 06opoTs! Mopaya 060poTbl Mopaya
HapyxHsiii Pabovan Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Qutsﬂ;ezge\;pmmev Effec‘tlinvwenfength min™! mm/min min”! mm/min min”' mm/min min’' mm/min
0.3 1 50000 500( 50000 450 50000 400| 42000 300
0.3 2 50000 500 50000 450 50000 400| 42000 300
0.3 3 50000 500 50000 450 45000 400| 42000 300
0.4 2 50000 750| 50000 680| 50000 560| 34000 340
0.4 3 50000 750( 50000 680( 50000 560( 34000 340
0.4 4 50000 750( 50000 680( 35000 560( 34000 340
0.5 2 50000 900| 43000 770| 30000 450 25000 320
0.5 4 50000 900( 43000 770( 30000 450 25000 320
0.5 6 48000 860( 41000 730( 29000 430 24000 300
0.6 2 50000 1000 43000 850( 30000 500 25000 350
0.6 4 50000 1000| 43000 850| 30000 500| 25000 350
0.6 6 42000 840( 36000 710( 25000 420 21000 290
0.6 8 32000 640| 27000 540( 19000 320 16000 220
0.7 2 45000 990( 38000 840( 27000 500 23000 350
0.7 4 45000 990 | 38000 840( 27000 500| 23000 350
0.7 6 36000 790( 31000 670 22000 400 18000 280
0.7 8 36000 790( 31000 670 22000 400 18000 280
0.7 10 28000 620| 24000 530| 17000 310 14000 220
0.8 4 40000 1000| 34000 850( 24000 500 20000 350
0.8 6 40000 1000( 34000 850( 24000 500 20000 350
0.8 8 32000 800( 27000 680 19000 400 16000 280
0.8 10 24000 600 20000 510| 14000 300| 12000 210
0.8 12 24000 600| 20000 510 14000 300 12000 210
0.9 6 36000 1190| 31000 1010 22000 600 18000 420
0.9 8 30000 990( 26000 840( 18000 500 15000 350
0.9 10 30000 990| 26000 840| 18000 500( 15000 350
1 4 32000 1280 27000 900( 22000 640( 11000 300
1 6 32000 1280 27000 900( 22000 640( 11000 300
1 8 32000 1280| 27000 900| 22000 640| 11000 300
1 10 26000 1040| 22000 730 18000 520 9000 250
1 12 26000 1040( 22000 730 18000 520 9000 250
1.5 6 21000 1130| 18000 790( 15000 570 7000 300

64




65

nT: www.vim-tool.ru

e-mail: asz@volgametal.ru 1/¢p 8(846)332-65-65

YanuHeHHas Wwenka, KopoTkue 3yoba 2-x 3ybas koHLeBas dpesa

Long Neck Short Flute 2 Flutes Square End Mills

O6pabarsisaembi \ 3 cTanu MogsakaneHHsie cTan T B
WorEal:;:t:ma\ 1503;:)HB 25~35HRC 35~45HRC 45~55HRC
Carbon Steels, Alloy Steels Stainless Steels, Mold Steels Pre-hardened Steels Hardened Steels
;::;m 150~250HB 25~35HRC 35~45HRC 45~55HRC
Milling Conditions 06oporbl Mopava 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava
HapyxHbiit PaGouas Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Outsw;;a[;\:r;eter Eﬁect\nvﬂe“réngth min”’ mm/min min’' mm/min min”' mm/min min”’ mm/min
1.5 8 21000 1130| 18000 790( 15000 570 7000 300
1.5 10 21000 1130| 18000 790( 15000 570 7000 300
1.5 12 21000 1130 18000 790| 15000 570 7000 300
1.5 14 17000 920| 14000 640( 12000 460 6000 260
1.5 16 17000 920| 14000 640| 12000 460 6000 260
1.5 18 17000 920( 14000 640( 12000 460 6000 260
1.5 20 12800 690| 11000 480 9000 350 6000 260
2 6 16000 1120| 14000 780( 11000 560 6000 360
2 8 16000 1120| 14000 780| 11000 560 6000 360
2 10 16000 1120 14000 780| 11000 560 6000 360
2 12 16000 1120 14000 780| 11000 560 6000 360
2 14 16000 1120| 14000 780( 11000 560 6000 360
2 16 16000 1120 14000 780( 11000 560 6000 360
2 18 12000 840| 10000 590 8000 420 5000 300
2 20 12000 840| 10000 590 8000 420 5000 300
3 8 11000 1760 9000 1230 8000 880 4000 450
3 10 11000 1760 9000 1230 8000 880 4000 450
3 12 11000 1760 9000 1230 8000 880 4000 450
3 14 11000 1760 9000 1230 8000 880 4000 450
3 16 11000 1760 9000 1230 8000 880 4000 450
3 18 11000 1760 9000 1230 8000 880 4000 450
3 20 11000 1760 9000 1230 8000 880 4000 450
3 25 8000 1280 7000 900 6000 640 3000 330
4 12 8000 1440 7000 1010 6000 720 3000 420
4 20 8000 1440 7000 1010 6000 720 3000 420
4 25 8000 1440 7000 1010 6000 720 3000 420

1. Mpu o6paboTke yrnos ymeHblwanTe nagady npubnm3nTenbHO Ha NONOBUHY

2. PeKOMEH/yeTCs UCMOMb30BaTh HEPACTBOPUMbIE B BOAE CMa304HO-OXaX/Aalollne KuaKocTn

3. ANA AOCTMXXEHNSA HYXKHOI rMyBUHBI NOCNeAoBaTENbHO UCNONb3YITe hpesbl C yBENNYEHNEM ANNHBI BbineTa
4. Buenue pesbl AOMKHO BbITb He Gonee 10 MKM Nocne 3axuma

1.When corner processing, reduce the feed rate by approximately half.
2.Recommend non water soluble cutting fluid.

3.To achieve flute depth, sequential use of each neck length is most effective.
4.The run out of the end mill should be in 10um after chucking.

cant: www.vm-tool.ru

2-x 3ybas KoHlleBas ppesa

2 Flutes Square End Mills

e-mail: asz@volgametal.ru /¢ 8(846)332-65-

06} g V’mmm’le UEHM@:‘?Z{T‘ et cramn crann 3aKaneHHble cTan Hepxasetoume crant H”K”””e“:r';:;:m"“"'e
" kh:\ - Sg,SC,FC150~y2y50HB SCM,NAK,HPM25~35HRC 35~45HRC 45~55HRC SUS304,316 2N°14\5A'-\‘\RC
ickel Alloys
ok atera Cars;;uscfs:;%ﬁﬁ'mns Pre—ﬁ!?gggg‘giee\s Hardened Steels Hardened Steels Stainless Steels Tit;mumAHgys
E:;‘:H’:‘: 150~250HB 25~35HRC 25~35HRC 45~55HRC 20~45HRC
COAQL;“‘SSHS 060poTbl Mopaya | O6opoTbl Mopaya 060poTbl Mopaya 060poTbl Mopaya 060poTbl Mopaya 060poTbl Mopaya
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
AnameTp
iséeDaneer\ min” [ mm/min | min" | mm/min| min? | mm/min| min? | mmimin| min? | mm/min | min? | mm/min
2 11200 340 | 10500 240 7300 130 5300 80 5300 90 3300 50
4 6400 460 6000 320 4200 180 3000 110 3000 130 1900 70
6 4600 550 4300 390 3000 210 2200 130 2200 150 1400 80
8 3400 550 | 3200{ 390 2200[ 210 1600( 130 1600( 150 1000 80
10 2800 560 2600 390 1800 210 1300 130 1300 150 800 80
12 2300 560 2200 400 1500 210 1100 130 1100 150 700 80
16 1700( 450 1600( 320 1100 180 800[ 100 800 110 500 60
20 1350 380 1300 280 900 160 650 90 650 100 400 50
Sorosee | @p 1.5D 1D 1.5D 1D
porae | e 0.1D 0.05D 0.02D 0.1D 0.05D
Kanavia |8p 0.5D 0.3D 0.05D 0.5D 0.05D
Tun dpesepoBaHus
Ppeaeposka kaHaskH Bokosoe chpeseposane 1. Mpu pesepoBaHnn kKaHaBOK B HepXaBelownx ctanei, ymeHbwainte 060poThl Ha 60% 1 noaady Ha
Grooving Side Milling 40% oT TabnUyHbIX AaHHBIX
2. Vicnonb3ayiiTe oxnaxaeHne npyn o6paboTke HepxaBeLWmnx cTaneil, HUKUANEBbLIX U TUTAHOBbIX CNNaBoOB
3. PerynupyiiTe pexumbl pe3aHus B cnyyae Bubpauuii, 3Bykos Bo Bpems o6paboTtkun
& 1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
3.Adjust milling condition when unusual vibration, different sound occur by cutting.
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YanuxenHas paboyas yacTb KOHLEeBas ppesa

Long Flute Square End Mills

e-mail: asz@volgametal.ru 1/¢p 8(846)332-65-65

cant: www.vm-tool.ru

e-mail: asz@volgametal.ru /¢ 8(846)332-65-

YanuHeHHas koHLeBas gpesa

Long Shank Square End Mills

e SS,g&Z&;f&;ggOHB SCM'NAA{(HBF;ZMZ\?%HRC 40~50HRC SUS304,316 El?ciﬁ;\“?y(s:
B Carbon Steels, CastIrons Pre-Hardened Steels Hardened Stesls Stainless Steels TitaniumAlloys
E:;‘:H"M‘: 150~250HB 25~35HRC 40~50HRC 20~45HRC
Co’\:‘w‘(li‘:\?gns 060poTbl Mopava 060poTbl Mopava 060poTbl Mopava 060poTbl Mopava 060poTbl Mogaya
" Hapyww || Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Outsﬁa?agmeter min’’' mm/min min”! mm/min min”! mm/min min”? mm/min min”! mm/min
3 8500 370 5500 210 4000 180 5500 160 2600 60
4 6600 400 4500 220 3000 190 4000 160 2000 60
6 4800 480 3000 240 2500 190 3000 240 1200 60
8 3600 500 2200 300 2000 200 2000 260 1000 70
10 2800 500 1800 300 1500 200 1700 270 800 80
12 2400 470 1500 270 1200 190 1500 250 700 70
16 1800 320 1100 210 800 150 1000 180 500 60
20 1400 250 900 160 700 120 820 150 400 50
e |27 3D
= fae 0.05D | 0.02D | 0.05D | 0.02D

Bokosoe (hpeaeposanie

Side Milling

1. WicnonbayiTe xecTknit obpabaTbiBatowmii LeHTp (BT50)

2. Mpu chpesepoBaHuM KAHABOK B HEPXaBeKLWMUX cTanei, ymeHblwaite 06opoTel Ha 60% 1 nogavy Ha
40% OT TabnUyHbIX AaHHbIX

3. Wcnonbayiite oxnaxaeHne npyn o6paboTke HepxaBelwWwnx cTaneil, HUKUINEeBbIX N TUTAHOBbIX CNNaBoB
4. Perynupyiite pexumbl pesanus B cnydae BuGpaunii, 3s8ykos Bo Bpemsi o6paboTkun

1.Use highly rigid machining center(BT50).

