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VICTORY'S WAY

Don't think about Japanese manufacturing within a
Japanese framework

There are many excellent tools and techniques in the world.
Our mission is to introduce such tools and technologies to Japan as the VICTORY
series, and to utilize them to create world-class products in Japan and create a

system to support the Japanese manufacturing industry.

Competitiveness to overcome global competition

Currently, the shortage of labor is becoming a serious problem at manufacturing sites
in Japan.
We propose high-efficiency machining to solve these problems.

Utilizing cutting knowledge and technology, we will improve productivity at the site.

From knowing the site to disseminating information

Every day, we travel between manufacturing sites all over Japan.
Under such circumstances, instead of just selling products in a uniform manner, we
will listen to what is happening at each site, accumulate that information, become a

source of information, and propose new uses for machining.
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V209-030 3 75 60 6 45° AICrSiN 3 46 © © O (@]
V301-030 3 6 50 6 30° AICrSiN 2 52 (@) (@) (@] (@] (@] @]
V302-030 3 75 50 6 30° AICrSiN 2 56 (@} (@) (@) (@) (@] @]
V303-030 3 9 50 6 30° AICrSiN 2 60 (@) (@) (@) © (@] o]
V304-030 3 6 50 6 30° AICrSiN 4 64 (@) (@) (@) @] (@] o]
V305-030 3 75 50 6 30° AICrSiN 4 68 (@) (@) (@) @] (@] @]
V306-030 3 9 50 6 30° AICrSiN 4 72 © (@) (@) © (@] (@]
V101-035 35 53 50 6 35° /38° AICrSiN 4 16 (@] O O (@) O (@] (@] (@)
V102-035 35 875 50 6 35° /38° AICrSiN 4 18 © © © © (@] o] o] (@]
V103-035 35 105 50 6 35° /38° AICrSiN 4 20 @) © © © O @] o] (@]
V104-035 35 14 50 6 40° /43° AICrSiN 4 22 © © © © (@] @] @] (@]
V105-035 35 175 60 6 40° /43° AICrSiN 4 24 (@] O O (@) O (@] (@] (@)
V101-040 4 6 50 6 35° /38° AICrSiN 4 16 © © © © (@] o] o] (@]
V102-040 4 10 50 6 35° /38° AICrSiN 4 18 @) © © (@) O o] o] (@]
V103-040 4 12 50 6 35° /38° AICrSiN 4 20 © © © © (@] @] o] (@]
V104-040 4 16 55 6 40° /43° AICrSiN 4 22 (@] O O © (@] (@] @] (@]
V105-040 4 20 60 6 40° /43° AICrSiN 4 24 © © © © (@] o] o] (@]
V201-040 4 14 60 6 35° /38° AICrSiN 4 28 @) © © @©) O o] o] (@]
V208-040 4 10 60 6 45° /173-+ 3 44 O (@) © © (@] (@]
V209-040 4 10 60 6 45° DLC 3 46 @) ©) O (@]
V301-040 4 8 50 6 30° AICrSiN 2 52 (@} (@] (@] © (e} O
V302-040 4 10 55 6 30° AICrSiN 2 56 @] (@) (@) @] (@] o]
V303-040 4 12 55 6 30° AICrSiN 2 60 (@) (@) (@) @] (@] o]
V304-040 4 8 50 6 30° AICrSiN 4 64 @) (@) (@) o (@] @]
V305-040 4 10 55 6 30° AICrSiN 4 68 © (@) (@) © (@] (@]
V306-040 4 12 55 6 30° AICrSiN 4 72 (@) (@) (@) © (@] o]
V101-045 45 6.8 50 6 35° /38° AICrSiN 4 16 (@) © © © (@) o] o] (@]
V102-045 45 1125 50 6 35° /38° AICrSiN 4 18 @) © © © (@) @] o] (@]
V103-045 45 135 50 6 35° /38° AICrSiN 4 20 © © © © (@] @] @] (@]
V104-045 45 18 55 6 40° /43° AICrSiN 4 22 (@] O O (@) O (@] (@] (@)
V105-045 45 225 65 6 40° /43° AICrSiN 4 24 (@) © © © (@] o] o] (@]
V101-050 5 75 50 6 35° /38° AICrSiN 4 16 @) © © © O o] o] (@]
V102-050 5 125 50 6 35° /38° AICrSiN 4 18 © © © © (@] (@] @] (@]
V103-050 5 15 50 6 35° /38° AICrSiN 4 20 (@] O (@) © (@] (@] @] (@]
V104-050 5 20 60 6 40° /43° AICrSiN 4 22 © © © © (@] o] o] (@]
V105-050 5 25 65 6 40° /43° AICrSiN 4 24 @) © © © O o] o] (@]
V201-050 5 175 60 6 35° /38° AICrSiN 4 28 © © © © (@] @] o] (@]
V208-050 5 125 60 6 45° /71-b 3 44 O (@] @] © O (@]
V209-050 5 125 60 6 45° DLC 3 46 © © (@] O
V301-050 5 10 50 6 30° AICrSiN 2 52 (@) (@) (@) @] (@] o]
V302-050 5 125 60 6 30° AICrSiN 2 56 (@) (@) (@) @] (@] o]
V303-050 5 15 60 6 30° AICrSiN 2 60 O (@) (@] o (@] @]
V304-050 5 10 50 6 30° AICrSiN 4 64 (@} (@) (@) (@) (@] @]
V305-050 5 125 60 6 30° AICrSiN 4 68 (@) (@) (@) © (@] o]
V306-050 5 15 60 6 30° AICrSiN 4 72 (@} (@) (@) @] (@] o]
V101-055 55 83 50 6 35° /38° AICrSiN 4 16 @) © © © O @] @] (@]
V102-055 55 13.75 50 6 35° /38° AICrSiN 4 18 © © © © (@] @] @] (@]
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V103-055 55 165 50 6 35° /38° AICrSiN 4 20 (@) © © © (@) o] o] (@]
V104-055 55 22 65 6 40° /43° AICrSiN 4 22 O © © © (@] (@] @] (@]
V105-055 55 275 75 6 40° /43° AICrSiN 4 24 (@} (@) © (@) (@] @] @] (@]
V101-060 6 9 50 6 35° /38° AICrSiN 4 16 (@) © © © O (@] o] (@]
V102-060 6 15 50 6 35° /38° AICrSiN 4 18 (@) © © © (@) o] o] (@]
V103-060 6 18 50 6 35° /38° AICrSiN 4 20 (@) © © © (@) @] @] (@]
V104-060 6 24 65 6 40° /43° AICrSiN 4 22 © © © © (@] @] @] (@]
V105-060 6 30 75 6 40° /43° AICrSiN 4 24 (@] O (@) (@) O (@] (@] (@)
V201-060 6 21 60 6 35° /38° AICrSiN 4 28 © © © © (@] o] o] (@]
V208-060 6 15 60 6 45° /73-+ 3 44 (@] (@) @] © O (@]
V209-060 6 15 60 6 45° DLC 3 46 © o (@] (@]
V301-060 6 12 50 6 30° AICrSiN 2 52 (@] O O (@) O (@]
V302-060 6 15 65 6 30° AICrSiN 2 56 © (@) (@) @] (@] o]
V303-060 6 18 65 6 30° AICrSiN 2 60 @) (@) (@) @] (@] o]
V304-060 6 12 50 6 30° AICrSiN 4 64 © (@) (@] @] (@] @]
V305-060 6 15 65 6 30° AICrSiN 4 68 (@] (@) (@] © (@] @]
V306-060 6 18 65 6 30° AICrSiN 4 72 © (@) (@) @] (@] o]
V102-070 7 175 65 8 35° /38° AICrSiN 4 18 @) @) © © O o] o] (@]
V103-070 7 21 65 8 35° /38° AICrSiN 4 20 (@) © © © (@) o] o] (@]
V201-070 7 245 70 8 35° /38° AICrSiN 4 28 © © © © (@] @] @] (@]
V208-070 7 175 70 8 45° /73-b 3 44 (@] (@] © © O O
V209-070 7 175 70 8 45° DLC 3 46 © @] (@] (@]
V301-070 7 14 65 8 30° AICrSiN 2 52 (@} (@) (@) @] (@] o]
V303-070 7 21 65 8 30° AICrSiN 2 60 © (@) (@) o (@] @]
V304-070 7 14 65 8 30° AICrSiN 4 64 © (@) O © (@] (@]
V306-070 7 21 65 8 30° AICrSiN 4 72 (@] (@) (@) © (@] o]
V101-080 8 12 65 8 35° /38° AICrSiN 4 16 (@) © © © (@) o] o] (@]
V102-080 8 20 65 8 35° /38° AICrSiN 4 18 @) © © © O o] o] (@]
V103-080 8 24 65 8 35° /38° AICrSiN 4 20 © © © © (@] @] @] (@]
V104-080 8 32 9 8 40° /43° AICrSiN 4 22 (@] O O (@) O O (@] (@)
V105-080 8 40 90 8 40° /43° AICrSiN 4 24 © © © © (@] o] o] (@]
V201-080 8 28 75 8 35° /38° AICrSiN 4 28 @) @) © © O o] o] (@]
V208-080 8 20 75 8 45° /71-b 3 44 (@) (@] @] @] (@] (@]
V209-080 8 20 75 8 45° DLC 3 46 © (@] O (@]
V301-080 8 16 65 8 30° AICrSiN 2 52 © (@) (@) @] (@] o]
V302-080 8 20 75 8 30° AICrSiN 2 56 @) (@) (@) @] (@] o]
V303-080 8 24 75 8 30° AICrSiN 2 60 © (@) (@] @] (@] @]
V304-080 8 16 65 8 30° AICrSiN 4 64 (@] (@) (@] © (@] @]
V305-080 8 20 75 8 30° AICrSiN 4 68 (@} (@] (@] © O O
V306-080 8 24 75 8 30° AICrSiN 4 72 @) (@) (@) @] (@] o]
V102-090 9 225 75 10 35° /38° AICrSiN 4 18 (@) © © © (@) o] o] (@]
V103-090 9 27 75 10 35° /38° AICrSiN 4 20 © © © © (@] @] @] (@]
V201-090 9 315 80 10 35° /38° AICrSiN 4 28 (@} O © (@) (@] @] @] (@]
V208-090 9 225 80 10 45° J71-+ 3 44 (@] (@) © © @] (@]
V209-090 9 225 80 10 45° DLC 3 46 © © O (@]
V301-090 9 18 70 10 30° AICrSiN 2 52 @) (@) (@) @] (@] @]
V303-090 9 27 75 10 30° AICrSiN 2 60 © (@) (@) © (@] (@]
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V104-160 16 64 160 16 40° /43° AICrSiN 4 22 (@) © © © (@) o] o] (@]
V105-160 16 80 160 16 40° /43° AICrSiN 4 24 © © © © (@] @] @] (@]
V201-160 16 56 110 16 35° /38° AICrSiN 4 28 © © © © (@] @] @] (@]
V208-160 16 40 110 16 45° J71-+ 3 44 O (@) © © (@] (@]
V209-160 16 40 110 16 45° DLC 3 46 © © O (@]
V301-160 16 32 110 16 30° AICrSiN 2 52 @) (@) (@) @] (@] @]
V303-160 16 48 115 16 30° AICrSiN 2 60 © (@) (@) © (@] @]
V304-160 16 32 110 16 30° AICrSiN 4 64 (@] O O (@) O (@]
V306-160 16 48 115 16 30° AICrSiN 4 72 © (@) (@) @] (@] o]
V201-170 17 595 110 16 35° /38° AICrSiN 4 28 @) @) © © (@) o] o] (@]
V208-170 17 425 110 16 45° /72-+ 3 44 (@) (@) © @] (@] (@]
V209-170 17 425 110 16 45° DLC 3 46 © (@) @] O
V201-180 18 63 125 20 35° /38° AICrSiN 4 28 © © © © (@] o] o] (@]
V208-180 18 45 125 20 45° /73-+ 3 44 (@] (@) @] © O (@]
V209-180 18 45 125 20 45° DLC 3 46 © o (@] (@]
V201-190 19 66.5 125 20 35° /38° AICrSiN 4 28 (@] O (@) © (@] @] @] (@]
V208-190 19 475 125 20 45° /73-} 3 44 (@) (@) © @] O (@]
V209-190 19 475 125 20 45° DLC 3 46 O © @] (@]
V101-200 20 30 120 20 35° /38° AICrSiN 4 16 (@) © © © (@) @] o] (@]
V102-200 20 50 120 20 35° /38° AICrSiN 4 18 O © © © (@] @] @] (@]
V103-200 20 60 120 20 35° /38° AICrSiN 4 20 (@} © © © (@] @] o (e}
V104-200 20 80 200 20 40° /43° AICrSiN 4 22 @) €] © © O o] o] (@]
V105-200 20 100 200 20 40° /43° AICrSiN 4 24 (@) © © © O o] o] (@]
V201-200 20 70 125 20 35° /38° AICrSiN 4 28 @) © © © O @] o] (@]
V208-200 20 50 125 20 45° /72-b 3 44 (@) (@] @] @] (@] (@]
V209-200 20 50 125 20 45° DLC 3 46 © (@] (@] (@]
V301-200 20 40 115 20 30° AICrSiN 2 52 (@) (@) (@) @] (@] o]
V303-200 20 60 135 20 30° AICrSiN 2 60 © (@) (@) o (@] @]
V304-200 20 40 115 20 30° AICrSiN 4 64 © (@) (@) @] (@] @]
V306-200 20 60 135 20 30° AICrSiN 4 72 (@] O O (@) O (@]
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Victory RERERT