2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.

T — SSE&E&;?S{;ZSOHB SCM,NAA}ﬁbeIFS’MeZ‘?%HRC 40~50HRC SL.JSSO4,316 ﬁ?&ﬁ&ﬁg
B Carbon Steels, Cast Irons Pre-Hardened Steels Hardened Steels Stainless Steels TitaniumAlloys
E::‘:H’:‘: 150~250HB 25~35HRC 40~50HRC 20~45HRC
Cxll(‘jliltr:gns 060poTbl Mopava 060poTbl Mopava 060poTbl Mopava 060poTbl Mopava 060poTbl Mogaya
" Happwii || Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Qu1swg:;BT;;weler min’' mm/min min”! mm/min min”' mm/min min”! mm/min min”’ mm/min
3 8500 520 5500 300 3800 260 5000 220 2500 80
4 6600 560 4500 320 3000 270 4000 220 2000 80
6 4800 670 3000 340 2500 270 3000 340 1200 80
8 3600 700 2200 430 2000 280 2000 360 1000 100
10 2800 700 1800 430 1500 280 1700 390 800 110
12 2400 670 1500 390 1200 270 1500 350 700 100
16 1800 460 1100 290 800 210 1000 250 500 80
20 1400 350 900 230 700 180 820 210 400 70
I ED 1.2D
= Jae 0.01D 0.05D 0.1D 0.05D
e 0.05D 0.1D 0.2D 0.1D
1. Wcnonb3ayitTe xecTkui o6pabateiBatownii ueHTp (BT50)
Grooving Side Milling 2. MNpu dpesepoBaHnm kKaHaBOK B HEPXKABEIOLWUX CTanel, yMeHblainTe 060poTsl Ha 60% v noaady Ha

40% OT TabrnmyHbIX 4aHHbIX
3. cnonbayiiTe oxnaxaexune npyn o6paboTke HepXaBewLWNX cTaneil, HUKUINEBbIX N TUTAHOBLIX CNaBoB
4. Perynupyite pexnmbl pesanus B cnyyae subpauunii, 3sykos Bo Bpems 06paboTkn

1.Use highly rigid machining center(BT50).

2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.
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4-x'3ybas KoHLleBas hpesa ansa TKenbIX yCrnosuin paboTs!

Heavy Cutting 4 Flutes Square End Mills

Konuesas dpesa
Square End Mills
O6blYHbIE yCrnoBUSA Conventional Condition
sanoacam |
i r;atema\ SS,g&;ﬁ:{;?é)éésSOHB SCM,N/}\F(,)I;IEZ?%%SHRC 35~45HRC 45~55HRC SUS304,316 %l?c;ée\'-\llgy(s:
Carbon Steels, Cast Trons Pre-Hardened Steels Hardened Steels Hardened Steels Stainless Steels Titanium Alloys
Zg:m 150~250HB 25~35HRC 25~35HRC 45~55HRC 20~45HRC
COMH‘(;“T‘S”S 06opoThl Mopava | OBopoTe! Mopaya 060opoThl Mopaya 060opoThl Mopaya 06opoTbl Mopaya 06opoTbl Mopaya
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
OJI:\MdEeMS\Yapmeter min! [ mmmin| min? | mm/min| min? | mm/min| min? | mmmin| min? | mmmin | min" | mm/min
2 12800 570 12000 380 8300 230 6000 150 6000 130 3700 70
4 6800 730 6400( 490 4400 300 3200( 200 3200 170 2000 90
6 4600 770 4300 520 3000 320 2200 210 2200 180 1400 100
8 3400 770 3200 520 2200 320 1600 210 1600 180 1000 100
10 2800 780 2600 520 1800 320 1300 210 1300 180 800 100
12 2300 780 2200 530 1500 320 1100 210 1100 180 700 100
16 1700 650 1600] 420 1100 280 800 170 800 150 500 80
20 1350 600 1300 380 900 260 650 150 650 140 400 75
o |2 1.5D 1D 1.5D 1D
T ae 0.1D 0.05D 0.02D 0.1D 0.05D
b |aP 0.5D 0.2D 0.05D 0.3D 0.1D
BbicokockopocTHoe dpesepoBaHne High Speed Milling
e I : ‘
T SS,gt(r:chtErliéé)tgggFJHB SCM,NQF{,}I;IQ!\QSE-SGHRC H35--45HRC 45~55HRC SUS304,316
Carbon Steels, Cast Irons Pre-Hardened Steels et Bzt SN S el izl
s::‘:m 150~250HB 25~35HRC 25~35HRC 45~55HRC
Com‘i‘t?gns 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Qutsfdweag?;weter min' | mm/min| min? | mm/min| min? | mm/min| min? | mm/min| min? | mm/min
2 47800 2200 | 47800[ 1600 39800[ 1200 31800 900 | 15900 400
4 23900/ 2600 | 23900 1900 | 19900( 1400| 15900/ 1100 8000 490
6 16000( 2700 | 16000 2000 | 13300( 71500| 10600 1200 5300 510
8 12000[ 2700 12000] 2000| 10000] T500] gooo[ 1200] 4000] 520
10 9600[ 2700 9600[ 2000 8000] TOUUT 6400[ 1200] 3200] 520
12 8000( 2700 8000( 2000 6700 JDUU 5300/ 1200 2700 520
16 6000] 2200 6000| 1600 5000 lf:: 4000 900 2000 450
20 4800/ 2000 4800| 1400 4000 7 3200 750 1600 380
o 2P 1.5D 1D 1.5D
= fae 0.05D 0.02D 0.05D
Tun hpeseposaHus 1.MNpu ppesepoBaHmnmM kKaHaBOK B HEpXKaBeloLMX CTanen, ymeHblwainTe 060poThl Ha 60% u
®pe3eposka kaHaBkM BokoBoe (peseposanite nopavy Ha 40% oT TaBnNUYHbBIX aHHbIX
GfOOVmg Side MI”mg Zrizsg:ggz;ec?-;ﬂaa;:;e%ime npu OGPaGOTKe HepXasetwnx cTanei, HUKUNNeBbIX
3. PerynupyiiTe pexumbl pe3aHus B cnyyae Bubpauuii, 3Bykos Bo Bpemsi o6paboTtkun
o 1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40%
© of table values.
&] 2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
1 % He 3.Adjust milling condition when unusual vibration, different sound occur by cutting.

T SS§,SC,FC150~250HB | SCM,NAK,HPM25~35HRC 40~50HRC SUS304,316 %1014\5A|-\‘|RC
M Carbsot;vuscgﬁs‘,séeailtsl}cns Pre—ﬁ!?({esrvtgglgiee\s Rardened Steels Stainless Stesls Tna‘?m?m Aﬁfy)is
150~250HB 25~35HRC 40~50HRC 20~45HRC
Milling
Conditions
Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quside Diameter min”’ mm/min min”! mm/min min”! mm/min min”’ mm/min min”! mm/min
2 9000 720 6000 430 4000 320 5500 320 2600 120
4 6600 800 4500 450 3000 380 4000 320 2000 120
6 4800 960 3000 480 2500 380 3000 480 1200 120
8 3600 1000 2200 610 2000 400 2000 520 1000 140
10 2800 1000 1800 610 1500 400 1700 550 800 160
12 2400 950 1500 550 1200 380 1500 500 700 140
14 2200 880 1300 490 1000 360 1200 430 600 130
16 1800 650 1100 420 800 300 1000 360 500 120
18 1600 580 1000 360 750 270 900 340 450 110
20 1400 500 900 330 700 250 820 300 400 100
e |27 1.5D
T ae 0.1D 0.05D 0.1D 0.05D
b | 8P 1D 0.2D 0.3D 0.2D
Tun dpeseposarms 1. Wcnonbayinte xecTkuit obpabaTeiBatowmii LeHTp (BT50)
®peseposka kanasku Bokosoe ppeseposanite 2. MNpu chpesepoBaHNy KaHABOK B HEPXABEIOLWMX CTanen, ymeHbLaite 060poTsl Ha 60% u noaayy Ha
Grooving Side Milling 40% 0T TaBnMYHBIX AaHHbIX
3. Ucnonb3yiTe oxnaxaeHne npu o6paboTke HepxaBelowmnx cTanen, HUKUNNEBbLIX U TUTAHOBbLIX CNNaBoOB
4. Perynupyiite pexvmsl pe3aHus B criydae Bubpauuii, 3sykos Bo Bpems o6paboTkn
1.Use highly rigid machining center(BT50).
& 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
(%j 3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
1 % 4.Adjust milling condition when unusual vibration, different sound occur by cutting.
ae
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YanuHeHHas 4-x 3y6as koHLeBas gpesa Ans TAXeNbIX peXMMos paboThl