E 2T 2 E 3 7 % : BB 287 82 7 R B
& ~ b~  ~ Y U T ~ o B v = & 7 Y B
SEN (o ¥ e o A N A3 4 ol
= = g = # 5 ~
RE Ds 1 a4
: : i
V307-R0.1 02 01 04 40 4 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R0.15 03 015 06 40 4 30°  AICrSiN 2 76 © (@] (@] (@] O o
V307-R0.2 04 02 08 40 4 30°  AICrSiN 2 76 @] (@] (@] @] (@] @]
V307-R0.25 05 025 1 40 4 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R0.3 06 03 12 40 4 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R0.4 08 04 1.6 40 4 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R0.5-54 1 0.5 2 50 4 30°  AICrSiN 2 76 @] (@] (@] @] (@] @]
V307-R0.5-56 1 0.5 3 50 6 30°  AICrSiN 2 76 @] (@) (@) © O (@]
V307-R0.6 1.2 06 36 50 4 30°  AICrSiN 2 76 © (@) (@] @] O o
V307-R0.75 1.5 075 3 50 4 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R1.0-54 2 1 4 50 4 30°  AICrSiN 2 76 © (@) (@] @] (@] @]
V307-R1.0-S6 2 1 6 50 6 30°  AICrSiN 2 76 (@] (@) (@) © O (@]
V307-R1.25 25 125 6 50 4 30°  AICrSiN 2 76 © (@) (@] @] O o
V307-R1.5-54 3 1.5 8 60 4 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R1.5-S6 3 1.5 6 55 6 30°  AICrSiN 2 76 © (@] (@] o (@] o
V307-R2.0 4 2 12 70 6 30°  AICrSiN 2 76 © (@) (@] © (@] o
V307-R2.5-55L 5 25 10 55 6 30°  AICrSiN 2 76 © (@) (@] @] O o
V307-R2.5-80L 5 25 15 80 6 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R3.0-55L 6 3 12 55 6 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R3.0-90L 6 3 18 90 6 30°  AICrSiN 2 76 © (@] (@] @] O o
V307-R3.5 7 35 14 70 8 30°  AICrSiN 2 76 © (@] (e} @] O (@)
V307-R4.0-70L 8 16 70 8 30°  AICrSiN 2 76 © (@) (@] @] (@] o
V307-R4.0-100L 8 4 24 100 8 30°  AICrSiN 2 77 © (@) (@] @] (@] o
V307-R4.5 9 45 18 75 10 30° AICrSiN 2 77 © (@) (@] @] (@] o
V307-R5.0-70L 10 5 15 70 10 30° AICrSiN 2 77 @] (@] (@] @] (@] (@]
V307-R5.0-100L 10 5 30 100 10 30° AICrSiN 2 77 @] (@) (@] @] (@] o
V307-R6.0-85L 12 6 24 85 12 30°  AICrSiN 2 77 © (@) (@] @] (@] o
V307-R6.0-110L 12 6 36 110 12 30° AIGSIiN 2 77 © (@) (@] o (@] o
V307-R8.0 16 8 32 115 16 30° AICISIN 2 77 © (@] (@] @] (@] o
V307-R10.0 20 10 40 120 20 30° AICrSiN 2 77 (@] (@) (@) © O (@]
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ABMAROITIT7IVFEN 1.5D

Sx2hb

AKHN RNERE / AFEY—-RIT > FIL

FE X 1.5D

Victory XX hIXT =<2 X)) =X,
IEFEL AN, TIHEREMZ T,
EE ZIF. BEERMIH A8,
HRC48 LIT D#HEIFMDIMIT TIERAL 2 & W,

0~ -0.02
NE

. o — — ik o
R Ae =t S AFYLRAE | cotrn [FUIEE| mag (957740 | Fovas| DHOE |
. X £ Heet |

Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . e ¢ X

(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlloy | Graphite | Titanium Alloy | - Resistant Resin

(FC - FCD) Alloy

~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 3650HB
o=&E O=#

B &
Model
V101-010
V101-015
V101-020
V101-025
V101-030
V101-035
V101-040
V101-045
V101-050
V101-055
V101-060
V101-080
V101-100
V101-120
V101-160
V101-200

FEREN

Item Code

12550010001

12550010002
12550010003
12550010004
12550010005
12550010006
12550010007
12550010008
12550010009
12550010010
12550010011

12550010012
12550010013
12550010014
12550010015
12550010016

&g
(Dc)
Tool Dia

A R
(e)
Flute Length

23

3.8
4.5
5.3

6.8
7.5
8.3

12
15
18
24
30

z R

L)

Overall Length

50
50
50
50
50
50
50
50
50
50
65
75
80

100
120

VY IIORE
(a5}
Shank Dia

D

o o o o o o o » b BH

12
16
20

A #
(F)

Nunber of Flutes

I

A MM MDD DM DA DMDdDDDDNMNDDND

TRAEAHAE
(Yen)
Standerd Price
2,140
2,140
2,140
2,140
3,020
3,020

3,020

3,020
3,020
3,020
3,020
4,960
7,100
10,700
21,390
35,000




EIHIS{4R Cutting Condition
{AlE LI Side Milling

R - 8% a2 - TER TYN— RV - REE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC + FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

[EIE52% EDIRE Bk e XDIRE Bl XDIRE B2 EDIRE

Tool Dia 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)

47770 1120 38200 611 31800 380 25400

1.5 31800 1170 25400 560 21200 460 16900 370

2 23880 1140 19100 530 15900 440 12700 350

3 15900 1720 12700 1000 10600 1145 8500 680

4 11900 1580 9600 1150 8000 1050 6400 610

5 9500 1580 7600 1200 6400 840 5100 500

6 8000 1430 6400 1400 5300 950 4250 560

8 6000 1550 4800 1500 4000 1030 3200 610

10 4800 1400 3850 1350 3200 930 2500 550

12 4000 1240 3200 1200 2650 820 2100 490

16 3000 1020 2400 1000 2000 670 1600 400

20 2400 910 1900 830 1600 600 1300 350

D:);nj;%ﬁ%ut ap<1.6D ae<0.1D aap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN\—RVH - A 27U
1RHI# Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD -« SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIREE

Cutting Speed 100 (80-120) (60-100) 70 (50-100) 70 (50-100)

SHE [CIE5%% EDRE EIE EDIRE [ElE52% EDIRE [EI%54% EDIRE

Tool Dia 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)

31800 250 25400 140 22200 100 22200 100

1.5 21200 270 16900 150 14800 110 14800 110

2 15900 250 12700 145 11100 130 11100 130

3 10600 800 8500 470 7400 470 7400 470

4 8000 730 6400 510 5600 420 5600 420

5 6400 580 5100 520 4500 350 4500 350

6 5300 660 4250 610 3750 390 3750 390

8 4000 720 3200 600 2800 420 2800 390

10 3200 650 2500 580 2250 380 2250 350

12 2650 570 2100 530 1900 340 1900 340

16 2000 460 1600 450 1400 280 1400 280

20 1600 420 1300 360 1100 240 1100 240

ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 1.0D ap<0.2D ~ 1.0D

1. UIHIRGRIE. BRETRTENDTY, ENTTIIINTRAR. B, EREMICEYREERELTIZSL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN S RVGAXEEREEY REEZR VSIS TR TIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., IMITRRICEDE TEY GV -3V b ESEREST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREEREHRE T DHSFITIBIRGEREL TSIV,

please adjust it if chatter or abnormal vibration occurs.
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FAE X 2.5D

Victory XX hIXT =<2 X)) =X,
THIEREMA T, EEY 2IFH. 5
HRC48 LITDO#HHEIMDIMIT T ZERAL £ & LY,

HER AN T » ] B,

0~ -0.02
NE

ik

wEd ae® | AES e 7YV | corn |PNEBE| mag |s5774b| Fovae|TRET |
o Somcatmace | i gl el Rl e I L R
(FC - FCD)
~ 40HRC ~ 48HRC ~B55HRC | ~60HRC |~65HRC ~ 35HRC ~ 350HB
© © © © O O O O
O=R#E O=#
= yvr——— =
v & gaa-k | oy | ey o | e | e
Tool Dia Flute Length Shank Dia Nunber of Flutes | Standerd Price
v102-010 12550020001 1 4 4 2,140
V102-015 12550020002 1.5 3.75 50 4 4 2,140
V102-020 12550020003 2 5 50 4 4 2,140
V102-025 12550020004 25 6.25 50 4 4 2,140
v102-030 12550020005 3 75 50 6 4 3,020
V102-035 12550020006 35 8.75 50 6 4 3,020
V102-040 12550020007 4 10 50 6 4 3,020
V102-045 12550020008 45 11.25 50 6 4 3,020
V102-050 12550020009 5 125 50 6 4 3,020
V102-055 12550020010 55 13.75 50 6 4 3,020
V102-060 12550020011 6 15 50 6 4 3,020
& viozo070 12550020017 7 17.5 65 8 4 4,960
V102-080 12550020012 8 20 65 8 4 4,960
[EDp vio2-090 12550020018 9 225 75 10 4 7,100
V102-100 12550020013 10 25 75 10 4 7,100
V102-120 12550020014 12 30 80 12 4 10,700
V102-160 12550020015 16 40 100 16 4 21,390
V102-200 12550020016 20 50 120 20 4 35,000




EIHISk(4ER Cutting Condition
{AlE LI Side Milling

R - 8% A - TER TYN— RV - FREE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC + FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

[EIE52% EDIRE B e EDIRE Bl XD RE B2 EDIRE

Tool Dia 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)

47770 1120 38200 611 31800 380 25400

1.5 31800 1170 25400 560 21200 460 16900 370

2 23880 1140 19100 530 15900 440 12700 350

3 15900 1720 12700 1000 10600 1145 8500 680

4 11900 1580 9600 1150 8000 1050 6400 610

5 9500 1580 7600 1200 6400 840 5100 500

6 8000 1430 6400 1400 5300 950 4250 560

8 6000 1550 4800 1500 4000 1030 3200 610

10 4800 1400 3850 1350 3200 930 2500 550

12 4000 1240 3200 1200 2650 820 2100 490

16 3000 1020 2400 1000 2000 670 1600 400

20 2400 910 1900 830 1600 600 1300 350

D:);nj;%ﬁ%ut ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN—RVH - A Z2F VU
il Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIREE

Cutting Speed 100 (80-120) (60-100) 70 (50-100) 70 (50-100)

SHE [CIE52% EDRE EIE EDIRE [ElE52% EDIRE [EI%54% EDIRE

Tool Dia 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)

31800 250 25400 140 22200 100 22200 100

1.5 21200 270 16900 150 14800 110 14800 110

2 15900 250 12700 145 11100 130 11100 130

3 10600 800 8500 470 7400 470 7400 470

4 8000 730 6400 510 5600 420 5600 420

5 6400 580 5100 520 4500 350 4500 350

6 5300 660 4250 610 3750 390 3750 390

8 4000 720 3200 600 2800 420 2800 390

10 3200 650 2500 580 2250 380 2250 350

12 2650 570 2100 530 1900 340 1900 340

16 2000 460 1600 450 1400 280 1400 280

20 1600 420 1300 360 1100 240 1100 240

ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 1.0D ap<0.2D ~ 1.0D

1. UIHIRGRIE. BRETRTENDTY, EINTTIIINTRAR. B, EREMICEYREERFELTIZSL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHEN LN S RVGAXEEREEY REEZR VSIS TR TIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., MIRRICEDE CEY GV -5V FEISEREST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEEREHRE T DHSFITBIRGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.




il

AMAROSITIT7IVFEN 3.0D

AKH RNERE / RAFEY—-RIT > FIL

FE x 3.0D

Victory XX hIXT7 =<2 X)) =X,

THIEmM 2 A T, EEV) 2 M. SEEFEIMI » FIEE,

HRC48 LIT D#HIMDIMI TZERAL 2 & W,

0~ -0.02
BE

B Ae@W | EESE EER AFUUAE | ire (7VZEE| mag |s5774h|7ovan| PREE| e
o Somcatmacen | o [Waoiatt gl el Rl e R L R
(FC - FCD)
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
© © © © O O O O
o=@ O=w
= ) e~y =
o & BEI-K oo | e oot | Teor | ey
Tool Dia Flute Length Shank Dia Nunber of Flutes | Standerd Price

V103-010 12550030001 1 3 50 4 4 2,140
V103-015 12550030002 15 45 50 4 4 2,140
V103-020 12550030003 2 6 50 4 4 2,140
V103-025 12550030004 25 7.5 50 4 4 2,140
V103-030 12550030005 3 9 50 6 4 3,020
V103-035 12550030006 B15 10.5 50 6 4 3,020
V103-040 12550030007 4 12 50 6 4 3,020
V103-045 12550030008 4.5 185 50 6 4 3,020
V103-050 12550030009 5 15 50 6 4 3,020
V103-055 12550030010 5.5 16.5 50 6 4 3,020
V103-060 12550030011 6 18 50 6 4 3,020
[Ep vios-070 12550030017 7 21 65 8 4 4,960
V103-080 12550030012 8 24 65 8 4 4,960
[EDp vi03-090 12550030018 9 27 75 10 4 7,100
V103-100 12550030013 10 30 75 10 4 7,100
V103-120 12550030014 12 36 80 12 4 10,700
V103-160 12550030015 16 48 100 16 4 21,390
V103-200 12550030016 20 60 120 20 4 35,000




EIHISk{4EFR Cutting Condition
{AlE LI Side Milling

R - 8% A - TER TYUN— RV - REE 27U
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

[ElE52% EDIRE Bk e EDIRE Bl XDRE [EIE52 EDIRE

Tool Dia 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)

47770 1120 38200 611 31800 380 25400

1.5 31800 1170 25400 560 21200 460 16900 370

2 23880 1140 19100 530 15900 440 12700 350

3 15900 1720 12700 1000 10600 1145 8500 680

4 11900 1580 9600 1150 8000 1050 6400 610

5 9500 1580 7600 1200 6400 840 5100 500

6 8000 1430 6400 1400 5300 950 4250 560

8 6000 1550 4800 1500 4000 1030 3200 610

10 4800 1400 3850 1350 3200 930 2500 550

12 4000 1240 3200 1200 2650 820 2100 490

16 3000 1020 2400 1000 2000 670 1600 400

20 2400 910 1900 830 1600 600 1300 350

D:);nj;%ﬁ%ut ap<1.6D ae<0.1D ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN\— RV - A 27U
1RHI# Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIEEE

Cutting Speed 100 (80-120) (60-100) 70 (50-100) 70 (50-100)

SHE [CIE52% EDRE EIE EDIRE [ElE52% EDIRE [EI%54% EDIRE

Tool Dia 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)

31800 250 25400 140 22200 100 22200 100

1.5 21200 270 16900 150 14800 110 14800 110

2 15900 250 12700 145 11100 130 11100 130

3 10600 800 8500 470 7400 470 7400 470

4 8000 730 6400 510 5600 420 5600 420

5 6400 580 5100 520 4500 350 4500 350

6 5300 660 4250 610 3750 390 3750 390

8 4000 720 3200 600 2800 420 2800 390

10 3200 650 2500 580 2250 380 2250 350

12 2650 570 2100 530 1900 340 1900 340

16 2000 460 1600 450 1400 280 1400 280

20 1600 420 1300 360 1100 240 1100 240

ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 1.0D ap<0.2D ~ 1.0D

1. UIHIRGRIE. BRETRTENDTY, ENTTIIINTRAR. B, EREMICEYREERELTIZSL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN S RVGAXEEREEY REEZRUEIETTIFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., MIRRICEDE TEY GV -3V hESEREST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEEREHRE T DHSFITIBIRGEREL TSIV,

please adjust it if chatter or abnormal vibration occurs.




il

AMAROITIT7IVFEN 40D

[ | |
aNaRNSE—F
& x> hb
AT AERE / AFY—-RIFI 0~ -0.02
FE X 4.0D NE
Victory XX hIXT7 =<2 X)) =X,
B JHARTHWHERR ZMZ T, EEW 2 #MFH.
BB N T A B _——
HRC48 LIT D#HEIFMDIMI TZERAL 2 & W,
B Ae@W | EESE EEE AFUUAE | ire (7VZEE| mag |s5774h|7ovan| PREE| e
o Somcatmacen | o gl el Rl e R L R
(FC - FCD)
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
© © © © O O O O
O=m#E O=@
= ) e~y =
& EEI-K oo | e oo | e | ey
Tool Dia Flute Length Shank Dia Nunber of Flutes | Standerd Price
V104-010 12550040001 1 4 4 4 2,270
V104-015 12550040002 1.5 6 50 4 4 2,270
V104-020 12550040003 2 8 50 4 4 2,270
V104-025 12550040004 25 10 50 4 4 2,270
V104-030 12550040005 3 12 50 6 4 3,110
V104-035 12550040006 515 14 50 6 4 3,110
V104-040 12550040007 4 16 55 6 4 3,510
V104-045 12550040008 4.5 18 55 6 4 3,510
V104-050 12550040009 5 20 60 6 4 4,020
V104-055 12550040010 585 22 65 6 4 4,190
V104-060 12550040011 6 24 65 6 4 4,190
V104-080 12550040012 8 32 90 8 4 7,520
V104-100 12550040013 10 40 100 10 4 10,020
V104-120 12550040014 12 48 110 12 4 13,850
V104-160 12550040015 16 64 160 16 4 39,080
V104-200 12550040016 20 80 200 20 4 67,200




EIHISk{4EFR Cutting Condition
{BlEtDEl Side Milling

R - S58% A<l - TEH TUN—RVA - AEHE A7V LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE [EIE52 EDIRE

Tool Dia 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)

47770 780 38200 420 31800 260 25400 210

1.5 31800 810 25400 390 21200 320 16900 250

2 23880 790 19100 370 15900 300 12700 240

3 15900 1200 12700 700 10600 800 8500 470

4 11900 1100 9600 800 8000 730 6400 420

5 9500 1100 7600 840 6400 580 5100 350

6 8000 1000 6400 980 5300 660 4250 390

8 6000 1080 4800 1030 4000 720 3200 420

10 4800 980 3850 940 3200 650 2500 380

12 4000 860 3200 840 2650 570 2100 340

16 3000 710 2400 700 2000 460 1600 280

20 2400 630 1900 580 1600 420 1300 240

D:);)J;%ﬁ%ut ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D

1. THIRHERBE. RERTENDTYT, ENTTIIINTAAR. B, FEREMICE Y REZERFELTIZS L,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B EEHN LS RVGRXEEREEY REEZRUEIETTFFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, IMIFERICEDETEN R -5 b2 SERALIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREERIHRE T DHSFITIBIRMGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.

il




ABMAROSITIT7IVFEN 5.0D

il
|
|

- Sx2hb

AT RERE/ AEY-FIRIN 444F) 0~ -0.02
FE X 5.0D

Victory XX hIXT 3 —<w 2 XV 1) =X,

ACJARTHUHEIEMEMA T, EEW 2 F.

SHERANT A FIfE,
HRC48 LITO#HHEIMDINIT TZFERL £ &0,

s 5 - — ik PN
Rl Ao =t S AFYURAE | cotrn [FUIER| mag (957740 | Fovas| DHEE |
. X £ Heet Cl
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . o € X
(845C ~ S55C-SCMSC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlly | Graphite | Titanium Alloy | - Resistant Resin
(FC - FCD) Alloy
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB

O=&#E O=#

5 & A R = Vv IOR A TR
(a]9)) (e) (L) (Ds) (F) (Yen)
Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

B & mEIJ—R
Model Item Code

V105-010 12550050001 1 5 4 4 3,020
V105-015 12550050002 (5] 743 50 4 4 3,020
V105-020 12550050003 2 10 50 4 4 3,020
V105-025 12550050004 2.5 12.5 50 4 4 3,020
V105-030 12550050005 3 15 55 6 4 3,510
V105-035 12550050006 35 17.5 60 6 4 4,020
V105-040 12550050007 4 20 60 6 4 4,020
V105-045 12550050008 4.5 225 65 6 4 4,190
V105-050 12550050009 5 25 65 6 4 4,190
V105-055 12550050010 55 27.5 75 6 4 5,020
V105-060 12550050011 6 30 75 6 4 5,020
V105-080 12550050012 8 40 90 8 4 8,360
V105-100 12550050013 10 50 100 10 4 10,850
V105-120 12550050014 12 60 110 12 4 15,020
V105-160 12550050015 16 80 160 16 4 45,330
V105-200 12550050016 20 100 200 20 4 70,340




EIHISk{4EFR Cutting Condition
{BlEtDEl Side Milling

R - S58% A<l - TEH TUN—RVA - AEHE A7V LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE [EIE52 EDIRE

Tool Dia 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)

47770 780 38200 420 31800 260 25400 210

1.5 31800 810 25400 390 21200 320 16900 250

2 23880 790 19100 370 15900 300 12700 240

3 15900 1200 12700 700 10600 800 8500 470

4 11900 1100 9600 800 8000 730 6400 420

5 9500 1100 7600 840 6400 580 5100 350

6 8000 1000 6400 980 5300 660 4250 390

8 6000 1080 4800 1030 4000 720 3200 420

10 4800 980 3850 940 3200 650 2500 380

12 4000 860 3200 840 2650 570 2100 340

16 3000 710 2400 700 2000 460 1600 280

20 2400 630 1900 580 1600 420 1300 240

D:);)J;%ﬁ%ut ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D

1. UIHIRMGRIE. BRERTENDTYT, EMNTTIIINIAAR. BN, EREMICEYREERFRELTIZS L,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B EEHN LS RVGRXEEREEY REEZRUEIETTFFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, IMIFERICEDETEN R -5 b2 SERALIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREERIHRE T DHSFITIBIRMGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.

il
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V e@nNImzIT7IVEIL
[R&EHE / FEU— K]

V201 35°/38°xIL HE 3.5D P28-29

V  e@mnTE SY7IXIVRINL
[(RZEHE] REU— K]

V202 35°/38°% I HE 2.5D P30-32
V203 35°/38°xIL HE 3.5D P33-35

V esmnImS7+vIIvRIL

V204 30°RIV ZFA4TLVvVD P36-37

V205 30°xIL Oy T P38-39
V206 45°%RIVL ZF4 T LV D P40-41
V207 45°x%IL OVIV v T P42-43

V @7L=iIARIIFZIVESIL

V208 45°x%IL /dA—b HAE 25D P44-45
V209 45°%3L DLC O— bk FNE 2.5D P46-47

V  e7L=mIRSY7IRIVRIL

V210 45°x%3JL />d—b AE 25D P48-50
/

/

V4




(7]
g!
&

ARAROILY TFE)V 35D

T

L5
AT AERE/ AFV KT FIN 40B) ¢12=0~-0.02
F&x 3.5D B7E) $12=0~-0.03

Victory NAINT A —T XD =X

MEHER A A T, EEY £, SEEEMT /AL,
Sy UIRPEVWESD, REHLEFBEEICEKTET S Hyyzatt
Z &N HIBE,

HRC48 LITOHHEIMDOINIT CIFEHL £ 3 W,

. o — — ik o
Rl o2 AEE R AFYURAE | cotrn [FUIER| mag (957740 | Fovas| DHEE |
. X £ Heet Cl
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . e ¢ X
(845C ~ S55C-SCMSC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlley | Graphite | Titanium Alloy | - Resistant Resin
(FC - FCD) Alloy
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB

O=&#E O=#

= [y -
» & g3k | oo | e sl G
Tool Dia Shank Dia Nunber of Flutes | Standerd Price
V201-030 12550060001 3 10.5 6 4 4,390
V201-040 12550060002 4 14 60 6 4 4,390
V201-050 12550060003 5 17.5 60 6 4 4,390
V201-060 12550060004 6 21 60 6 4 4,390
V201-070 12550060005 7 24.5 70 8 4 7,080
V201-080 12550060006 8 28 75 8 4 7,080
V201-090 12550060007 9 315 80 10 4 11,920
V201-100 12550060008 10 35 80 10 4 11,920
V201-110 12550060009 11 38.5 100 12 4 17,520
V201-120 12550060010 12 42 100 12 4 17,520
V201-130 12550060011 13 45.5 100 12 a4 27,390
V201-140 12550060012 14 49 110 16 4 29,670
V201-150 12550060013 15 52.5 110 16 4 29,670
V201-160 12550060014 16 56 110 16 4 29,670
V201-170 12550060015 17 59.5 110 16 4 42,550
V201-180 12550060016 18 63 125 20 4 48,230
V201-190 12550060017 19 66.5 125 20 4 48,230
V201-200 12550060018 20 70 125 20 4 48,230




EIHIS{4R Cutting Condition
{BlEtDEl Side Milling

R - S58% A<l - TEH TUIN— R - SAEH A7V LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)
"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE [EIE52 EDIRE
Tool Dia 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)
15900 1720 12700 1000 10600 1145 8500
4 11900 1580 9600 1150 8000 1050 6400 610
5 9500 1580 7600 1200 6400 840 5100 500
6 8000 1430 6400 1400 5300 950 4250 560
8 6000 1550 4800 1500 4000 1030 3200 610
10 4800 1400 3850 1350 3200 930 2500 550
12 4000 1240 3200 1200 2650 820 2100 490
16 3000 1020 2400 1000 2000 670 1600 400
20 2400 910 1900 830 1600 600 1300 350
ap<1.6D ae<0.2D ap<1.6D ae<0.2D ap<1.5D ae<0.2D ap<1.6D ae<0.2D
BtDHl Slot Milling g
RERH - BhEK Gl - TEH TUN—RV - SAEH ATV LA &
1HEIE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD + SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC
el 100 (80-120) 80 (60-100) 70 (50-100) 70 (50-100)
"z BG4 EDIRE Sk e EDEE CIFREL EDEE Bk EDEE
Tool Dia 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)
10600 800 8500 470 7400 470 7400
4 8000 730 6400 510 5600 420 5600 420
5 6400 580 5100 520 4500 350 4500 350
6 5300 660 4250 610 3750 390 3750 390
8 4000 720 3200 600 2800 420 2800 390
10 3200 650 2500 580 2250 380 2250 350
12 2650 570 2100 530 1900 340 1900 340
16 2000 460 1600 450 1400 280 1400 280
20 1600 420 1300 360 1100 240 1100 240
ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 0.5D ap<0.2D ~ 0.5D

1. UIHIRGRIE. BRERTENDTY, EMTTIEMIAAR. B, FEREMICE Y REERFEREL TIZTL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BIMOEEHN LN S RVGAXEERNEEY REZR UEETTIFTIRE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, IMIERCEDETEN R -5 b ESERALSIES L,

Use the appropriate coolant for the work material and machining shape.