Heavy Cutting Long shank 4 Flutes Square End Mills

cant: www.vm-tool.ru

e-mail: asz@volgametal.ru /¢ 8(846)332-65-

6-Tn 3ybas KoHLeBas pesa

6 Flutes Square End Mills

O6bI4yHbIE yCcrioBuS

Conventional Condition

O6pabarsizaenii

BakaneHHble cTanu

06pabatsiBaemblii YIneponucTsie, KOHCTpyK- J— T Hukunessle U THTaHOBSIE
marepuan LMOHHIE CTanH, 4yryHbI crann
it SS,gC,FC15§~250HB SCM,NAK,H2M25~35HRC 40~50HRC SUS304,316 ?\‘0~k4a\l-ll‘RC
r rl tructural Steels, Alloy Steels, . ickel Alloys
& Carbogusctgg\is Ceaests\rons Pre—Ha%en:(ei ;teels Hardened Steels Stainless Steels TnaniumAHgys
;:;‘:H“M‘: 150~250HB 25~35HRC 40~50HRC 20~45HRC
Mi”_i”Q 060opoTbl Mopava 060opoTbl Mopava 060opoTbl Mopava 060opoTbl Mopava 060opoTbl Mopava
Conditions
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Avawetp
Qutside Diameter min”? mm/min min”! mm/min min”' mm/min min”! mm/min min”! mm/min
3 8500 370 5500 210 4000 180 5500 160 2600 60
4 6600 400 4500 220 3000 190 4000 160 2000 60
6 4800 480 3000 240 2500 190 3000 240 1200 60
8 3600 500] 2200 300] 2000 200 2000 260 1000 70
10 2800 500] 1800 300] 1500 200 1700 270 800 80
12 <ady 470 1500 270] 1200 190 1500 250 700 70
16 °UF1 320] 1100]  210] 800  150[ 1000 180 500 60
20 e 250 900 160 700 120 820 150 400 50
TnyGuna ap 3D
peaanis
ae 0.05D | 0.02D | 0.05D 0.02D
BokoBoe (pe3seposanite
1. WicnonbayiTe xecTknit obpabaTbiBatowmii LeHTp (BT50)
Side Milling 2. Mpu chpesepoBaHuM KAHABOK B HEPXaBeKLWMUX cTanei, ymeHblwaite 06opoTel Ha 60% 1 nogavy Ha
40% OT TabnUyHbIX AaHHbIX
3. Micnonb3yiiTe oxnaxaeHne npn o6paboTke HepxaBewwWwmux cTanei, HUKUINEBbLIX U TUTAHOBLIX CNNaBoB
4. Perynupyiite pexumsl pesanus B cryyae Bubpauuii, 3s8ykos Bo Bpemsi o6paboTku
1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4.Adjust milling condition when unusual vibration, different sound occur by cutting.

yr cranu Uyryhsl
- 45~55HRC 35~45HRC ~35HRC SUS304,5US316 FC,FCD
Work Material Hardened Steels Pre-Hardened Steels Carbon Steels Stainless Steels Cast Irons
B —— Mold Steels Alloy Steels
;:;‘:H':‘;' 45~55HRC 35~45HRC ~35HRC
M‘ng 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava
Conditions
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
AvawmeTp
Quiside Diameter  min’” mm/min min' | mm/min | min" | mm/min | min" | mm/min min’’ mm/min
4 2400 180 4000 490 8000 1600 2800 180 8000 1600
5 1900 220 3200 490 6200 2000 2200 230 6200 2000
6 1600 250 2700 490 5300 2000 1900 230 5300 2400
8 1200 280 2000 490 4000 2000 1400 230 4000 2400
10 1000 300 1600 630 3200 2000 1100 230 3200 2400
12 800 350 1300 570 2700 2100 930 300 2700 2400
16 640 220 1100 360 2000 1900 700 270 2000 2000
20 480 180 800 200 1600 1600 560 240 1600 1600
ap 1.5D 1.5D 1.5D 1.5D 1.5D
ae 0.05D 0.1D 0.1D 0.1D 0.1D
ar|  0.005D MAX. 0.1D 0.1D 0.1D 0.1D
Tun dpesepoBaHus
OpeseposKa KaHasKit Bokosoe hpeseposaie i _
Gooung [1] Sdeliing e e o Sk cesapec TG oBpaBoTIe
3. PerynupyitTe pexumMbl pesaHus B cnyyae subpauuil, 3BykoB Bo Bpemsi 06paboTkmn
& 1.Use in wet condition in case of Stainless Steels.
g;‘: 2.Recommend dry process in case of hign speed milling.
Z ae 3.Adjust milling condition when unusual vibration, different sound occur by cutting.
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BeicokockopocTHoe dpesepoBaHume  High Speed Condition

(o]

wmatepuan

3akaneHHble cTanu

BakaneHHble cTanu

) 45~55HRC 35~45HRC ~35HRC
Work Material M e Sk Pre-Hardened Steels Carbon Steels
D ——— Mold Steels Alloy Steels
;:;‘:NMM‘: 45~55HRC 35~45HRC ~35HRC
Milling 06opoTbl Mopaya 06opoTbl Mopaya 06opoTbl Mopaya
Conditions
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed
AvameTp
QuisdeDemeter\  min | mm/min | min" | mm/min | min? | mm/min
4 24000 3200| 24000 4600| 24000 4800
5 19200 4000| 19200 5800 | 19200 6000
6 16000 4000( 16000 5800| 16000 6000
8 12000 4000( 12000 5800| 12000 6000
10 9500 4200( 10000 5700| 10000 6000
12 8000 4600 8000 5300 8000 7600
16 6000 4000 6000 5300 6000 7600
20 4800 3000 5000 5000 5000 7000
o 22| 1~1.5D 1~1.5D 1~1.5D
et Jael  0.02~0.05D 0.05D 0.1D

1. PekomeHayeTcs He MCNOMb30BaTh OXNaXAeHne
NPy BbICOKOCKOPOCTHOW 06paboTke

2. PerynupyiiTe pexumMbl peaaHus B cnyyae subpaumin,
3BYKOB BO Bpemsi o6paboTkun

1.Recommend dry process in case of hign speed milling.
2.Adjust milling condition when unusual vibration,
different sound occur by cutting.

Bokosoe hpeaeposarite

Side Milling

E
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Mukpo anameTp 2-3ybas chepuyeckas gpesa

Micro Diameter 2 Flutes Ball Nose

O6bIYHbIEe yCroBuUS

Conventional Condition

canTt: www.vm-tool.ru e-mail: asz@volgametal.ru 1/¢ 8(846)332-65-
KoHunyeckas ¢ yanuHeHHO Wenkon 2-x 3ybas chepuyeckas gpesa

Long Taper Neck 2 Flutes Ball Nose

OObIYHbIEe yCrOBUSI Conventional Condition

@ Seropnn 0 ylimm'e Cyan;"q“yi'yz:' TNervposanHble cTanu 3akanenHbie cTanu 3akaneHbie cTanu 3akaneHbie cTanu 3akanenHbie cranu
B — Castlrons Mold Steels Pre-Hardened Steels Hardened Steels ARSI AR
;sm;‘;' 30~38HRC 38~45HRC 45~55HRC 55~60HRC
Co’\fw‘(‘i‘\‘gsns 06opoTsl Mogaya | O6opoTh! Mogaya 06opoTs! Mogaya 06opoTsl Mogaya 06opoTsl Mogaya 06opoTsl Mogava
53!1”,,{? R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min" | mm/min| min! | mm/min| min" | mmmin| min? | mm/min| min? | mmimin| min" | mm/min
0.5 32000 820 31000 620 | 25000{ 440| 22000 330| 19000 240 14000 130
1 16000 920| 15000 680 | 13000 510 11000[ 380 9600( 280 7200 160
2 8000( 1000 7600 760 6400 560 5600( 430 4800 310 3600 170
3 5300( 1000 5100 770 4200 550 3700[ 420 3200( 310 2400 170
5 3200( 1000 3100 780 2500 550 2200( 420 1900 300 1400 170
8 2000 920 1900 680 1600 510 1400 380 1200 280 900 160
10 1600 820 1500 600 1300] 460 1100 330 960 250 720 140
ap 0.05D(R<0.5) 0.1D(R20.5) 0.05D
Depth of cut| Pf 0.2D 0.1D
BbicokockopocTHoe cpesepoanne High Speed Condition
@ Seropnn 0 ylimm'e Cyan;"q“yi'yz:' TNeruposanHble cTanu 3akaneHbie cTanu 3akaneHbie cTanu 3akaneHbie cTanu 3akaneHbie cTanu
B T —— Castlrons Mold Steels Pre-Hardened Steels Hardened Steels AR ARSI
;sm;‘;’ 30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling 06opoTsl Mogaya | O6opoTs! Mogaya 06opoTsl Mogaya 06opoTsl Mogaya 06opoTs! Mogaya 06opoTsl Mogava
Conditions
m Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min" | mm/min| min! | mm/min| min" | mmmin| min? | mm/min| min? | mmimin| min" | mm/min
0.5 60000| 3600| 60000] 3600| 60000/ 3000| 60000| 3000| 60000| 2400| 48000| 1900
1 51000( 5100 | 48000( 4800 ( 40000( 3200(| 37000( 3000 | 35000( 2100 | 24000( 1400
2 25000/ 5000 | 24000/ 4800| 20000| 3200| 18000| 2500| 18000| 2200| 12000| 1400
3 17000 4100 | 16000 3800 | 13000f 2900 | 12000f 2200 | 12000f 1900 8000 1300
5 10200 3100 9600 2500 8000f 1900 7300{ 1500 7000{ 1400 (| 4800[ 960
8 6400( 1900 6000[ 1800 5000{ 1200 4600/ 1000 4400 900 3000( 600
10 5100( 1600 4800| 1400 4000| 1000 3700( 890 3500( 700 2400( 480
ap 0.05D(R<0.5) 0.5mm(R20.5)
Depth of cut| Pf 0.1D 0.05D

059;22;‘;::“““ yf.ﬂﬁiﬁﬂ"efffn'f,“fffy‘ﬁf' cranm 3 crann 3akaneHHsle cTanu 3akaneHHsie cTanu 3akaneHHsie cTanu
Work Material Carign’ gtge\s ?\ﬁovétse}:\g H;S;i?szi%s Slglirei?‘sz(e:\s 45755MRC 95-00MRC
— Castlrons Mold Steels. Pre-Hardened Steels Hardened Steels A A S
sg;‘:;ﬂ: 30~38HRC 38~45HRC 45~55HRC 55~60HRC
Com‘\igogns 0O6opoTh! Mopaya | O6opoTbl Mopava 0O6opoTh! Mopava 0O6opoTh! Mopava 0O6opoTh! Mopava 0O6opoTh! Mopava
m Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min" | mm/min | min! | mm/min| min" | mmmin| min? | mm/min| min? | mmimin | min® | mm/min
0.1 32000 320 32000 320 32000 300 | 32000 250 32000 160 | 32000 125
0.15 32000 480 | 32000 480 | 32000 450 | 32000 375 | 32000 240 32000 190
0.2 32000 600 ([ 32000 600 [ 32000 520 32000 500 32000 320 32000 255
0.25 32000 750 | 32000 650 | 32000 620 | 32000 600 | 32000 400 [ 32000 320
0.3 32000 900 ( 32000 700 [ 32000 700 [ 32000 640 32000 480 | 32000 380
0.4 32000( 1200(| 32000/ 1000| 32000 920 ( 32000 850 [ 32000 640 25000 400
0.5 32000( 1500 32000( 1250 32000( 1150 32000( 1000 (| 32000 800 | 20000 400
0.75 32000( 2200 | 32000/, 1600 32000 1700| 29500( 1400 | 25500 950 13500 400
1 32000( 2900 | 28500/ 2100 25000 1800| 22000 1400| 19000 950 ( 10000 400
1.5 21000| 2900 19000 2100 17000 1800 14500( 1400 | 12500 950 6800 400
2 16000| 2900 14000 2100 12500 1800 11000/ 1400 9500 950 5000 400
ap 0.05D(R<0.5) 0.1D(RZ0.5) 0.05D
Pf 0.2D 0.1D
BbicokockopocTHoe gpesepoBaHne High Speed Condition
059;22;‘;::“““ yf.ﬂﬁiﬁﬂ"efffn'f,“fffy‘ﬁf' cranm 3 crann 3akaneHHsle cTanu 3akaneHHsie cTanu 3akaneHHsie cTanu
Work Material CarboCH gt(e:e\s i\(\:o“y/léi}g\g Ha?g;ri?-lsz%s Stgi%reiggﬁg\s 45-55HRC 55-00HRC
— Castlrons Mold Steels. Pre-Hardened Steels Hardened Steels AEREEE e TERBTESEE
sg;‘:;ﬂ: 30~38HRC 38~45HRC 45~55HRC 55~60HRC
COMH‘(‘J\ilTSHS 0O6opoTh! Mopaya | O6opoTbl Mopava 0O6opoTh! Mopava 0O6opoTh! Mopava 0O6opoTh! Mopava 0O6opoTh! Mopava
m Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed
Ball Radius(mm) min" | mm/min| min! | mm/min| min" | mmmin| min? | mm/min| min? | mmimin| min" | mm/min
0.1 60000 600 ( 60000 600 60000 560 [ 60000 480 | 48000 240 48000 180
0.15 60000 900 | 60000 900 | 60000 840 | 60000 700 | 48000 360 | 48000 280
0.2 60000 1100 | 60000 1100 | 60000 1000| 60000 940 ( 48000 480 | 48000 380
0.25 60000| 1200| 60000/ 1200| 60000 1150 | 60000 1100 | 48000 600 [ 48000 480
0.3 60000| 1400| 60000/ 1400| 60000 1300 (| 60000 1200| 48000 720 | 48000 570
0.4 60000| 1900 | 60000 1900| 60000/ 1700 | 60000/ 1600| 48000 960 [ 48000 750
0.5 60000| 2350| 60000| 2350| 60000/ 2150| 60000/ 1900 | 48000| 1200| 48000 950
0.75 60000| 3000| 60000f 3000| 55000/ 2900 (| 51000| 2400| 42500 1600| 32000 950
1 48000| 4350 | 45000( 3300| 41500/ 2900 (| 38000| 2400| 32000 1600| 24000 950
1.5 32000( 4350 30000 3300 (| 27500 2900 25000 2400(| 21000 1600 | 16000 950
2 24000| 4350 | 22000( 3300| 20500/ 2900 19000| 2400 16000 1600 | 12000 950
tTIAE|2P 0.05D
Depth of cut| Pf 0.1D

R:Papuyc cchepbl
Ball Radius
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1. Mpwu ucnonb3osaHuu pes c ya.

OM LWeitkon, y

1.When using Long Neck Type End Mills, reduce the feed to 40% of table values.
2.Use in wet condition in case of Stainless Steels.
3.When using low speed machines, use the maximum speed and adjust the feed rate.
4.Adjust milling condition when unusual vibration, different sound occur by cutting.

“Te nogayvn Ha 40% oT TaBGNUYHbIX AaHHbIX
2. Vicnonk3ayiTe oxnaxnaexne npu o6paboTke HepxaBeoLnx cTaneil, HUKUNMEBbIX U TUTaHOBbIX CMNaBoB
3. B cry4ae 06paboTku Ha HU3KOCKOPOCTHBIX CTAHKaX - UCMOMb3YATE MakCUManbHYI0

CKOPOCTb U HAacTpausanTe BENUUYUHY NoAa4N
4. Perynupyiite pexumbl pesaHus B criyyae Bubpaunii, 3Bykos Bo Bpems o6paboTkn

D: AinameTp Dia.of Mill
R: Paawnyc cdepsbl Ball Radius

1. Mpu MCNONb30BaHUN TOHKUX YANUHEHHbIX hpe3 yMeHbliainTe noaadn Ha 70% oT TabnnyHbix
2. Mpwu ncnonb3oBaHnu hpes ¢ yANMHEHHON WENKON, YMEHbLIANTEe Nofja4un B COOTBETCTBUN C BbINETOM
3. Vicnonk3ayitTe oxnaxzaexue npu o6paboTke HepxaBeWux cTaneil, HUKUMMEBbIX U TUTAHOBbIX CMNaBoB

4. B cnyyae 06paboTku Ha HU3KOCKOPOCTHbIX CTAHKaX - UCMOMNb3YyNTe MakcUMarnbHyio
CKOPOCTb M HacTpanBanTe BENNUYNHY NoAaum
5. PerynupyiTe pexumsl pesaHus B criyqae Bubpatnii, 38ykos Bo Bpems 06pa6oTku

1.When using Pencil Neck Type End Mills, reduce the feed to 70% of table values.

2.When using Long Shank Type End Mills, reduce milling condition according to it's over hang length.
3.Use in wet condition in case of Stainless Steels.
4.When using low speed machines, use the maximum speed and adjust the feed rate.
5.Adjust milling condition when unusual vibration, different sound occur by cutting.
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YOnvHeHHast Weika kopoTkue 3ybbs 2-x 3ybas cepuyeckas dpesa

Long Neck Short Flute 2 Flutes Ball Nose

O6bIYHbIE yCroBKS

Conventional Condition

Tun dppesepoBaHus

OpeasposKa kaHasKit

Grooving

Bokosoe hpeseposanie

Side Milling ae

OBpabarsisaemsii
watepnan

v

cranu

MopsakanekHbie cTan

3akaneHHsle cTani

Work Material Carbon Steels, Alloy Steels Stz;\}‘r(mjlledsggt;sels, Pre-hardened Steels Hardened Steels
Pexisl pesatins 150~250HB 25~35HRC 35~45HRC 45~55HRC

Al Con('jmons 060poTbI Mopaya 060poTbI Mopaya 060poTbI Mopaya 060poTbI Mopaya
z;’i‘:’yj H:“pay::::’” Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius| Dia. of Mill 1 . 1 ) .1 . .1 .
mm mm min mm/min min mm/min min mm/min min mm/min
0.2 0.4 50000 800 [ 50000 810 50000 640 [ 50000 500
0.2 0.4 2.5 50000 800 [ 50000 740 [ 50000 640 [ 50000 500
0.2 0.4 3 50000 800 [ 50000 740 [ 50000 640 [ 50000 500
0.2 0.4 4 50000 800 [ 50000 740 50000 640 [ 50000 500
0.2 0.4 5 48000 480 | 46000 420 | 50000 350 50000 500
0.25 0.5 2 50000 1100 | 50000 990 [ 45000 770 [ 32000 500
0.25 0.5 4 50000 1100 | 50000 990 [ 40000 700 [ 29000 450
0.25 0.5 5 50000 1100 [ 40000 790 [ 40000 700 [ 29000 450
0.25 0.5 6 50000 1100 [ 40000 790 31000 540 29000 450
0.3 0.6 2 50000 1300 | 48000 1110 | 37000 780 [ 27000 520
0.3 0.6 3 50000 1300 | 46000 1060 | 35000 740 [ 25000 480
0.3 0.6 4 50000 1300 | 43000 990 [ 33000 700 [ 24000 460
0.3 0.6 5 42000 1090 | 38000 880 [ 30000 630 [ 24000 440
0.3 0.6 6 42000 1090 [ 33000 760 [ 26000 550 [ 24000 440
0.4 0.8 2 48000 1750 | 36000 1180 [ 28800 840 20000 500
0.4 0.8 4 48000 1750 | 36000 1180 [ 28800 840 20000 500
0.4 0.8 5 40000 1460 | 30000 980 [ 24000 700 ( 18000 420
0.4 0.8 6 40000 1460 | 30000 980 [ 24000 700 [ 18000 420
0.4 0.8 7 32000 1120 [ 24000 780 20000 560 [ 18000 420
0.4 0.8 8 32000 1120 | 24000 780 | 20000 560 | 18000 420
0.4 0.8 10 24000 840 ( 21000 680 18000 500 ( 16000 380
0.5 1 3 38000 1710 29000 1160 [ 22800 770 16000 480
0.5 1 4 38000 1710 29000 1160 [ 22800 770 [ 16000 480
0.5 1 5 38000 1710 29000 1160 [ 22800 770 16000 480
0.5 1 6 32000 1440 | 24000 960 [ 19200 650 [ 14500 435
0.5 1 7 32000 1440 [ 24000 960 | 19200 650 | 14500 435
0.5 1 8 32000 1440 [ 24000 960 | 19200 650 | 14500 435
0.5 1 9 26000 1170 ( 20000 800 15600 530 14500 435
0.5 1 10 26000 1170 20000 800 15600 530 13000 390
0.5 1 12 26000 1170 [ 20000 800 15600 530 13000 390

cant: www.vm-tool.ru
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YAanuHeHHas Wwenka kopoTkue 3ybbs 2-x 3ybas chepuyeckas ppesa

Long Neck Short Flute 2 Flutes Ball Nose

O6blYHbIE YyCroBuUA

Conventional Condition

O6pabarsiaembii
marepuan

v L crann
Ta)