4. EEUCEERENFEE T DIHEIFHIRMGEREL T,

please adjust it if chatter or abnormal vibration occurs.




AWAS V7R TFE)V 25D

YE X 2.5D

Victory NAINT -3 > X 1) =X,

PHHEH A T, EEY &84, SHREXINT A AL, + 0.01
Sy IENEVESD, REHULBEEEICEET S BE

Z &N HIBE,

HRC48 LITOHHEIMDOINIT CIFEHL £ 3 W,

AMH AERE / ANFE)-FKZIT7XIRKIIL %% 0~-0.02
NE

- . _ — X - PN
mEE oeW | BES R AFYURE | corn |PNIER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . . et X
(845C ~ S55C-SCMSC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Gastlron |~ Aoy [ COPPerAley | - Graphite | Titanium Aloy | - Resetant Resin
(FC - FCD) ¥
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
© © © © O O O O
o=&E O=#
2
= B OE BEO— R N’ J—F3R A R DAL PI TR
Model Item Code (Dc) (R) (Ds) ) (Yen)

Tool Dia Corner Radius | Flute Length Shank Dia | Nunber of Flutes | Standerd Price

V202-04001 12550070001 4 4 4 4,490
V202-04002 12550070002 4 0.2 10 50 4 4 4,490
V202-04003 12550070003 4 0.3 10 50 4 4 4,490
V202-05001 12550070004 5 0.1 125 60 6 4 5,880
Vv202-05002 12550070005 5 0.2 12.5 60 6 4 5,880
V202-05003 12550070006 5 0.3 12.5 60 6 4 5,880
V202-05005 12550070007 5 0.5 12.5 60 6 4 5,880
V202-06001 12550070008 6 0.1 1155 60 6 4 5,880
V202-06002 12550070009 6 0.2 15 60 6 4 5,880
V202-06003 12550070010 6 0.3 15 60 6 4 5,880
V202-06005 12550070011 6 0.5 15 60 6 4 5,880
V202-06010 12550070012 6 1 15 60 6 4 5,880
V202-08002 12550070013 8 0.2 20 70 8 a4 10,040
V202-08003 12550070014 8 0.3 20 70 8 a4 10,040
V202-08005 12550070015 8 0.5 20 70 8 a4 10,040
V202-08010 12550070016 8 1 20 70 8 4 10,040
V202-080115 12550070017 8 1.15 20 70 8 4 10,040
V202-08015 12550070018 8 1.5 20 70 8 4 10,040
V202-08020 12550070019 8 2 20 70 8 4 10,040
V202-10002 12550070020 10 0.2 25 80 10 4 14,410
V202-10003 12550070021 10 0.3 25 80 10 4 14,410
Vv202-10005 12550070022 10 0.5 25 80 10 4 14,410




y o e N &g d—FFEF PSS 2 R Vv IR TR AE(ffiA%

2 = B S (Do) G) e) L (Ds) (Yen)

Model Item Code ©) . S) )
Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia | Nunberof Flutes | Standerd Price

V202-10010 12550070023 10 14,410
V202-100115 12550070024 10 1.15 25 80 10 4 14,410 -
V202-10015 12550070025 10 15 25 80 10 4 14,410
V202-10020 12550070026 10 2 25 80 10 4 14,410
V202-12002 12550070027 12 0.2 30 100 12 4 19,600
V202-12003 12550070028 12 0.3 30 100 12 4 19,600
V202-12005 12550070029 12 0.5 30 100 12 4 19,600
V202-12010 12550070030 12 1 30 100 12 4 19,600
V202-120115 12550070031 12 1.15 30 100 12 4 19,600
V202-12015 12550070032 12 15 30 100 12 4 19,600
V20212020 12550070033 12 2 30 100 12 4 19,600

EIHISR{ER Cutting Condition
{BIELDE] Side Milling

RERH - Rk a2 - TEH TUN—RVH - HEH Z2F VU
HRHEI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

(7]
g!
&=

YIREE

& Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)
M 1k e X DRE [EIE EDRE [ClE5%% EDRE [CIE5%% EDRE
Tool Dia 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)
11900 1580 9600 1150 8000 1050 6400
5 9500 1580 7600 1200 6400 840 5100 450
6 8000 1430 6400 1400 5300 950 4250 560
8 6000 1550 4800 1500 4000 1030 3200 550
10 4800 1400 3850 1350 3200 930 2500 530
12 4000 1240 3200 1200 2650 820 2100 490
EARE ap<1.6D ae<0.2D ap<1.5D ae<0.2D ap<1.5D ae<0.2D ap<1.6D ae<0.2D

Depth of Cut

1. UIHIRGRIE. BRERTENDTY, EMTTIEMIAAR. B, FEREMICE Y REEFEREL TIZEL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BIMOEEHN LN S RVGRXEEREEY REZR VSIS TTIFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., IITRRICEDE CEY GV -5V b EISER<EST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEEREHRE T DHSFITIHIRGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.




ABAS 7R ITVFZ) 2.5D

HEISR{R Cutting Con

7ABYIHEl Slot Milling

REREA - 5% axifl - TEH TUN\— RV - FESR AT VLR

- HHHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel  Heat Treated Steel Stainless Steel
Work Material (SS - S45C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT « NAK - HPM) (SUS)

~ 38HRC ~ 48HRC 25 ~ 35HRC

100 (80-120) (60-100) 70 (50-100) 70 (50-100)
EIE 2 EDIRE B4 EDRE Bk 2 EDRE EIE XDIRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
8000 730 6400 510 5600 420 5600
5 6400 580 5100 520 4500 350 4500 400
6 5300 660 4250 610 3750 390 3750 320
8 4000 720 3200 600 2800 420 2800 320
10 3200 650 2500 580 2250 380 2250 310
12 2650 570 2100 530 1900 340 1900 300

ap<1D ap<1D ap<0.5D ap<0.5D

1. UIHIRRIE. BRERTEDTY, EMTCIIINIAAR. B8N, FERERICE Y RGZHEEBLTIZT L,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHL ENSBVREIXEEHREEYFEEZR UEISTTITFTZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIM, MIFRICEDE TENRI -5V b ESERET L,

Use the appropriate coolant for the work material and machining shape.

4. EEUCERERENREET DHGIITRIREREL TIEI L,

please adjust it if chatter or abnormal vibration occurs.

(7]
g!
&




AT RERE /) REY—RSSTIILRIN R
¥E£ X 3.5D NE
Victory NAINT 4 —<3 LX) =X,
PIHIEREI A T, EEY 2%, SEERIMTI H AIHE, R
Sy IRPEVED, REHELEBFEEICHRET S BE
Z & A BE,
HRC48 LITD#EIMOIMI T ZHEHE < 12 & L,
W oeW | WES BEEE 2FUURE | ot [P1388| mag 557741 |rovas|PREE| e
ottt i e el e Rl e R e e
(FC - FCD) y
~ 40HRC ~ 48HRC ~B55HRC | ~B0HRC [~ 65HRC ~ 35HRC ~ 350HB
© © © © | O | O O | O
o=BE O-8

B &
Model
V203-04001
V203-04002
V203-04003
V203-05001
V203-05002
V203-05003
V203-05005
V203-06001
V203-06002
V203-06003
V203-06005
V203-06010
V203-08002
V203-08003
V203-08005
V203-08010
V203-080115
V203-08015
V203-08020
V203-10002
V203-10003
V203-10005

mE3d— R~

Item Code

12550080001

12550080002
12550080003
12550080004
12550080005
12550080006
12550080007
12550080008
12550080009
12550080010
12550080011

12550080012
12550080013
12550080014
12550080015
12550080016
12550080017
12550080018
12550080019
12550080020
12550080021

12550080022

5 & J—F¥R

(Dc)

Tool Dia Corner Radius

i

W 0 0 W W O o O O O o o o o a » »

10
10
10

G

0.2

0.3
0.1
0.2
0.3
0.5
0.1
0.2
0.3
0.5

0.2
0.3
0.5

1.15
{IE5)

0.2
0.3
0.5

(e)

14
14
175
175
175
175
21
21
21
21
21
28
28
28
28
28
28
28
35
35
35

Flute Length

A R

2 R

L)

Overall Length

50
50
50
60
60
60
60
60
60
60
60
60
70
70
70
70
70
70
70
80
80
80

Vv IR
(a5}
Shank Dia

N

W 0O 0 0O W 0O 0O 0o 0o o o o 0o 0o o b~ b

A 8
(F)

Nunber of Flutes

N

A D DM DM DD DMDDDdDDDNDDNDDDDDSDD

TRAEAAE
(Yen)
Standerd Price
3,490
3,490
3,490
5,580
5,580
5,580
5,580
5,580
5,580
5,680
5,580
5,580
8,990
8,990
8,990
8,990
8,990
8,990
8,990
15,260
15,260
15,260

(7]
g!
&




(7]
g!
&

N 7 d—F#& A E 2 R PA %3 R4
(8]0)) (R) (2) (D) (Ds) (Yen)
Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia Standerd Price

B X EmRI—R
Model Item Code

V203-10010 12550080023 10 1

V203-100115 12550080024 10 1.15 35 80
V203-10015 12550080025 10 1.5 35 80
V203-10020 12550080026 10 2 35 80
V203-12002 12550080027 12 0.2 42 100
V203-12003 12550080028 12 0.3 42 100
V203-12005 12550080029 12 0.5 42 100
V203-12010 12550080030 12 1 42 100
V203-120115 12550080031 12 1.15 42 100
V203-12015 12550080032 12 il 42 100
V203-12020 12550080033 12 2 42 100

EIHIS{4ESR Cutting Condition
{AIEEDHE Side Milling

FREREE - BhEk a2l - TEH TUIN— RS - SHEHE ATV
1RHI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel + Heat Treated Steel Stainless Steel
Work Material (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 38HRC ~ 48HRC 25 ~ 35HRC

150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

basEs [EIE 2 EDRE [EIEREL EDEE [EIEREL EDEE [EIEREY EDRE
Tool Dia 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)

11900 1580 9600 1160 8000 1050 6400
5 9500 1580 7600 1200 6400 840 5100 450
6 8000 1430 6400 1400 5300 950 4250 560
8 6000 1550 4800 1500 4000 1030 3200 550
10 4800 1400 3850 1350 3200 930 2500 530
12 4000 1240 3200 1200 2650 820 2100 490
D:{)Jiﬁzf%ut ap<1.6D ae<0.2D ap<1.5D ae<0.2D ap<1.6D ae<0.2D ap<1.5D ae<0.2D

1. YHIRGRIZ. BRETRTENDTY ., EINTTIIMIMR, BB, EREIRICKYRGEREL TSIV,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN SRV FEEREEY REZR VSIS TTRIFTIZE,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.

3. WHIM, IMITRRICENDE TEYGR I -5 b ETFER<SES L,

Use the appropriate coolant for the work material and machining shape.

4. EEUREERENFELET DHAIITRIRMEREL TS,

please adjust it if chatter or abnormal vibration occurs.



~EFZJb 3.5D

WIHEISEER Cu

7&tIHEl Slot Milling

A%l - TEH TUN\— RV - e ATV LR
HHHEIE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material (SS - S45C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)

~ 38HRC ~ 48HRC 25 ~ 35HRC

100 (80-120) 80 (60-100) 70 (50-100) 70 (50-100)
Bk EDIRE B4 XDRE BG4 EDIRE EIE 2 EDIRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4 8000 730 6400 510 5600 420 5600 380
5 6400 580 5100 520 4500 350 4500 400
6 5300 660 4250 610 3750 390 3750 320
8 4000 720 3200 600 2800 420 2800 320
10 3200 650 2500 580 2250 380 2250 310
12 2650 570 2100 530 1900 340 1900 300

ap<1D ap<1D ap<0.5D ap<0.5D

1. UIHIRRIE. BRERTEDTY, EMTTIEINIAAR. B, FERABMRICEIUREEREEL TETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. M OEERHN EN SRS FEEHREEY FEZR UG TR T ZES L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIH, MIFRICEDE TENR I —5 Y b ESERET L,
Use the appropriate coolant for the work material and machining shape.
4, EEUCEERBNRET SHEIBIRMGEREL T<ETL,

please adjust it if chatter or abnormal vibration occurs.

(7]
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QAU

(7]
g!
&

ABA>21

N ||
fEEs ) @
A A S T4 RKINL e b6 0~ -0.03
30° %YL/ TrALEyF/OLIAE BRE) $8~¢10 0~ -0.04
Victory N1 /INT 4 -7 > X 1) —X, H12 ~$20 0~ -0.05

SREER LTI A Rl HE,
HRC48 LI T DRHEIMDINT T ZERA L 2E W,

e o — ik —
RRE S2W HEE Sl ZFVUAH | corn |PLIBE| mag (557740 |Fovan| P |
(Siasrg": ?sesecgg‘:jl’ssg";;) Heiaxr:f"ﬁgj;”' (SK:?';:;’deS(:'fES'KH) S'zi"(';zss)sme' gﬁ“?f Qﬁ A"ﬂ:‘;‘m Copper Alloy |  Graphite | Titanium Alloy He::lsot:m Resin
(FC - FCD)
~ 40HRC ~ 48HRC ~B55HRC | ~B0HRC |~ 65HRC ~ 35HRC ~ 350HB
© © O © O O
o=@E O=i&
B OE 2Eg— R 5 & 3 E 2 R Ve IUR A #H J—FERDIE TR
Model T;em Code (Be) (2) L) (Ds) ) (C) (Yen)
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChamferingWidth | Standerd Price
V204-060 12550090001 6 25 100 6 4 0.2 15,380
V204-080 12550090002 8 30 100 8 4 0.2 16,150
V204-100 12550090003 10 35 100 10 4 0.3 17,830
V204-120 12550090004 12 40 125 12 4 0.3 22,410
V204-160 12550090005 16 55 125 16 4 04 39,930
V204-200 12550090006 20 65 150 20 4 0.5 59,410




EIHlIZR(4FR Cutting Condition
{BlEtDEl Side Milling

RS - T8k & - TEH TUN—RUEH - HER AT VLR
HEHIAE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel + Heat Treated Steel Stainless Steel -
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) (60-100) 60 (50-80) 80 (60-100)
"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE Bk 2 EDIRE

Tool Dia 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)
5300 530 4250 370 3180 290 4250

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN—RVH - REH Z2F VU
1RHI# Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

(7]
g!
&=

vy 80 (60-100) (50-80) 50 (40-60) 60 (50-80)
Towbia | Speed | s | Seeed | ross | Seees | ress | Spees | ‘Fecd.
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4250 340 3180 240 2650 190 3180
8 3200 380 2380 270 1990 210 2380 270
10 2500 390 1910 280 1570 230 1910 280
12 2100 390 1590 280 1320 220 1590 280
16 1600 290 1190 210 990 160 1190 210
20 1300 230 950 180 790 140 950 180
D:Q;%ﬁ%ut ap<0.5D ap<0.5D ap<0.4D ap<0.5D

1. UIHIRGRIE. BRERTENDTY . ENTTIEIINIAAR. BN, FEREMICE Y REZREELTETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BMOEEHH LN S BWBRIFEEREE Y FEERUEIGTTITTEZETW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHEIM. MIFRICEDE TENRI -3 b ESER<IESE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCERBIRENRE T DSBS RIHIRMEREL TS,

please adjust it if chatter or abnormal vibration occurs.




QAU

(7]
g!
&

AAS24 9 TVF

AMHA 271> RI L e b5 ~ 6 0~ -0.03
/AT ’
Victory NAIXT 4 =<2 > XU — X, $12~¢20 0~-0.05
S BER 4 3Tl T A R]BE,

Dy URPRVWED, REHLEZEHEICHET S

Z &P AlRE,

HRC48 LU T DHEIMDIIT TIFEAL £ E W,

EE aeE | #EE BE 2FUUAM | o |7h382| mas 55754k 7ovas| THEE|
o Somcatmacen | o [Waoiatt gl el Rl e R L R
(FC - FCD)
~ 40HRC ~ 48HRC ~BB5HRC|~60HRC|~65HRC|  ~ 35HRC ~ 350HB
© ©) O © O O
o=8#E O=H#
5= 3 B 2 & |vevor | 3 & |3-rmmor| msmE
Model [tem Code (Dc)_ (e) L) (315) ; (F) (8] ; (Yen) ;
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChanferingWidth | Standerd Price
V205-050 12550100001 5 15 100 6 4 0.2 13,630
V205-060 12550100002 6 15 100 6 4 0.2 11,690
V205-080 12550100003 8 20 100 8 4 0.2 14,120
V205-080-6 12550100004 8 20 100 6 4 0.2 18,300
V205-100 12550100005 10 25 100 10 4 0.3 16,460
V205-100-8 12550100006 10 25 100 8 4 0.3 21,330
V205-120 12550100007 12 30 125 12 4 0.3 20,450
V205-120-10 12550100008 12 30 100 10 4 0.3 26,870
V205-160 12550100009 16 40 125 16 4 04 34,920
V205-200 12550100010 20 45 150 20 4 0.5 54,890



EIHlIZR(4FR Cutting Condition
{BlEtDEl Side Milling

RS - T8k & - TEH TUN—RUEH - HER AT VLR
HEHIAE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel + Heat Treated Steel Stainless Steel -
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) (60-100) 60 (50-80) 80 (60-100)
"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE Bk 2 EDIRE

Tool Dia 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)
6400 530 5100 370 3800 290 5100

6 5300 530 4250 370 3180 290 4250 370

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

&Ll Slot Milling

A - Ttk a2 - TAH TUN— KA - A 25 VU2 °
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel &
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS) E
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC
BIEEE
g Speed (60-100) 60 (50-80) 50 (40-60) 60 (50-80)
Nz [EIEREL EDERE [EIEREL EDRE [EIEREL EDRE [EIEREL EDEE
Tool Dia 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)
5100 270 3800 190 3180 150 3800 190
6 4250 270 3180 190 2650 150 3180 190
8 3200 300 2380 210 1990 170 2380 210
10 2500 310 1910 220 1570 180 1910 220
12 2100 310 1590 220 1320 170 1590 220
16 1600 230 1190 170 990 130 1190 170
20 1300 180 950 140 790 110 950 140

thAZRE
ap<0.4D ap<0.4D ap<0.3D ap<0.4D

1. UIHIRARIE. BRZERTENDTY, ENTCIEINIAAR. B, FERERICE Y REEZRFEBL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH ENSBWSRIIEEREE Y EEERUEIGT T TV,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIM. MIMRICEDE CEY)R I -5 b EIERA<SRES,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEERBHRE T DHSFITHIRMEREL TSV,

please adjust it if chatter or abnormal vibration occurs.




QAU

(7]
g!
&

ABA>21

L |
S [+5]
AWK S T4>TITRI L e b6 0~ -0.03
45° XYL/ TpALEYF /O IAE BRE) $8~¢10 0~ -0.04
Victory N1 /INT 4 -7 > X 1) —X, H12 ~$20 0~ -0.05

SREER LTI A Rl HE,
HRC48 LI T DRHEIMDINT T ZERA L 2E W,

e o — ik —
RRE S2W HEE Sl ZFVUAH | corn |PLIBE| mag (557740 |Fovan| P |
(Siasrg": ?sesecgg‘:jl’ssg";;) Heiaxr:f"ﬁgj;”' (SK:?';:;’deS(:'fES'KH) S'zi"(';zss)sme' gﬁ“?f Qﬁ A"ﬂ:‘;‘m Copper Alloy |  Graphite | Titanium Alloy He::lsot:m Resin
(FC - FCD)
~ 40HRC ~ 48HRC ~B55HRC | ~B0HRC |~ 65HRC ~ 35HRC ~ 350HB
© © O © O O
o=&E O=#
B OE 2Eg— R 5 & 3 E 2 R Ve IUR A #H J—FERDIE TR
Model T;em Code (Be) (2) L) (Ds) ) (C) (Yen)
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChamferingWidth | Standerd Price
V206-060 12550110001 6 25 100 6 4 0.2 15,730
V206-080 12550110002 8 30 100 8 4 0.2 18,560
V206-100 12550110003 10 35 100 10 4 0.3 20,500
V206-120 12550110004 12 40 125 12 4 0.3 25,760
V206-160 12550110005 16 55 125 16 4 04 48,480
V206-200 12550110006 20 65 150 20 4 0.5 72,130



EIHlIZR(4FR Cutting Condition
{BlEtDEl Side Milling

RS - T8k & - TEH TUN—RUEH - HER AT VLR
HEHIAE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel + Heat Treated Steel Stainless Steel -
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) (60-100) 60 (50-80) 80 (60-100)
"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE Bk 2 EDIRE

Tool Dia 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)
5300 530 4250 370 3180 290 4250

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN—RVH - REH Z2F VU
1RHI# Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

(7]
g!
&=

vy 80 (60-100) (50-80) 50 (40-60) 60 (50-80)
Towbia | Speed | s | Seeed | ross | Seees | ress | Spees | ‘Fecd.
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4250 340 3180 240 2650 190 3180
8 3200 380 2380 270 1990 210 2380 270
10 2500 390 1910 280 1570 230 1910 280
12 2100 390 1590 280 1320 220 1590 280
16 1600 290 1190 210 990 160 1190 210
20 1300 230 950 180 790 140 950 180
D:Q;%ﬁ%ut ap<0.5D ap<0.5D ap<0.4D ap<0.5D

1. UIHIRGRIE. BRERTENDTY . ENTTIEIINIAAR. BN, FEREMICE Y REZREELTETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BMOEEHH LN S BWBRIFEEREE Y FEERUEIGTTITTEZETW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHEIM. MIFRICEDE TENRI -3 b ESER<IESE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCERBIRENRE T DSBS RIHIRMEREL TS,

please adjust it if chatter or abnormal vibration occurs.




QAU

(7]
g!
&

V207

AAS24 9 TVF

AMHA 271> RI L e b5 ~ 6 0~ -0.03
/AT ’
Victory NAIXT 4 =<2 > XU — X, $12~¢20 0~-0.05
S BER 4 3Tl T A R]BE,

Dy URPRVWED, REHLEZEHEICHET S

Z &P AlRE,

HRC48 LU T DHEIMDIIT TIFEAL £ E W,

EE aeE | #EE BE 2FUUAM | o |7h382| mas 55754k 7ovas| THEE|
o Somcatmacen | o [Waoiatt gl el Rl e R L R
(FC - FCD)
~ 40HRC ~ 48HRC ~BB5HRC|~60HRC|~65HRC|  ~ 35HRC ~ 350HB
© ©) O © O O
o=®m#E O=i#&
5= 3 B 2 & |vevor | 3 & |3-rmmor| msmE
Model [tem Code (Dc)_ (e) L) (315) ; (F) (8] ; (Yen) ;
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChanferingWidth | Standerd Price
V207-050 12550120001 5 15 100 6 4 0.2 8,590
V207-060 12550120002 6 15 100 6 4 0.2 13,440
V207-080 12550120003 8 20 100 8 4 0.2 16,250
V207-080-6 12550120004 8 20 100 6 4 0.2 21,040
VvV207-100 12550120005 10 25 100 10 4 0.3 17,930
VvV207-100-8 12550120006 10 25 100 8 4 0.3 23,240
V207-120 12550120007 12 30 125 12 4 0.3 28,330
V207-120-10 12550120008 12 30 100 10 4 0.3 29,280
V207-160 12550120009 16 40 125 16 4 04 51,990
V207-200 12550120010 20 45 150 20 4 0.5 84,530



EIHlIZR(4FR Cutting Condition
{BlEtDEl Side Milling

RS - T8k & - TEH TUN—RUEH - HER AT VLR
HEHIAE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel + Heat Treated Steel Stainless Steel -
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) (60-100) 60 (50-80) 80 (60-100)
"z [ElE52% EDIRE EIE2 EDIRE Bl XDRE Bk 2 EDIRE

Tool Dia 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)
6400 530 5100 370 3800 290 5100

6 5300 530 4250 370 3180 290 4250 370

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

j&tIEl Slot Milling

R - B5EK a2 - TEH TUN—RV - REH Z2F VU
il Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS -S45C S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 38HRC ~ 48HRC 25 ~ 35HRC

(7]
g!
&=

(60-100) (50-80) 50 (40-60) 60 (50-80)
[ClE5%% EDj EIE EDIRE [ElE52% EDIRE [CI54% EDRE
Speed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
5100 270 3800 190 3180 150 3800 190
6 4250 270 3180 190 2650 150 3180 190
8 3200 300 2380 210 1990 170 2380 210
10 2500 310 1910 220 1570 180 1910 220
12 2100 310 1590 220 1320 170 1590 220
16 1600 230 1190 170 990 130 1190 170
20 1300 180 950 140 790 110 950 140

ap<0.4D ap<0.4D ap<0.3D ap<0.4D

1. THIRMARIE. BRETIENDTY ., RINTTIFMIMIR, BE. EREMICEYREEREL TSI,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BIMOEEHN LN S RVGRXEEREEY REZR VSIS TTIFTIRZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., IITRRICEDE CEY GV -5V b EISER<EST L,

Use the appropriate coolant for the work material and machining shape.

4. EEURCEERENFEE T DHTIIHIRGEREL T,

please adjust it if chatter or abnormal vibration occurs.