MopsakanenHsle cTanu BakaneHHble cTanu

) 150~350HB 25~35HRC 35~45HRC 45~55HRC
Work Material Carbon Steels, Alloy Steels Stﬂr:)lﬁ]sgét:lgls, Pre-hardened Steels Hardened Steels
PexuMsl pesanis 150~250HB 25~35HRC 35~45HRC 45~55HRC
L g Com{itions 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava
zw’y‘: H:rﬂy:::: P:E::,:ﬂ Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius| Dia. of Mill| Effective 1 . 1 . .1 . P .
mm mm Length min mm/min min mm/min min mm/min min mm/min
0.75 1.5 8 13200 680 8800 450 | 22000 1500 | 16500 1050
0.75 1.5 10 13200 680 8800 450 | 22000 1500 | 16500 1050
0.75 1.5 12 13200 680 8800 450 | 22000 1500 | 16500 1050
0.75 1.5 14 17000 1160 [ 12750 810 ( 10200 520 6800 350
0.75 1.5 16 17000 1160 [ 12750 810 10200 520 6800 350
1 2 4 19000 1710 14250 1200 | 11400 770 7600 510
1 2 6 19000 1710 | 14250 1200 | 11400 770 7600 510
1 2 8 19000 1710 | 14250 1200 | 11400 770 7600 510
1 2 12 16000 1440 [ 12000 1010 9600 650 6400 430
1 2 14 16000 1440 [ 12000 1010 9600 650 6400 430
1 2 16 16000 1440 [ 12000 1010 9600 650 6400 430
1 2 18 12800 1150 9600 810 7680 520 5120 350
1.5 3 8 12800 2180 9600 1530 7680 980 5120 650
1.5 3 10 12800 2180 9600 1530 7680 980 5120 650
1.5 3 16 10600 1800 7950 1260 6360 810 4240 540
1.5 3 20 10600 1800 7950 1260 6360 810 4240 540
2 4 10 10000 2200 7500 1540 6000 990 4000 660
2 4 16 10000 2200 7500 1540 6000 990 4000 660
2 4 20 10000 2200 7500 1540 6000 990 4000 660
2 4 25 8000 1760 6000 1230 4800 790 3200 530

1. Mpu o6paboTke yrnos ymeHbllaiTe nagady npubnu3NTenbHO Ha NoNoBUHY

2. PeKOMEH/1yeTCs NCMNONb30BaTh HEPACTBOPMMbIE B BO/I€ CMA304HO-0XNaX/Aatolune XUAKOCTI

3. N5 AOCTUKEHUS HYXKHON rMy6UHBI NOCNEA0BaTENbHO UCMONb3YiHTe (DPe3bl C yBENUUEHUEM ANNHbI BbINeTa
4. BueHue dpesbl AOMKHO GbiTb He Gonee 10 MKM Nocne 3axuma

1.When corner processing, reduce the feed rate by approximately half.
2.Recommend non water soluble cutting fluid.

3.To achieve flute depth, sequential use of each neck length is most effective.
4.The run out of the end mill should be in 10um after chucking.
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Cthepuyeckas pesa

Ball Nose End Mills

O6bIYHbIEe ycrnoBuKS

Conventional Condition

cant: www.vm-tool.ru

Long Shank Corner Radius

e-mail: asz@volgametal.ru /¢ 8(846)332-65-

YAanuHeHHas ckpyrneHHas gpesa

06pabatbizaemblit YrnepoauCTbIe, KOHCTPYK- Tler 3 cTank Hepxaselouyyie cranu Hukunuessle v TATaHoBbIE
Worla;:l::rial SS,gﬁEé:i%iéEﬁhB SCM,NAA}T‘beIE:M:2§~35HRC 40~50HRC 898304,31 6 ?\I?c?e‘é\:l%(s:
B Carbon Steels, Cast Irons Pre-Hardened Steels Hardened Steels Stainless Steels TitaniumAlloys
;::‘:H”M‘: 150~250HB 25~35HRC 40~50HRC 20~45HRC
MiHIing 0BopoThl Mogaya 0BopoThl Mogaya 0BopoThl Mogaya 0BopoThl Mopaua 06opoT! Mopaua
Conditions
" Hapywwn || Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QutsiJgHZTr;eter min’' mm/min min”! mm/min min”’ mm/min min”! mm/min min”’ mm/min
3 8500 520 5500 300 3800 260 5000 220 2500 80
4 6600 560 4500 320 3000 270 4000 220 2000 80
6 4800 670 3000 340 2500 270 3000 340 1200 80
8 3600 700 2200 430 2000 280 2000 360 1000 100
10 2800 700 1800 430 1500 280 1700 390 800 110
12 2400 670 1500 390 1200 270 1500 350 700 100
D 1.2D
ae 0.01D 0.05D 0.1D 0.05D
b8P 0.05D 0.1D 0.2D 0.1D
Tun hpeseposaHus
dpe3eposka KaHasKM Bokosoe (peseposanite 1. WcnonbayiTe xecTknit obpabaTbiBatowmii LeHTp (BT50)

Grooving

Side Milling

2. Mpu chpesepoBaHUM KAHABOK B HEPXKaBEKLWMUX cTaneil, ymeHbLwaite o6opoTtel Ha 60% 1 noaavy Ha
40% oT TabnuyHbIX AaHHbBIX
3. Ucnonb3yiiTe oxnaxaeHne npu o6paboTke HEPXKaBEOLWMUX CTANEN, HUKUMNEBbLIX U TUTAHOBLIX CMNaBOB
4. Perynupyiite pexvmsl pe3aHus B cnyyae Bubpaumii, 3s8ykoB Bo Bpems o6paboTkn

1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.

| ofsiS,, | S0 | L | gew | esw | s
Castlrons Mold Steels Pre-Hardened Steels Hardened Steels el S ARG S
it 30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling 06opoT! Mogaya | O6opots! Mopava 06opoTl Mopava 06opoTl Mopava 060opoTbl Mogava 060opoTbl Mogava
Conditions
m Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min" | mm/min| min! | mm/min| min" | mmmin| min? | mm/min| min? | mmimin| min" | mm/min
0.5 32000 820| 31000 620 | 25000) 440| 22000 330 | 19000 240 | 14000 130
1 16000 920| 15000 680 | 13000 510| 11000 380 9600 280 7200 160
2 8000| 1000 7600 760 6400 560 5600( 430 4800 310 3600 170
3 5300 1000 5100 770 4200 550 3700( 420 3200 310 2400 170
5 3200| 1000 3100 780 2500 550 2200 420 1900 300 1400 170
8 2000 920 1900 680 1600 510 1400 380 1200 280 900 160
10 1600 820 1500 600 1300f 460 1100 330 960 250 720 140
o 0.05D(R<0.5) 0.1D(R20.5) 0.05D
P | P 0.2D 0.1D
BbicokockopocTHoe pesepoBaHne  High Speed Condition
Workoterel|  Cante Gl Aoy el HrdmadSeds, | Saiess S oo e
Castlrons Mold Steels Pre-Hardened Steels Hardened Steels AEESE e AR S
it 30~38HRC 38~45HRC 45~55HRC 55~60HRC
Milling 060opoTbl Mogava | OBoports! Mogava 060poTbl Mogava 060opoTbl Mogava 06opoTl Mopava 06opoTl Mopava
Conditions
:;g:y: R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius(mm) min" | mmmin| min! | mm/min| min" | mmmin| min? | mm/min| min? | mmimin| min" | mm/min
0.5 60000[ 3600 | 60000[ 3600 ( 60000[ 3000| 60000[ 3000| 60000[ 2400( 48000( 1900
1 51000( 5100 | 48000( 4800 ( 40000( 3200| 37000[ 3000 | 35000( 2100 | 24000( 1400
2 25000/ 5000 | 24000/ 4800| 20000/ 3200| 18000| 2500| 18000| 2200| 12000| 1400
3 17000 4100| 16000/ 3800| 13000 2900| 12000 2200| 12000] 1900 8000( 1300
5 10200| 3100 9600 2500 8000( 1900 7300( 1500 7000 1400 4800 960
8 6400( 1900 6000[ 1800 5000{ 1200 4600/ 1000 4400 900 3000 600
10 5100 1600 4800( 1400 4000( 1000 3700 890 3500 700 2400 480
R 0.05D(R<0.5) 0.5mm(R0.5)
L 0.1D 0.05D

D: iuameTp Dia.of Mill

R: Papuyc cchepel Ball Radius

1. Mpu Mcnonb3oBaHUM TOHKUX YANUHEHHbIX G pe3 yMeHbluanTe nogayn Ha 70% oT TabnunyHbIx
2. Mpwu ucnonb3oBaHnu Gpes ¢ yANMHEHHON WENKON, yMeHbLIailTe Noja4mn B COOTBETCTBUM C BbINETOM
3. McnonbayiiTe oxnaxaeHue npn 06paGoTke HepxKaBeloWNX CTanem, HUKUNNEBbIX U TUTAHOBLIX CNNaBoB

4. B cnyyae 06paboTku Ha HU3KOCKOPOCTHbIX CTAHKAaX - UCNOMNb3YNTe MakCUMarnbHyio
CKOPOCTb U HAaCTpausanTe BENNUYUHY NoAa4N
5. Perynupyiite pexumbl pe3aHus B cnyyae Bubpauuii, 38ykos Bo Bpems o6paboTtkn

1.When using Pencil Neck Type End Mills, reduce the feed to 70% of table values.

2.When using Long Shank Type End Mills, reduce milling condition according to it's over hang length.
3.Use in wet condition in case of Stainless Steels.
4.When using low speed machines, use the maximum speed and adjust the feed rate.
5.Adjust milling condition when unusual vibration, different sound occur by cutting.
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CkpyrneHHas kKoHleBas ppesa
Corner Radius End Mills

O6pabarsiaaemsii

Matepuan

VmepoRHCTSIe, KORCTPYK-
LMOHHEIE CTAM, HyryHb!

TleTMpOBaHHEIS, NOASBKATGHHEIE

cranu
SCM,NAK,HPM25~35HRC

3akaneHHbie cTanu

Hepxaselouype crann

Hukunuessie v TuTaHoBbIE CTANK

. SS,SC,FC150~250HB 40~50HRC SUS304,316 ?\‘0~k4mRC
or—aerla Carbso‘;uscttgs;sézes‘ts\vmns Pre—ﬁ!%esntgg‘;vteels Hardened Steels Stainless Steels T\té‘lcﬂisml\%;s
Pee 150~250HB 25~35HRC 40~50HRC 20~45HRC
Mi”_i”Q 060pOTbI Mopava 060poTbl Mopava 060poTbl Mopava 060poTbI Mopava 060poTbI Mopava
Conditions
HapyxHbiit Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Bvaverp
Qutside Diameter min’' mm/min min”! mm/min min”' mm/min min’' mm/min min’’' mm/min
2 9000 720 6000 430 4000 320 5500 320 2600 120
4 6600 800 4500 450 3000 380 4000 320 2000 120
6 4800 960 3000 480 2500 380 3000 480 1200 120
8 3600 1000 2200 610 2000 400 2000 520 1000 140
10 2800 1000 1800 610 1500 400 1700 550 800 160
12 2400 950 1500 550 1200 380 1500 500 700 140
ap 1.5D
ae 0.1D 0.05D 0.1D 0.05D
ap 1D 0.2D 0.3D 0.2D
Grooving Side Milling
1.Use highly rigid machining center(BT50).
& 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
&l 3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
1 % 4.Adjust milling condition when unusual vibration, different sound occur by cutting.

ae
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Konnyeckas 2-x 3y6as KoHLeBas pesa

Taper 2 Flutes Square End Mills

O6pabatbiBaemblit 3aKaneHHble cTanu 3akaneHHble cTanu 3aKaneHHble cTanu
o (-30HRC) (30~45HRC) (45~55HRC)
Wi i $50C, SCM SKD61,SKD11,NAK SKD61
FC250
H:mpg::r?ﬁ 06opoTb! Mopaya 06opoTb! Mopaya 06opoTb! Mopava
TaDEVF";eSQEBTame‘Ef Rotation Feed Rotation Feed Rotation Feed
) min”' mm/min min”' mm/min min”' mm/min
1 16000 400 12000 300 10000 100
1.5 10000 400 7500 300 6500 100
2 8000 400 6000 300 5000 100
2.5 6500 400 5000 300 4000 100
Konnyeckas 4-x 3ybasi KoHLeBas ¢pesa
Taper 4 Flutes Square End Mills
O6pabatbiBaemblit 3aKaneHHble cTanu 3akaneHHble cTanu 3aKaneHHble cTanu
o (-30HRC) (30~45HRC) (45~55HRC)
oisaenel $50C, SCM SKD61,SKD11,NAK SKD61
FC250
Hn:{gi«gr:;m 06opoTb! Mopaya 06opoTb! Mopaya 06opoTb! Mopava
TaperF\rsF; Diameter Rotation Feed Rotation Feed Rotation Feed
() min”' mm/min min”’ mm/min min”' mm/min
3 4200 110 3400 95 2300 60
4 3400 135 2700 110 1800 70
5 2900 170 2300 135 1500 80
6 2500 200 2000 170 1300 100
8 1900 220 1500 170 1000 100
10 1600 220 1300 170 800 100
£0.05D
$2.5D
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Kornueckas 2-x 3ybas chepnyeckas ppesa

Taper 2 Flutes Ball Nose

OO6blIYHbIE YyCroBUS

Conventional Condition
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KonleBas ppesa ans amoMmnHns

Aluminum Alloy End Mills
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O6pabaTbiBaemblit 3akanenHsie cTanu BakaneHHble cTanu
uarephan (~40HRC) (45~55HRC)
Wtk i SCM,SKD61,SKD11 SKD61
ARG as15e o>150 as150 o>150
060opoTbl Mopava 060opoTbl Mogaya 060opoTbl Mopava 060opoTbl Mopaya
Taper:]rqsrtnR)ad\us Rotation Feed Rotation Feed Rotation Feed Rotation Feed
min’’ mm/min min’’ mm/min min' mm/min min’’ mm/min
0.5 40000 8000 40000 3200 40000 7500 40000 3000
0.75 40000 9600 40000 4000 40000 9000 32000 3200
1 40000 9600 39000 4700 40000 9000 31000 3500
1.5 40000 12000 27000 4300 32000 7700 22000 3400
2 32000 11000 20000 3600 25000 8000 16000 2700
2.5 25000 9000 16000 2900 20000 7200 13000 2300
3 21000 8400 13000 2600 17000 6300 10000 2000
4 16000 6400 10000 2000 13000 4800 8000 1500
5 13000 5200 8000 1700 10000 3900 6400 1200
6 9000 3600 6000 1300 7200 2700 4800 1000
TnyGusa <0.2R
- H

marepuan
Work Material 1070 4032,6061 5052 7075 AC,ADC C1100
o Aluminum Aluminum Alloys Si,Mg-Si Aluminum Alloys Mg Aluminum Alloys Zn-Mg Aluminum Alloys Casting Copper Alloys
pesatius
MHH”Q 06opoTbl Mopaya | OBopoTbl Mopava 06opoTbl Mopava 06opoTbl Mopava 060opoTbl Mopava 06opoTbl Mopava
Conditions
H:Mpay:::;ﬂ Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QuisiceDaneier\ min! | mm/min | min! | mm/min| min? | mmmin| min? | mm/min| min? | mmimin | min? | mm/min
3 32000 800 5300( 200 13000[ 400| 27000 400| 16000) 500| 7900( 200
5 19200 1000 3200 250 8000 500| 16000 500 9600 600 4700 240
6 16000 1000 2650 250 6500 500| 13500 500 8000 600 3900 240
8 12000 1000 2000 300 5000 600 | 10000 600 6000 700 2900 240
10 9600( 1200 1600 300 4000 600 8000 600 4800 700 2300 240
12 8000 1200 1300 350| 3300f 700| 6600 700| 4000f 800 1900( 280
16 6000 1200 1000 350 2500 700 5000 700 3000 800 1400 280
20 4800| 1200 800 350 2000 700 4000 700 2400 800 1100 280
Foyowa |20 1.5D 1.5D
pasamn [— 0.2D 0.2D
el 1.0D 0.5D
Twun dpesepoBanus
®pe3eposka kaHaBKu Bokosoe (pesepoBaHue 1. PeKoMquyeTcn He Ucnonb3oBaTb oXnaxaeHue
Grooving Side Milling 3. B cnyyae 06paboTku Ha HU3KOCKOPOCTHbIX CTAHKaX - UCMONb3YATE MAKCUMATbHYIO
4. P‘;rynmpyme [’J)e)KMMbI pesaHus B{:ny&ae Bubpaumin, 3BykoB Bo Bpems o6paboTku
1.Use in wet condition.
= 2.When using low speed machines, use the maximum speed and adjust the feed rate.
3.Adjust milling condition when unusual vibration, different sound occur by cutting.
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KoHueBas dpesa ans YepHoBoit 06paboTku

Roughing End Mills

Side Milling

|| et tyry it s B
SS,SC,FC15b~250HB FC,FCD SCM,NAK,HPM25~35HRC SUS304,316
Work Malerial Stcrx;%%rs\sstéeeis Castlrons Pre»ﬁ!?é’esr::(?‘;{ee\s Hardened Steels Stainless Steels Twﬁ‘im%is
::;‘:m 150~250HB 25~35HRC 45~55HRC
MH””Q O6opoTbl Mopaya | O6opoTbl Mopava O6opoTbl Mopava O6opoTbl Mopava O6opoTbl Mopaya 0O6opoTbl Mopaya
Conditions
Hapayx:b;h Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Qisdeanetr\ min! | mm/min| min" | mm/min| min? | mm/min| min? [ mm/min| min? | mmimin | min? | mm/min
6 4800 800 5300 890 4200 510 270 290 3200 230 1600 110
8 3600 800 4000 890 3200 510 2000 290 2400 230 1200 110
10 2800( 800 3200 890 2500( 510 1600 290 1900] 230 950 110
12 2400 800 2700[f 890 2100[ 510 1300] 290 1600] 230 800 110
16 1800] 740 2000 830 1600 460 1000 250 1200 190 600 110
20 1400 700 1600 780 1300 410 800 220 950 150 480 80
Fryowa | 3P 1.5D 1.0D 1.5D 1.0D
" Jae 0.3D 0.02D 0.2D 0.1D
oo 20 1.0D 0.6D 15D 0.6D
a | 0.03D 0.01D 0.02D 0.01D
BokoBoe (peseposanite
Side Milling
®pesepoBaHue KaHaBKN  Grooving
O6pabaTsisacmiil|  YTNepOANCTHIE, KOHCTPYK- JIrpOBaHHbIE CTanH, a cram HVKANMEBbIE ¥ THTaHOBbIE
warepuan LMOHHBIE CTAM, HyryHb! Hyryhet nlog3akaneHHble cran cnnassi
$8,SC,FC150~250HB FC,FCD SCM,NAK,HPM25~35HRC| 45~55HRC SUS304,316 _
orklvaere. Sg:%uors\sst;is Castlrons Pre—ﬁ!?ge,sr:sg‘giee\s hardened Steels Stainless Steels T\'\tlelacrﬁi‘nﬁxﬁ(y);s
::;‘:m 150~250HB 25~35HRC 45~55HRC
M‘”"_‘g O6opoTbl Mopaya | O6opoTbl Mopava O6opoTbl Mopava O6opoTbl Mopava O6opoTbl Mopava O6opoTbl Mopavya
Conditions
Hapayx:b;h Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
isiebaneer\ min" | mm/min | min" | mm/min| min? | mm/min| min? | mmimin| min? | mm/min| min? | mmimin
6 3700 620 4200( 710( 3200[ 380 1900 200| 2700 190 1100 80
8 2800 620 3200 710 2400 380 1400 200 2000 190 800 80
10 2200 620 2600 710 1900 380 1100 200 1600 190 650 80
12 1900 620 2100 710| 1600 380 900] 200 1300] 190] 559 8o
16 1400 580 1600 660 1200 340 700] 180 1000] 160 YU 60
20 1100 540 1300 620 950] 300 550 160 800] 130 >2U 50
poraunn |ap 0.7D 0.2D 0.3D 0.2D
1. WicnonbayiTe xecTkuit o6pabaTbiBatonii LEHTP
Grooving 2. Wcnonb3ayitTe oxnaxaeHne npu 06paboTke HePXaBEIoLWNX CTaNeN, HUKUINEBLIX U TUTAHOBBIX CNaBoB
3. PerynupyiTe pexumMbl pe3aHusi B cnyyae Bubpauuil, 3BykoB Bo BpemMsi 06paboTku
1.Use highly rigid machining center and holder.
83 2.Grooving is not recommended use in #30 taper spindle machining center.