=] -

3KH />aA-bITXRFIN 444®) 0~ -0.02
45° 2 YL / KX 2.5D NE
Victory N A IXT =< > X1 =X,
FH LB THAERMI A AIRE,
Yy/af]

P IRPREWESD, REHULEZEEICHTET S
Z & HElRE,

- . _ — X - -
mEE oeW | BES R AFYURE | corn |PNIER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 59594 % | Auminum . o et X
(845C ~ S55C-SCMSC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ducti Cestiron [~ Aoy | COPPerAloY | Graphite | Titanium Alloy | - Fesistant Resin
(FC - FCD) Y
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
O O © © O O
o=&E O=#
2
= B = 2EO— R 5 & A R = VeIIR A TR
e (Dc) (2) [(B) (Ds) (3] (Yen)

toGtE! iz (Sttlz Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

Vv208-030 12550130001 3 6 3 4,050
V208-040 12550130002 4 10 60 6 3 4,050
V208-050 12550130003 5 12.5 60 6 3 4,050
V208-060 12550130004 6 15 60 6 3 4,050
VvV208-070 12550130005 7 17.5 70 8 3 7,100
V208-080 12550130006 8 20 75 8 3 7,100
V208-090 12550130007 9 225 80 10 3 9,700
V208-100 12550130008 10 25 80 10 3 9,700
Vv208-110 12550130009 11 27.5 100 12 3 14,200
V208-120 12550130010 12 30 100 12 3 14,200
V208-130 12550130011 13 32.5 100 12 3 21,070
V208-140 12550130012 14 35 110 16 3 29,050
V208-150 12550130013 15 37.5 110 16 3 29,050
V208-160 12550130014 16 40 110 16 3 29,050
V208-170 12550130015 17 42.5 110 16 3 33,430
V208-180 12550130016 18 45 125 20 3 50,420
V208-190 12550130017 19 47.5 125 20 3 50,420
Vv208-200 12550130018 20 50 125 20 3 50,420




{BIELDA Side Milling
REI 7IW==D L& TS =Y LAREY mas
Work Material Alminum Alloy Alminum Alloy Casting Copper Alloy
(ABO52 - A7075) (ADC - AC4) (©1-02-C3)

EIHERE
200 (60-300) 150 (60-250) 150 (60-250)

2 [ElE54% EDRE [EI%52% EDRE EIE EDIRE
Tool Dia Speed eed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21000 2500 15900 1890 15900 1890
4 15900 1890 11900 1410 11900 1410
5 12700 1500 8800 1030 8800 1030
6 10600 1530 7900 1140 7900 1140
8 7900 1300 5900 970 5900 970
10 6300 1350 4700 1000 4700 1000
12 5300 1600 3980 1200 3980 1200
16 3980 1700 2980 1270 2980 1270
20 3100 1740 2380 1330 2380 1330

Dﬂ%ﬁ&t ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

B4l Slot Milling

ZIL=ZOLE ZIWIZOLEEHY bii=F
Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-Cc2-C3)

(7]
gg
&=

200 (60-300) 150 (60-250) 150 (60-250)

B4 XDIRE [EIE528 EDRE EIL e XDIRE
Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 21000 1750 15900 1320 15900 1320
4 15900 1320 11900 980 11900 980
5 12700 1050 8800 720 8800 720
6 10600 1070 7900 790 7900 790
8 7900 910 5900 670 5900 670
10 6300 940 4700 700 4700 700
12 5300 1120 3980 840 3980 840
16 3980 1190 2980 880 2980 880
20 3100 1210 2380 930 2380 930

Dﬂ%ﬁgut ap<0.5D ap<0.5D ap<0.2D

1. UIHIRMARIE. BRERTENDTY, EMNTCIIINIAAR. BN, FERERHICE Y REERFEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHH ENSBVWSRIIEEREE Y EFREERUEIGT T TIZE W,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM. MIFRICEDE TENR I -3 b EIERALIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEERBDRE T DHSFITBIRMGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.




[ ——
4 IEEERE

3¥ADLC OA— FFI> KI 544%) 0~-0.02
45° % YL/ R X 2.5D

Victory N A IXT =< > X1 =X,

DLCO—hrE®WIELTHY., MEABEHICENTHENET,
FHELECSERLDE Y NI HETEE. i

P URPREVWED, REHULEFEHBEICHKET 3 2 &P A

o o — — ik _ pe
wEE ae@ | BES R AFYURE | corn |PNIER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel | 9754k |  Auminum } L Heet ’
e e et e T B Py Dt Casticn| Aoy Copmer Aley | - @raskita | Titanum Aloy | Fesstant Resin
(FC - FCD) 2/
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
© © O O
o=&E O=#
®
= o = cEa_p 5 @ N 2B | vvom | 3 # M
Model Kot GEsl (Dc) (e) L) (Ds) (F) (Yen)

Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

V209-030 12550140001 3 6 3 6,870

V209-040 12550140002 4 10 60 6 3 6,870

V209-050 12550140003 5 12.5 60 6 3 6,870

V209-060 12550140004 6 15 60 6 3 6,870

V209-070 12550140005 7 17.5 70 8 3 10,750
V209-080 12550140006 8 20 75 8 3 11,010
V209-090 12550140007 9 225 80 10 3 18,830
V209-100 12550140008 10 25 80 10 3 18,830
V209-110 12550140009 11 27.5 100 12 3 29,030
V209-120 12550140010 12 30 100 12 3 29,030
V209-130 12550140011 13 32.5 100 12 3 42,790
V209-140 12550140012 14 35 110 16 3 48,810
V209-150 12550140013 15 37.5 110 16 3 48,810
V209-160 12550140014 16 40 110 16 3 48,810
V209-170 12550140015 17 42.5 110 16 3 63,710
V209-180 12550140016 18 45 125 20 3 78,550
V209-190 12550140017 19 47.5 125 20 3 78,550
V209-200 12550140018 20 50 125 20 3 78,550




{BIELDA Side Milling
REI 7IW==D L& TS =Y LAREY mas
Work Material Alminum Alloy Alminum Alloy Casting Copper Alloy
(ABO52 - A7075) (ADC - AC4) (©1-02-C3)

EIHERE
250 (60-350) 200 (60-300) 200 (60-300)

2 [ElE54% EDRE [EI%52% EDRE EIE EDIRE

Tool Dia Speed eed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

3 26500 31560 21000 2500 21000 2500
4 19900 2360 15900 1890 15900 1890
5 15900 1870 12700 1500 12700 1500
6 13200 1900 10600 1530 10600 1530
8 9950 1630 7900 1300 7900 1300
10 7950 1700 6300 1350 6300 1350
12 6600 1990 5300 1600 5300 1600
16 4970 2120 3980 1700 3980 1700
20 3980 2230 3100 1740 3100 1740

ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

B4l Slot Milling

ZIL=ZOLE ZIWIZOLEEHY bii=F
Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-Cc2-C3)

250 (60-350) 200 (60-300) 200 (60-300)

B4 XDIRE [EIE528 EDRE EIL e XDIRE

Speed Feed Speed Feed Speed Feed

(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 26500 2200 21000 1750 21000 1750
4 19900 1650 15900 1320 15900 1320
5 15900 1300 12700 1050 12700 1050
6 13200 1330 10600 1070 10600 1070
8 9960 1140 7900 910 7900 910
10 7950 1190 6300 940 6300 940
12 6600 1390 5300 1120 5300 1120
16 4970 1480 3980 1190 3980 1190
20 3980 1560 3100 1210 3100 1210

Dﬂ%ﬁgut ap<0.5D ap<0.5D ap<0.2D

1. UIHIRHRIE, BRETRIENTY ., RMTTIIINTRIR, BEY, ERBMICKIURHFEFEEL TETL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.

2. BOEEHH ENSBVWSRIIEEREE Y EFREERUEIGT T TIZE W,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM. MIFRICEDE TENR I -3 b EIERALIESE L,

Use the appropriate coolant for the work material and machining shape.
4. EEUPEERBDRE T DHSFITBIRMGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.

(7]
gg
&=




V7R IEFE) 25D

u u
3KH />aA—-rZTPT7XIRIWL 9*?§ 0~ -0.02

45° %L / FEX 2.5D NE

Victory N A IXT =< > X1 =X, R

— . + 0.01
LB TEEERNT A AL, 0.0
SrLIRFEVED, RXHULBFEEICSEET S —

Z & HElRE,

- S _ — X - PN
mEE oeW | BES R AFYURE | corn |PNIER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . . et X
(845C ~ S55C-SCMSC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Aoy [ COPPerAley | - Graphite | Titanium Aloy | - Resietant Resin
(FC - FCD) ¥
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
O O © © O O
o=&E O=#
2
= B OE BEO— R N’ J—F3R A R Ve IIR PI TR
(Dc) (R) (315 () (Yen)

Vit iz (Cttlz Tool Dia Corner Radius | Flute Length Shank Dia | Nunber of Flutes | Standerd Price

V210-04001 12550150001 4 4 3,110
V210-04002 12550150002 4 0.2 10 50 a4 3 3,110
V210-04003 12550150003 4 0.3 10 50 4 3 3,110
V210-05001 12550150004 5 0.1 12.5 60 6 3 4,280
V210-05002 12550150005 5 0.2 12.5 60 6 3 4,280
V210-05003 12550150006 5 0.3 125 60 6 3 4,280
V210-05005 12550150007 5 0.5 125 60 6 3 4,280
V210-06001 12550150008 6 0.1 15 60 6 3 4,280
V210-06002 12550150009 6 0.2 15 60 6 3 4,280
V210-06003 12550150010 6 0.3 15 60 6 3 4,280
V210-06005 12550150011 6 0.5 15 60 6 3 4,280
V210-06010 12550150012 6 1 15 60 6 3 4,280
V210-08002 12550150013 8 0.2 20 70 8 3 6,080
V210-08003 12550150014 8 0.3 20 70 8 3 6,080
V210-08005 12550150015 8 0.5 20 70 8 3 6,080
V210-08010 12550150016 8 1 20 70 8 3 6,080
V210-080115 12550150017 8 1.15 20 70 8 3 6,080
V210-08015 12550150018 8 15 20 70 8 3 6,080
V210-08020 12550150019 8 2 20 70 8 3 6,080
V210-10002 12550150020 10 0.2 25 80 10 3 10,800
V210-10003 12550150021 10 0.3 25 80 10 3 10,800
V210-10005 12550150022 10 0.5 25 80 10 3 10,800




N &g d—F#E A R 2 R Vv IR TR AE(ffiA%
(o)) (R) (2) () (Ds) (Yen)
Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia | Nunberof Flutes | Standerd Price

B X mmd— R
Model Item Code

V210-10010 12550150023 10 10,800
V210-100115 12550150024 10 1.15 25 80 10 3 10,800 -
V210-10015 12550150025 10 15 25 80 10 3 10,800
V210-10020 12550150026 10 2 25 80 10 3 10,800
V210-12002 12550150027 12 0.2 30 100 12 3 18,490
V210-12003 12550150028 12 0.3 30 100 12 3 18,490
V210-12005 12550150029 12 0.5 30 100 12 3 16,970
V210-12010 12550150030 12 1 30 100 12 3 16,970
V210-120115 12550150031 12 1.15 30 100 12 3 18,490
V210-12015 12550150032 12 15 30 100 12 3 16,970
V210-12020 12550150033 12 2 30 100 12 3 16,970

EDHEISR{43R Cutting Condition
{BIEEDEI Side Milling
REI FW==0 Ly FILE =S LEREY was

Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-c2-C3)

250 (60-350) 200 (60-300) 200 (60-300)

ElER4 XDRE B2 EDRE [ElE XDRE
Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

19900 1310 15900 1050 15900 1050
5 15900 1870 12700 1500 12700 1500
6 13200 1900 10600 1530 10600 1530
8 9950 1630 7900 1300 7900 1300
10 7950 1700 6300 1350 6300 1350
12 6600 1990 5300 1600 5300 1600

ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D

1. IHIZRMARIE. BRERTENDTY, EMITTIFIMIAIR. B8, ERAEMICEKYRGZREL TV,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN S RVGRXEEREEY REEZR VSIS TTRFTIRZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, IMIFRICEDETEN R -5 b2 SERALIESE L,

Use the appropriate coolant for the work material and machining shape.

4. EEUCEBRENRET SHGEITHIRAEREL TIES,

please adjust it if chatter or abnormal vibration occurs.




3SBA /a—-b SO7RA I VFE)N 25D

EEISR{R Cutting Con

7ABYIHEl Slot Milling

Work Material Alminum Alloy Alminum Alloy Casting Copper Alloy
(A5052 - A7075) (ADC - AC4 ) (C1-C2-C3)

Cuttmgigpeed 250 (60-350) 200 (60-300) 200 (60-300)
SHE [ElE52% EDRE EIE2 EDIRE B8 EDEE
Tool Dia Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
19900 890 15900 710 15900 710
5 15900 1300 12700 1050 12700 1050
6 13200 1330 10600 1070 10600 1070
8 9950 1140 7900 910 7900 910
10 7950 1190 6300 940 6300 940
12 6600 1390 5300 1120 5300 1120
Dﬂ%ﬁat ap<0.5D ap<0.5D ap<0.2D

. DBISMRIE. BRERTENDTT . RMTTIRIIMTRIR, B, EREMICKYREEREL TESIL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHD ENSBVBSEEEHREEVREREEZR VSIS TTIFTZT L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM, IMIRRICEDE CEYIR I —5 2 bEIERSEETV,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEEIRBNFELE T SHEEHIRMGEREL T<ETL,

please adjust it if chatter or abnormal vibration occurs.