3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

cant: www.vm-tool.ru

4-x'3ybas ppesa ans HapyXHbIX pagnycos

4 Flutes Corner Rounding Cutters

e-mail: asz@volgametal.ru /¢ 8(846)332-65-

Obpaarsizaeni
s | oSanS | e | susans Fe2s0
$8400 SKD11 SIUERRE

Ooporsi | Mopasa | O6oporsi | Momasa | OBoporsi | Momava | Oboporsi | Mopasa | OBoporsi | Moaava

R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
HAEE (mm) min” |mm/min| min? |{mm/min| min? |mm/min| min" [mm/min| min”" | mm/min
0.5-1.5 0.5 1300 100 900 70 700 50 | 1400 150 | 2800 350
2-4 0.6 900 100 600 65 500 451 1000 130 | 2000 350
4.5-5 0.6 700 100 400 60 400 40 800 130 | 1600 350
6 0.8 550 100 300 60 350 40 650 130 | 1300 350

84




canut: www.vm-tool.ru e-mail: asz@volgametal.ru 1/ch 8(846)332-65-65 canut: www.vm-tool.ru e-mail: asz@volgametal.ru 1/ch 8(846)332-65-65

Pexumbl pesanus anst ceepen

Drill Speed Specifications

LenTtposouroe ceepno 60, 90, 120 rpagycos

60°,90°,120° NC Spotting Drills

Conventional Condition

85

Oﬁpzﬁa::re:;s:imw [AvnameTp ceepna [AvnawmeTp ceepna [AvnameTp ceepna [AvnameTp ceepna [AvnawmeTp ceepna

Work Material s éonggg:\A S}SJ&HI\TZ)( SUS304,SUS316 (455532?0) CUEIAL T Drill Diameter | Drill Diameter | Drill Diameter | Drill Diameter | Drill Diameter

Reram FC250 ’ $1.0-01.9 $2.0-92.9 $3.0-05.9 $6.0-09.9 $10.0-012.0

:ﬂpyp Oboporsi | Mogasa | Obopors | Mogasa | Obopores | Mogasa | OSoporsi | Mopasa Materia popects | Momesa | Conacr | Moamen (G | Mo | Crocrs| o | Copsecs | Mosase
Quiside Diameter Rotation Feed Rotation Feed Rotation Feed Rotation Feed (ief:ic,‘,) (mm/rev) (,ip/,eneii) (mm/rev) (,i'ji]ei?]) (mm/rev) (;F;f:i?]) (mm/rev) (,Snp/fnei:) (mm/rev)

min" | mm/min | min? | mm/min| min? | mm/min | min? | mm/min Un-alloyed Sulphur <025%C| 40 | 015 | 40 | 015 | 80 | 020 | 100 | 020 | 120 | 025

2 16000 960 | 11000 590 9500 460 8000 320 Phosphour Steel =025%C| 35 | 015 | 35 [ 015 | 80 | 020 | 100 | 020 [ 120 | 025

4 8000 480 5600 300 4800 230 4000 160 Carbon Steel =025%C| 35 | 010 | 35 [o010 | 70 | 015 | 90 | 015 [ 110 | 020

6 5300 320 3700 200 3200 150 2700 110 Tempered Steel =025%C| 25 0.08 25 0.08 60 0.15 80 0.15 | 100 | 0.20

8 4000 240 2800 150 2400 120 2000 80 Die Steel/Cast Steel 20 0.05 20 0.05 50 0.10 70 0.10 90 0.15

10 3200 190 2200 120 1900 90 1600 60 Low Alloy Steel, Die Steell ~ 35 0.15 35 0.15 80 020 | 100 [ 020 | 120 | 0.25

12 2700 160 1900 100 1600 80 1300 50 Spring Steel, Nitrided Steel | 35 0.10 35 0.10 70 0.15 920 0.15 | 110 | 0.20

Case Hardened Steel 25 0.08 25 0.08 60 0.12 80 0.12 100 0.18

Bearing Steel, Cast Steel 20 | 005 [ 20 | 005 | 50 | 010 | 70 | 010 [ 90 | 0.15

High Alloy Heat ResistantSteel | 35 | 015 | 35 | 015 | 80 | 020 [ 100 | 020 | 120 | 0.25

Ai&igmm) 1 pk =020 Valve Steel 35 [ 010 ] 35 [ 010 | 70 {015 [ 90 [ 015 [ 110 [ 020

Die Steel 25 | 008 | 25 | 008 [ 60 | 012 | 80 | 012 | 100 | 0.8

Cast Steel 20 | 005 [ 20 | 005 | 50 | 010 | 70 | 010 [ 90 | 0.15

Stainless Steel 15 0.05 15 0.08 20 0.10 20 0.15 25 0.20

Heat Resistant Steel 15 0.05 15 0.08 20 0.10 20 0.15 25 0.20

Cast Steel 15 [ 005 | 15 [ 008 | 20 [010 | 20 [ 015 | 25 | 020

Laminated Graphite 30 | 015 | 35 | 020 | 40 | 020 | 60 | 025 [ 80 | 030

CastlIron 25 | 010 | 30 | 015 | 40 | 020 | 60 | 025 [ 80 | 030

Spheroidal Cast Iron 20 0.10 25 0.15 30 0.20 40 0.20 60 0.25

Ductile Cast Iron 15 [ 008 | 20 [ 010 | 30 [020]| 40 [ 020 ]| 60 | 025

Tempered and Black 20 0.10 25 0.15 30 0.20 40 0.20 60 0.25

Castlron 15 [ 008 | 20 [ 010 ]| 30 [020]| 40 [ 020 | 60 | 025
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TexHuyeckas nHpopmau s

Cutting Speed Specifications

Fermulas

Mogaya Ha 3yb KonuyectBo o6opoTtos

CkopocTb pesaHus MuHyTHas nofava

1. Mpun nepBoMm 1cnonb3oBaHuM pesbl HaunHaiTe paboty ¢ 50% nogaym. MocTeneHHo yBennynBanTe
3Ha4YeHue 10 PeKOMEHL0BAHHBIX NPY CTaBUNbHBIX YCNOBUSX Pe3aHus

2. cnonb3yiiTe KECTKME CTAHKM W LiaHroBbIe NaTpoHbl. B cnyyae 06paboTku ToYHbIX AeTanei nocTosiHHO
KOHTpOMNMpYiiTe BUEHNE 1 U3HOC NHCTPYMEHTa

3. Vicnonb3yinte MHCTPYMUHT C MUHUMaNbHO BO3MOXHbIM BblneTOM. Ecniv BbineT 60nbLUoi, yMeHbLanTe
nogauy, CKopocTb pe3aHus u rnybuHy 06paboTku

4. YmeHblualiTe nogayy 1 CKOpOCTb Pe3aHns Npu HeHOpManbHbIX BU6paLMsX 1 3Bykax BO Bpems 06paboTku

5. Y106bl M36€xaTh NONOMKN 3y6beB hpe3bl NCNONb3YIHTE MATKUA NOABOA MHCTPYMEHTa

6. [ins nyywwero oxnaxaeHns CTanbHbIX MaTepuanos UCNONMb3yinTe BO3AYX UK cnpen. [ins HepKaBeloLnx

cTanei, TATAHOBbIX 1 KapOCTOMKMX CNNABOB UCMONb3YITe kavyecTBeHHY0 COX

1. When first using this tool, the feeding speed is suggested to set at 50% of the aforesaid data for test cutting. The
feeding speed is allowed to gradually increase when the cutting condition becomes stable.

2. Please use high precision/rigidity and better balanced chucking sets. If the cutting precision is over 0.01mm,
process the cutting after resetting.

3. Keeping the length of the cutting tool extending the chuck be shorter be better. If the length becomes much
longer, please reduce the turning speed, feeding speed, and/or cutting volume.

4. Please reduce the turning speed of spindle, feeding speed, or cutting volume if abnormal vibration and noises
occur during the cutting.

5. In order to avoid both breaking of the blade and over cutting, please use the smooth milling cutting method.

6. For better cooling of the steel materials, please use air or spraying types. For stainless steel, titanium alloy, and
heat-resistant alloy, please use non-water solution cutting fluid.
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[MokpbiThe

Coating

Mbl MCONb3yeM YHUKANbHbII BbICOKOKAYE€CTBEHHYI0 CUCTEMY HaHeceHNs nokpbiTus PLATIT SWISS

i Nanostructured Nanostructured :
TIAN : AITIN Coating Coating iGN @ DLC
2 nACro nACo g
KpacHblit- . g . Mertan.- TemHo-
Liset YepHblit  : Cepebpucto-cepbl Tony6oit * cepebp. cepbii
TR 32 34 ) 45 P20 025
TOJ‘ILL(VIHa .....................................................................................................
it 1~4 1~4 1~4 1~4 1~7 1~3
Koa. 04 0.55 03 04 03 0.15
O e e e
MaKC['CT]eM”' 800 900 1200 1100 700 400
: : PekomeHpyetcs : [ns 3akaneHHbIx :
Mpumenenne : Cramb : C‘ﬂg‘;;gf,j’gfo : NS HepXaBelwWuiA: 1 BbICOKONEernpo- :© Megb : AnoMUHWI
:  bpeseposarus.  CTaIM, YyryHOB, BaHHbIX CTanen : : nnacTuk
g rpacputa g 8
[puMeHseMOoCTb NOKPLITUI NS (pe3epoBaHmns cTanen
45 55 65
MeToabl oxnaxaeHus
TeepaocTsb [HRC] 40 50 60 >
Boagyx | i
3akaneHHble, MHCTPYMeHTanbHble cTanu - 65 HRC
NaCo >
. 3akanenHble ctanu - 55 HRC
AITiN >
MacnaHod|  macro Oxn.
TyMaH XNUOKOCTb

Matepuan - 50 HRC
NaCro >

MoaxoauT Ans cyxon 06paboTku, OTANYHBIE CaMOCMa3blBatOLMIACS
1 aHTWaAre3nOoHHbIN 3 ekTbl Ans 06paboTkn HemeTannos
Mef 1 anioMUHKS