BikE®
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(=7%::)|
V301 30°x¥L HE 2.0D P52-54
V302 30°x%¥L HE 2.5D P56-58
V303 30°x%¥Ly FE 3.0D P60-62
V  e@EIE4MIARITFIVRII
(=97::)|
V304 30°x%IL FE 2.0D P64-66
V305 30°x%¥ILy HE 2.5D P68-70
V306 30°x¥L HE 3.0D P72-74
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V307 30°%IL P76-77 /
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2HIEAI LRI 5iE) $12=0~-0.02
FEX 2.0D NE) $p12=0~-0.03
Victory AX hIXT =32 1) =X, oo
HAEYE < SHIE,
I VLB T (= 3955 A BT B, .
HRC48 LI T O#HHEIMDIMIT TZERL £ & v,
FEE aeW | AEE R 27 YU | o |71388| mas |s59rch| ovas| THER| L
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 59541V | Auminum ey || o |ty He:;et;n( ——
(S45C ~ S55C-SCM-SC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (SUS) D?gc:ét[l)r)m Alloy Alloy
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 350HB
© O O © O O
O=m#E O=@
1
] e N & A R 2 R I IOE A # TRAEfAS
& 2 = BEI— (Dc) (2) ) (Ds) G) (Yen)

toGtEd iz (Sttlz Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

Vv301-010 12550160001 1 4 2 1,080
V301-015 12550160002 (5] 4 2 1,080
V301-020 12550160003 2 4 2 1,080
V301-025 12550160004 2.5 4 2 1,260
V301-030 12550160005 3 6 2 1,420
V301-040 12550160006 4 8 50 6 2 1,620
V301-050 12550160007 5 10 50 6 2 1,740
V301-060 12550160008 6 12 50 6 2 1,650
VvV301-070 12550160009 7 14 65 8 2 5,810
V301-080 12550160010 8 16 65 8 2 3,040
V301-090 12550160011 9 18 70 10 2 8,060
V301-100 12550160012 10 20 70 10 2 3,740
Vv301-110 12550160013 11 22 80 12 2 11,430
VvV301-120 12550160014 12 24 80 12 2 5,070
V301-160 12550160015 16 32 110 16 2 16,520
V301-200 12550160016 20 40 116 20 2 23,430




{AlE LI Side Milling

e - 8% A - TER TYN— RV - FREE 27U
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD -« SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 40HRC 25 ~ 35HRC

HIiEE

Cutting Speed (50-100) (50-80) 45 (30-60) 40 (30-50)
[EIE52% EDIRE EIk e EDIRE Bl XD RE Bk 2 EDIRE
Tool Dia 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)
25480 290 19110 230 14340 150 12740 140
1.5 16990 290 12740 230 9560 150 8500 140
2 12740 310 9560 230 7170 170 6370 150
25 10200 390 7650 230 5740 170 5100 150
3 8500 410 6370 260 4780 180 4250 160
4 6370 510 4780 320 3590 210 3190 190
5 5100 650 3830 330 2870 230 2550 200
6 4250 660 3190 330 2390 230 2130 200
7 3640 650 2730 330 2050 230 1820 200
8 3190 630 2390 320 1800 230 1600 200
9 2840 630 2130 310 1600 230 1420 200
10 2550 610 1920 310 1440 220 1280 200
11 2320 610 1740 320 1310 220 1160 190
12 2130 610 1600 320 1200 220 1070 190
16 1600 600 1200 290 900 190 800 170
20 1280 370 960 230 720 140 640 130
ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.0D ae<0.1D

1. UIHIRRIE. BRERTENDTY . ENTCTIEIINIAAR. BN, FEREMICE Y REZRELTETL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BMOEEHH LN S BVWBRIFEEREEYREZERUEIGTTRTTEZEW,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHEIM. MIFRICEDETENRI -3 b ESER<IEST L,

Use the appropriate coolant for the work material and machining shape.

4. EEUCERERENEE T DHEIFTHIRGEREL T,

please adjust it if chatter or abnormal vibration occurs.
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&I Slot Milling

R - 58K a2 - TER TUN—RVEH - FAESE PP L |
. HHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)

~ 38HRC ~ 40HRC 25 ~ 35HRC

80 (50-100) 60 (50-80) 45 (30-60) 40 (30-50)
BG4 EDIRE Bl XEDRE Bk i EDIRE [ElER48 XDRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 25480 150 19110 110 14340 80 12740 80
1.5 16990 150 12740 110 9560 80 8500 80
2 12740 160 9560 110 7170 80 6370 80
2.5 10200 190 7650 110 5740 80 5100 80
3 8500 170 6370 130 4780 90 4250 90
4 6370 250 4780 160 3590 100 3190 110
5 5100 320 3830 170 2870 120 2550 120
6 4250 320 3190 170 2390 120 2130 120
7 3640 320 2730 170 2050 120 1820 110
8 3190 310 2390 160 1800 120 1600 110
9 2840 310 2130 160 1600 120 1420 110
g 10 2550 300 1920 160 1440 110 1280 110
3 11 2320 300 1740 160 1310 110 1160 110
12 2130 300 1600 160 1200 110 1070 110
16 1600 240 1200 150 900 90 800 100
20 1280 190 960 110 720 70 640 80
o ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D

1. UHIRHRIE, BRERITEDTT ., EMLTIIMIFIR, B, FERERKICEYRGFEREEL TETL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH LN S BVBEXEEREEYEREZR VSIS TTIFTIZT L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM, MIRRICEDE TCETR I -3 hEIEREET W,

Use the appropriate coolant for the work material and machining shape.

4. EEUCEERENFELET DHGITRIRMEREL TETI L,

please adjust it if chatter or abnormal vibration occurs.
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wRE ae® | BES EER 2FYURE | chire |PNZBE| mag 5577 2ovan| TREE| g
o Somcatmace | i gl el Rl e I L e
(FC - FCD)
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~65HRC ~ 35HRC ~ 350HB
© O O © O O
o=@ O=8
= Ty =
e maS = F 51(+Dc1; ey N s {_: 08 &?fﬂ’)fg_
Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

V302-010 12550170001 1 50 4 2 1,260
V302-020 12550170002 2 5 50 4 2 1,260
V302-030 12550170003 3 75 50 6 2 1,600
V302-040 12550170004 4 10 55 6 2 1,760
V302-050 12550170005 5 125 60 6 2 1,890
V302-060 12550170006 6 15 65 6 2 2,050
V302-080 12550170007 8 20 75 8 2 4,210
V302-100 12550170008 10 25 85 10 2 5,040
V302-120 12550170009 12 30 90 12 2 7,070



{AlE LI Side Milling

R - 8% A - TER TYN— RV - REE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD -« SKT « NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 40HRC 25 ~ 35HRC

HIiEE

Cutting Speed (50-100) (50-80) 45 (30-60) 40 (30-50)
[EIE52% EDIRE B e EDIRE Bl XD RE B2 EDIRE
Tool Dia 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)
25480 290 19110 230 14340 150 12740 140
1.5 16990 290 12740 230 9560 150 8500 140
2 12740 310 9560 230 7170 170 6370 150
25 10200 390 7650 230 5740 170 5100 150
3 8500 410 6370 260 4780 180 4250 160
4 6370 510 4780 320 3590 210 3190 190
5 5100 650 3830 330 2870 230 2550 200
6 4250 660 3190 330 2390 230 2130 200
7 3640 650 2730 330 2050 230 1820 200
8 3190 630 2390 320 1800 230 1600 200
9 2840 630 2130 310 1600 230 1420 200
10 2550 610 1920 310 1440 220 1280 200
11 2320 610 1740 320 1310 220 1160 190
12 2130 610 1600 320 1200 220 1070 190
ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.0D ae<0.1D

1. UIHIRERIE. BRERTENDTY . ENTCTIEIINIAAR. BN, FEREMICE Y REZREELTIETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BMOEEHH ENSBWBRIFEEREEYFEERUEIGTTITTEZETW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHEIM. MIFRICEDE TENRI —3 2 b ESER<IESE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCERBIRENRE T DSBS RIHIRMEREL TS,

please adjust it if chatter or abnormal vibration occurs.
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&I Slot Milling

R - 58K a2 - TER TUN—RVEH - FAESE PP L |
. HHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)

~ 38HRC ~ 40HRC 25 ~ 35HRC

80 (50-100) 60 (50-80) 45 (30-60) 40 (30-50)
BG4 EDIRE Bl XEDRE Bk i EDIRE [ElER48 XDRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 25480 150 19110 110 14340 80 12740 80
1.5 16990 150 12740 110 9560 80 8500 80
2 12740 160 9560 110 7170 80 6370 80
2.5 10200 190 7650 110 5740 80 5100 80
3 8500 170 6370 130 4780 90 4250 90
4 6370 250 4780 160 3590 100 3190 110
5 5100 320 3830 170 2870 120 2550 120
6 4250 320 3190 170 2390 120 2130 120
7 3640 320 2730 170 2050 120 1820 110
8 3190 310 2390 160 1800 120 1600 110
9 2840 310 2130 160 1600 120 1420 110
g 10 2550 300 1920 160 1440 110 1280 110
3 11 2320 300 1740 160 1310 110 1160 110
12 2130 300 1600 160 1200 110 1070 110
ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D

1. IHIRGRIE. BRERTENDTY, EMTCIEINIAR. BN, FERERICE Y REZHEEL TSV,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHL ENSBVWBEXEEREEVFREEZR UEISTTIFTZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIH, MIFRICEDE TENRI -5 FESERLET L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEBIRENRE T DIHEFTIHIRGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.
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M&IA VLI TS xS A el RE,
HRCA8 1T (I D INT € Z G < 72 & L, .
wEs aeW | @mES B 2EUURM| e [P1388| mag (559741 |3ovas|PREE| e
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 Vg% | Auminum | A —— He:‘:;m -
(S45C ~ S55C-SCM-SC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (SUS) Dl:;‘gcsz“[;f)m Alloy Alloy
~ 40HRC ~ 48HRC ~B55HRC | ~B60HRC | ~B65HRC ~ 35HRC ~ 350HB
© O O © @) O
O=mB O=8
1
. S 5= M E 2 K Vv VIR X B b i
& a & B3 K (Dc) (2) w (Ds) G) (Yen)

toGtEd iz (Sttlz Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

V303-010 12550180001 1 4 2 1,260
V303-015 12550180002 (5] 4.5 50 4 2 1,260
V303-020 12550180003 2 6 50 4 2 1,260
V303-025 12550180004 2.5 7.5 50 4 2 1,260
V303-030 12550180005 3 9 50 6 2 1,600
V303-040 12550180006 4 12 55 6 2 1,760
V303-050 12550180007 5 15 60 6 2 1,890
V303-060 12550180008 6 18 65 6 2 2,050
V303-070 12550180009 7 21 65 8 2 5,810
V303-080 12550180010 8 24 75 8 2 4,210
V303-090 12550180011 9 27 75 10 2 8,280
V303-100 12550180012 10 30 85 10 2 5,040
V303-110 12550180013 11 33 90 12 2 11,430
V303-120 12550180014 12 36 90 12 2 7,450
V303-160 12550180015 16 48 115 16 2 22,280
V303-200 12550180016 20 60 135 20 2 37,940




{AlE LI Side Milling

e - 58K A - TER TYN— RV - REE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD -« SKT « NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 40HRC 25 ~ 35HRC

HIiEE

Cutting Speed 0 (50-100) 0 (50-80) 45 (30-60) 40 (30-50)
[EIE52% EDIRE B e EDIRE Bl XD RE B2 EDIRE
Tool Dia 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)

25480 290 19110 230 14340 150 12740 140

1.5 16990 290 12740 230 9560 150 8500 140

2 12740 310 9560 230 7170 170 6370 150

25 10200 390 7650 230 5740 170 5100 150

3 8500 410 6370 260 4780 180 4250 160

4 6370 510 4780 320 3590 210 3190 190

5 5100 650 3830 330 2870 230 2550 200

6 4250 660 3190 330 2390 230 2130 200

7 3640 650 2730 330 2050 230 1820 200

8 3190 630 2390 320 1800 230 1600 200

9 2840 630 2130 310 1600 230 1420 200
10 2550 610 1920 310 1440 220 1280 200 ®
11 2320 610 1740 320 1310 220 1160 190 %

12 2130 610 1600 320 1200 220 1070 190

16 1600 600 1200 290 900 190 800 170

20 1280 370 960 230 720 140 640 130

D:ﬂ;%ﬁ%ut ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.0D ae<0.1D

1. UIHIRMARIE. BRERTENDTY, ENTCTIIINIAAR. B, FERERICE Y REERFEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH ENSBVWSRIIEEREE Y EFRERUEIGT T TIZE W,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM. MIFRICEDETENR I -3 b EIER<SIET L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREERIHRE T DHSFITIBIRMGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.




&I Slot Milling

R - 58K a2 - TER TUN—RVEH - FAESE PP L |
. HHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)

~ 38HRC ~ 40HRC 25 ~ 35HRC

80 (50-100) 60 (50-80) 45 (30-60) 40 (30-50)
BG4 EDIRE Bl XEDRE Bk i EDIRE [ElER48 XDRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
1 25480 150 19110 110 14340 80 12740 80
1.5 16990 150 12740 110 9560 80 8500 80
2 12740 160 9560 110 7170 80 6370 80
2.5 10200 190 7650 110 5740 80 5100 80
3 8500 170 6370 130 4780 90 4250 90
4 6370 250 4780 160 3590 100 3190 110
5 5100 320 3830 170 2870 120 2550 120
6 4250 320 3190 170 2390 120 2130 120
7 3640 320 2730 170 2050 120 1820 110
8 3190 310 2390 160 1800 120 1600 110
9 2840 310 2130 160 1600 120 1420 110
g 10 2550 300 1920 160 1440 110 1280 110
3 11 2320 300 1740 160 1310 110 1160 110
12 2130 300 1600 160 1200 110 1070 110
16 1600 240 1200 150 900 90 800 100
20 1280 190 960 110 720 70 640 80
o ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D

1. tHIRRIZ. BRETRTENDTY . EMITTIIMIMR, B8, FERHEWICEYRMGEEFEEL TETL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHL NS BVBEFEEHREEVEREEZRUEIGTTIFTET L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM. IIRRICEDE CENR I -3 FZEIEA<SIET L,

Use the appropriate coolant for the work material and machining shape.