. Matepuan - 45 HRC
TiAIXN —

Carbon Steel: Stainless steel; titanium alloy steel
NAK series pre-hardened steel; plastic mold steel

anepoumc‘rble cTanu, Hep»(aaemu.ml?l cTanu, 88
Cnnasbl U3 TUTAHA, NOA3aKaneHHble UHCTPYMEHTanbHble cTanun
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Irregular Helix Flutes

®pesbl C NepeMeHHol cnuparnbio lj'—,—ﬂ—J
. el J 5 L

L

7; 4
Vi 4 [ P N I

ADO300

Y A 0 T T N S -
Vi “Aboso0 | 5 | 10 | 0 | &
| “Aoos00 | 6 | 1z | 50 | &

| N “aooso0 | s | 16 | 0 | s

4
/ '

BD0300

_-__
_eooso0 | s | 10 | s0 | &
| BDOs0O | 6 | 12 | s0 | 6 |
_eoosco | s | 16 | e | 8
YMeHbleHne Bubpayui, noBblLLeHHAs NPON3BOANTENBHOCTb dpesepoBaHuA
Bbicokas ynctoTa O6pa6OTKI/I, yBenin4eHne CTOMKOCTU MHCTPYMEHTA
Suppresses vibration, allowing milling performance
Excellent surface finishing and increased tool life

C nepemeHHON cnupanbto

Irregular Helix Flutes
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ALIH10-A60L20

MHOTrothYHKUMOHANbHbIE TOKADHbIE
BEeULUapCcKoro Tuna

Internal Partial Profile 60°

ALIH3-A60L16 0.
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Mwukpopesbl
Microscope

Irregular Helix Flutes
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MwuKpo kaHaBOYHbIN pesel MWKpO KaHaBOYHbIN CKPYrEHHbIN pe3el

Micro Grooving Micro Grooving Round
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Irregular Helix Flutes
C nepemeHHoOW cnupansto
C nepemeHHOW cnupanbio
Irregular Helix Flutes

06o3HaveHme d w T L L D Min Bore dia O603HaveHme d R W T L L D Min Bore dia
Q z BLIH3-W030L12 3 0.3 0.6 12 50 3 3.1 CLIH3-RO3L12 3 0.3 0.6 0.8 12 50 3 3.1 3 Q
§ g BLIH3-W040L12 3 0.4 0.8 12 50 3 3.1 CLIH3-R04L12 3 0.4 0.8 0.8 12 50 3 3.1 g’_ §
S % BLIH4-W050L12 4 0.5 1.25 12 50 4 4.1 CLIH4-RO3L12 4 0.3 0.6 1.4 12 50 4 4.1 gg
== BLIH4-W060L12 4 0.6 1.25 12 50 4 4.1 CLIH4-R04L12 4 0.4 0.8 1.4 12 50 4 4.1 ==
BLIH4-W070L12 4 0.7 1.25 12 50 4 4.1 CLIH4-RO5L12 4 0.5 1 1.4 12 50 4 4.1
BLIH4-W080L12 4 0.8 1.25 12 50 4 4.1 CLIH4-R06L12 4 0.6 1.2 1.4 12 50 4 41
BLIH6-WO090L16 6 0.9 2 16 50 6 6.1 CLIH6-R0O5L16 6 0.5 1 2 16 50 6 6.1
BLIH6-W100L16 6 1 2 16 50 6 6.1 CLIH6-R06L16 6 0.6 1.2 2 16 50 6 6.1
BLIH6-W120L16 6 1.2 2 16 50 6 6.1 CLIH6-R0O7L16 6 0.7 1.4 2 16 50 6 6.1
BLIH6-W140L16 6 1.4 2 16 50 6 6.1 CLIH6-R0O8L16 6 0.8 1.6 2 16 50 6 6.1
BLIH6-W160L16 6 1.6 2 16 50 6 6.1 CLIH6-RO9L16 6 0.9 1.8 2 16 50 6 6.1
BLIH6-W180L16 6 1.8 2 16 50 6 6.1 CLIH6-R10L16 6 1 2 2 16 50 6 6.1
BLIH8-W200L20 8 2 3.5 20 60 8 8.1 CLIH8-R10L21 8 1 2 2.5 21 60 8 8.1
BLIH8-W250L20 8 2.5 3.5 20 60 8 8.1 CLIH8-R15L21 8 1.5 3 2.5 21 60 8 8.1
BLIH10-W300L20| 10 3 4.5 20 75 10 10.1 CLIH10-R10L26( 10 1 2 3.5 26 75 10 10.1
BLIH10-W350L20| 10 3.5 4.5 20 75 10 10.1 CLIH10-R15L26( 10 1.5 3 3.5 26 75 10 10.1
BLIH10-W400L20| 10 4 4.5 20 75 10 10.1 CLIH10-R20L26( 10 2 4 3.5 26 75 10 10.1

93 94




cant: www.vm-tool.ru e-mail: asz@volgametal.ru t/¢ 8(846)332-65-65 cant: www.vm-tool.ru e-mail: asz@volgametal.ru t/¢ 8(846)332-65-65

MwuKpo TopLieBOi KaHaBOYHbIN Mwkpo pacToyHom
Micro Face Grooving Micro Boring
— —
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ped TE 1K be prced picd b R = it
Oomaene s | ow| T | m [EuE| 28 | W Osomasene e | R | T |ERE| 28 | B | @8ALE
d d1 44 L D d ya L D Min Bore dia
-~ DLIH4-W070L12 | 4 0.7 1 3.2 12 50 4 ELIH3-01R005L03 | 1 | 0.05 | 0.2 3 50 3 1.2 ;0
Q = 3 o
3 3 DLIH4-W080L12 | 4 08 | 1.1 | 3.2 12 50 4 ELIH3-01R010L05 | 1 01 | 0.2 5 50 3 1.2 g8
0 B o
e DLIH4-WO090L12 | 4 09 | 1.2 | 32 12 50 4 ELIH3-02R010L06 | 2 01 | 04 6 50 3 2.2 ¢S
S £ S
== DLIH4-W100L12 | 4 1 1.3 | 3.2 12 50 4 ELIH3-02R010L09 | 2 01 | 04 9 50 3 2.2 ==
DLIH6-WO70L16 | 6 0.7 1 5 16 50 6 ELIH3-03RO10L10 | 3 01 | 07 | 10 50 3 3.2
DLIH6-W080L16 | 6 0.8 | 1.1 5 16 50 6 ELIH3-03RO10L15 | 3 01 | 07 | 15 50 3 3.2
DLIH6-WO090L16 | 6 09 | 1.2 5 16 50 6 ELIH4-04RO10L11 | 4 01 | 07 | 11 50 4 4.2
DLIH6-W100L16 | 6 1 1.3 5 16 50 6 ELIH4-04RO10L16 | 4 01 | 07 | 16 50 4 4.2
DLIH6-W110L16 | 6 11 | 1.4 5 16 50 6 ELIH4-04R010L21 | 4 01 | 07 | 21 50 4 4.2
DLIHB-W120L16 | 6 12 | 15 5 16 50 6 ELIH6-06RO15L11 | 6 | 0.15 | 0.8 | 11 50 6 6.2
DLIH8-W100L20 | 8 1 1.3 6 20 60 8 ELIH6-06R015L16 | 6 | 0.15| 0.8 | 16 50 6 6.2
DLIH8-W200L20 | 8 2 | 23 6 20 60 8 ELIH6-06R015L21 | 6 | 0.15| 0.8 | 21 50 6 6.2
DLIH10-W200L25| 10 2 | 23 8 25 75 10 ELIH8-08R020L15 | 8 02 | 09 | 15 60 8 8.2
DLIH10-W300L25| 10 3 | 35 8 25 75 10 ELIH8-08R020L20 | 8 02 | 09 | 20 60 8 8.2
ELIH8-08R020L25 | 8 02 | 09 | 25 60 8 8.2
ELIH10-10R020L20| 10 | 0.2 1 20 75 10 10.2
ELIH10-10R020L25| 10 | 0.2 1 25 75 10 10.2
ELIH10-10R020L30| 10 | 0.2 1 30 75 10 10.2
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MwuKpo konupoBasbHbIN Mwkpo noapesHon

Micro Copy Micro Back Edge
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0603HaqeHme d R T £ L D Min Bore dia 0603HaueHme d R W T L4 L D Min Bore dia
O 3 FLIH4-4R010L11 4 0.1 1 1 50 4 4.2 GLIH3-3R010L11 3 0.1 1.5 0.8 1 50 3 3.1 )
Q Q
§ § FLIH4-4R010L16 4 0.1 1 16 50 4 4.2 GLIH3-3R010L16 3 0.1 1.5 0.8 16 50 3 3.1 §_ §
= o

e FLIH4-4ROT0L21 | 4 | 01 | 1 21 50 4 4.2 GLIH4-4R010L11| 4 0.1 2 | 13| 1 50 4 4.1 g5
o £ Q
== FLIH6-6R015L11 6 0.15 1.3 1 50 6 7 GLIH4-4R010L16 4 0.1 2 1.3 16 50 4 4.1 2=

FLIH6-6R015L16 6 0.15 1.3 16 50 6 7 GLIH4-4R010L21 4 0.1 2 1.3 21 50 4 4.1

FLIH6-6R015L21 6 0.15 1.3 21 50 6 7 GLIH6-6R020L11 6 0.2 2 1.9 1 50 6 6.1

GLIH6-6R020L16 6 0.2 2 1.9 16 50 6 6.1

GLIH6-6R020L21 6 0.2 2 1.9 21 50 6 6.1
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MukpokonupoBanbHbiin 90 rpagycos

Micro Copy
R
Q
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X E 7y
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= W 4 R
o Qo < >
o o < >
t | =
- O
0608@b&E e d R W T I1 L D Min Bore dia
® @ HLIH4-RO10W2L11 | 4 | 0.1 2 | 1.2 11 50 4 4.1
Q 0
§§ HLIH4-RO10W2L16 | 4 0.1 2 1.2 16 50 4 4.1
o
gg HLIH4-RO10W2L21| 4 | 0.1 2 | 1.2 21 50 4 4.1
= =
== HLIH6-R020W24L11| 6 | 0.2 | 2.4 | 1.5 11 50 6 6.1
HLIH6-R020W24L16| 6 | 0.2 | 2.4 | 1.5 16 50 6 6.1
HLIH6-R0O20W24L21 6 | 02 | 2.4 | 1.5 21 50 6 6.1
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