4. EEVPEERENFELET DHAITRIRMEREL TET L,

please adjust it if chatter or abnormal vibration occurs.
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A& x 2.0D . ‘ $12 =0 ~-0.03
Victory AX MINT—7 XV 1) =X, oo
HENFE < S,
IS L LR LT 955 AT, .
HRC48 LI T D#HAIMDINIT TIFEAL 2 & W,
= - . = == X =2 [h=r
KR a2 SR SiEEHE ATFYVVAM | cation (PLIEER| sgag 557740 Fovas| O s
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 59541V | Auminum ey || o |ty He:‘:;m ——
(S45C ~ S55C-SCM-SC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (SUs) Ductilr Cast Iron Alloy Alloy
(FC - FCD)
~ 40HRC ~ 48HRC ~B5HRC|~B0HRC |~65HRC|  ~ 35HRC ~ 350HB
© O O © O O
o=&E O=#
2
= B OE 2EO— R 5 & A R =S VeIIR A TR
Model Itern Code (Dc) () L (D)) (F (Yen)

Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

V304-010 12550190001 1 4 4 2,190
V304-015 12550190002 (5] 4 4 2,190
V304-020 12550190003 2 4 4 1,620
V304-025 12550190004 2.5 4 4 1,830
V304-030 12550190005 3 6 4 1,650
V304-040 12550190006 4 8 50 6 4 1,760
V304-050 12550190007 5 10 50 6 4 1,830
V304-060 12550190008 6 12 50 6 4 1,980
V304-070 12550190009 7 14 65 8 4 6,890
V304-080 12550190010 8 16 65 8 4 2,930
V304-090 12550190011 9 18 70 10 4 9,090
V304-100 12550190012 10 20 70 10 4 4,080
V304-120 12550190013 12 24 80 12 4 4,910
V304-160 12550190014 16 32 110 16 4 18,930
V304-200 12550190015 20 40 115 20 4 28,150




{AlE LI Side Milling

e - 8% A - TER TYN— RV - FREE 27U
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD -« SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 40HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (70-120) (50-100) 70 (50-80) 50 (30-80)
[EIE52% EDIRE EIk e EDIRE Bl XD RE Bk 2 EDIRE
Tool Dia 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)
31850 410 25480 310 22300 230 15930
1.5 21240 420 16990 310 14870 230 10620 200
2 15930 650 12740 380 11150 320 7970 240
25 12740 650 10200 380 8920 320 6370 240
3 10620 690 8500 410 7440 320 5310 260
4 7970 690 6370 410 5580 340 3990 260
5 6370 840 5100 450 4460 380 3190 280
6 5310 860 4250 460 3720 380 2660 290
7 4550 840 3640 460 3190 380 2280 290
8 3990 840 3190 460 2790 380 2000 290
9 3540 890 2840 490 2480 380 1770 310
10 3190 860 2550 480 2230 380 1600 300 g
12 2660 840 2130 450 1860 380 1330 280 &
16 2000 420 1600 340 1400 310 1000 220
20 1600 390 1280 290 1120 230 800 180
ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D

1. UHIRERIE. BRZERTEDTY . ENTCIEIINIAAR. B, FEREMICE Y REZREEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHH ENSBWSRIFEEREE Y FEERUEIGTRTTIZEW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM. MIFRICEDE TEN R -3 b ESFER<IEE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCEBIRINRET SHERIHIRMEREL TESL,

please adjust it if chatter or abnormal vibration occurs.




&I Slot Milling

R - 58K a2 - TER TUN—RVEH - FAESE PP L |
1RHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C™S55C * FC + FCD) (SCM - SKD - SKS) (SKD -+ SKT - NAK - HPM) (SUS)
~ 38HRC ~ 40HRC 25 ~ 35HRC

70 (50-100) (40-80) 50 (30-70) 35 (30-50)
BG4 EDIRE Bl XEDRE Bk i EDIRE [ElER48 XDRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
22300 230 17520 170 15930 130 11150 110
1.5 14870 240 11680 180 10620 130 7440 110
2 11150 370 8760 210 7970 190 5580 140
2.5 8920 360 7010 210 6370 180 4460 140
3 7440 390 5840 230 5310 180 3720 150
4 5580 390 4380 230 3990 200 2790 150
5 4460 470 3510 250 3190 220 2230 160
6 3720 480 2920 260 2660 220 1860 170
7 3190 470 2510 260 2280 220 1600 170
8 2790 470 2190 260 2000 220 1400 170
9 2480 500 1950 270 1770 220 1240 180
® 10 2230 480 1760 270 1600 220 1120 170
%J 12 1860 470 1460 250 1330 220 930 160
16 1400 240 1100 190 1000 180 700 120
20 1120 220 880 160 800 130 560 110
ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.3D ap<0.02D ~ 0.3D

1. YHIRRIF. BRERTENDTY . EMTTIIMIMR, B8, FEREHICEURMEZFEEL TETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BROEERN ENSRVGEIFEES & &Y ZEZR SIS TTIFTIEEL,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM. MIRRICEDE TGENR I -5 FZEIER<SIES L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEBREDFRE T DGEFITHIRGEREL TRI W,

please adjust it if chatter or abnormal vibration occurs.
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(FC - FCD)
~ 40HRC ~ 48HRC ~BBHRC|~B0HRC [~65HRC|  ~ 35HRC ~ 350HB
© @) O © @) O
o=8#E O=H
= [y -
e maS = F Moo ) & 0 * 50 {_: §on &?fﬂ’)fg_
Tool Dia Flute Length | Overall Length Shank Dia Nunber of Flutes | Standerd Price
V305-010 12550200001 1 50 4 4 3,960
V305-020 12550200002 2 5! 50 4 4 1,830
V305-030 12550200003 3 7.5 50 6 4 1,890
V305-040 12550200004 4 10 55 6 4 2,190
V305-050 12550200005 5 125 60 6 4 2,190
V305-060 12550200006 6 15 65 6 4 2,570
V305-080 12550200007 8 20 75 8 4 4,120
V305-100 12550200008 10 25 85 10 4 5,040
V305-120 12550200009 12 30 90 12 4 6,840



{AlE LI Side Milling

R - 8% A - TER TYN— RV - REE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD -« SKT « NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 40HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (70-120) (50-100) 70 (50-80) 50 (30-80)
[EIE52% EDIRE B e EDIRE Bl XD RE B2 EDIRE

Tool Dia 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)
31850 410 25480 310 22300 230 15930

1.5 21240 420 16990 310 14870 230 10620 200

2 15930 650 12740 380 11150 320 7970 240

25 12740 650 10200 380 8920 320 6370 240

3 10620 690 8500 410 7440 320 5310 260

4 7970 690 6370 410 5580 340 3990 260

5 6370 840 5100 450 4460 380 3190 280

6 5310 860 4250 460 3720 380 2660 290

7 4550 840 3640 460 3190 380 2280 290

8 3990 840 3190 460 2790 380 2000 290

9 3540 890 2840 490 2480 380 1770 310

10 3190 860 2550 480 2230 380 1600 300

12 2660 840 2130 450 1860 380 1330 280

ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D

1. UIHIRMARIE. BRERTENDTY, ENTCIIINIAAR. BN, FEREMICE Y REEZFEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH ENSBVWSEIIEEREE Y EFREERUEIGT T TIZE W,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM,. MIFRICEDETEN R -3 b ESER<LIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEERIHRE T DHSEFITBIRMGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.

(7]
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;BEDHE Slot Milling

— PRERE - K afifl - TSl FUN\— RV - REE 27V A
HRHEI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 48HRC 25 ~ 35HRC
e 70 (50-100) (40-80) 50 (30-70) 35 (30-50)

SR CIERE EDIRE i EDEE Ik EDEE EIEEE EDEE
Tool Dia Speed Feed Speed Speed Feed

(mm) (min-1) i i (mm/min) (min-1) i (min-1) (mm/min)
22300 230 17520 170 15930 130 11150 110
1.5 14870 240 11680 180 10620 130 7440 110
2 11150 370 8760 210 7970 190 5580 140
25 8920 360 7010 210 6370 180 4460 140
3 7440 390 5840 230 5310 180 3720 150
4 5580 390 4380 230 3990 200 2790 150
5 4460 470 3510 250 3190 220 2230 160
6 3720 480 2920 260 2660 220 1860 170
7 3190 470 2510 260 2280 220 1600 170
8 2790 470 2190 260 2000 220 1400 170
® 9 2480 500 1950 270 1770 220 1240 180
il 10 2230 480 1760 270 1600 220 1120 170
& 12 1860 470 1460 250 1330 220 930 160
ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.3D ap<0.02D ~ 0.3D

1. VIHIR RIS, BRERTENDTY, EMTTIEIMIRIR. B8, FEREMRICE Y RGEZHEEL TZT,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BROEEHN ENSRVEEIFEES & &Y RZEZR UEIETTITIEEL,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM. MIRRICEDE RN R I -3 FZEIER<SIES L,

Use the appropriate coolant for the work material and machining shape.

4. EEUNEERENFELET DHAITRIRMGEREL T,

please adjust it if chatter or abnormal vibration occurs.
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AIECAIL RFIL 9B ¢12=0~-0.02
VAY: >

FE£ X 3.0D $12=0~-0.03
Victory AX hIXT =32 1) =X, oo
& VAN T IS SRS H° Rl BE,
HRC48 LT D EIM DI € =M < £ & o, .
wEE ae@® | @EE e 2FUUAM | o 71322 gag |s597¢h|5ovas| THEE|
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 g%k | Aluminum | A —— He:‘:;m —.
(S45C ~ S55C-SCM-SC-SS) (NAK - HPM) (SKD - SKS - DC - SKH) (SUS) Dl?gcségf)m Alloy Alloy
~ 40HRC ~ 48HRC ~B55HRC | ~B60HRC | ~B65HRC ~ 35HRC ~ 350HB
© O O © O O
O=mB O=8
1
] o e 5 &R A E £ E eI’ A (S
& B & B3 K (Dc) (2) w (Ds) G) (Yen)

WEEE iz EEE Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

V306-010 12550210001 1 4 4 2,190
V306-015 12550210002 (5] 4.5 50 4 4 2,190
V306-020 12550210003 2 6 50 4 4 1,830
V306-025 12550210004 2.5 7.5 50 4 4 1,830
V306-030 12550210005 3 9 50 6 4 1,890
V306-040 12550210006 4 12 55 6 4 2,190
V306-050 12550210007 5 15 60 6 4 2,190
V306-060 12550210008 6 18 65 6 4 2,570
V306-070 12550210009 7 21 65 8 4 6,890
V306-080 12550210010 8 24 75 8 4 4,730
V306-090 12550210011 9 27 75 10 4 9,090
V306-100 12550210012 10 30 85 10 4 6,300
V306-120 12550210013 12 36 90 12 4 7,920
V306-160 12550210014 16 48 115 16 4 28,920
V306-200 12550210015 20 60 135 20 4 42,710




{AlE LI Side Milling

RReH - 58k A - TER TYUN— RV - REE 27U
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - 845C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD -« SKT « NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 40HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (70-120) (50-100) 70 (50-80) 50 (30-80)
[ElE52% EDIRE Bk e EDIRE Bl XDRE [EIE52 EDIRE
Tool Dia 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)
31850 410 25480 310 22300 230 15930
1.5 21240 420 16990 310 14870 230 10620 200
2 15930 650 12740 380 11150 320 7970 240
25 12740 650 10200 380 8920 320 6370 240
3 10620 690 8500 410 7440 320 5310 260
4 7970 690 6370 410 5580 340 3990 260
5 6370 840 5100 450 4460 380 3190 280
6 5310 860 4250 460 3720 380 2660 290
7 4550 840 3640 460 3190 380 2280 290
8 3990 840 3190 460 2790 380 2000 290
9 3540 890 2840 490 2480 380 1770 310
10 3190 860 2550 480 2230 380 1600 300 ®
12 2660 840 2130 450 1860 380 1330 280 %
16 2000 420 1600 340 1400 310 1000 220
20 1600 390 1280 290 1120 230 800 180
ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

1. UHIRERIE. BRZERTEDTY . ENTCIEIINIAAR. B, FEREMICE Y REZREEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHH ENSBWSRIFEEREE Y FEERUEIGTRTTIZEW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM. MIFRICEDE TEN R -3 b ESFER<IEE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCEBIRINRET SHERIHIRMEREL TESL,

please adjust it if chatter or abnormal vibration occurs.




&I Slot Milling

R - 58K a2 - TER TUN—RVEH - FAESE PP L |
1RHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C™S55C * FC + FCD) (SCM - SKD - SKS) (SKD -+ SKT « NAK - HPM) (SUS)
~ 38HRC ~ 48HRC 25 ~ 35HRC

70 (50-100) 5 (40-80) 50 (30-70) 35 (30-50)
BG4 EDIRE Bl XEDRE Bk i EDIRE [ElER48 XDRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
22300 230 17520 170 15930 130 11150 110
1.5 14870 240 11680 180 10620 130 7440 110
2 11150 370 8760 210 7970 190 5580 140
2.5 8920 360 7010 210 6370 180 4460 140
3 7440 390 5840 230 5310 180 3720 150
4 5580 390 4380 230 3990 200 2790 150
5 4460 470 3510 250 3190 220 2230 160
6 3720 480 2920 260 2660 220 1860 170
7 3190 470 2510 260 2280 220 1600 170
8 2790 470 2190 260 2000 220 1400 170
9 2480 500 1950 270 1770 220 1240 180
® 10 2230 480 1760 270 1600 220 1120 170
%J 12 1860 470 1460 250 1330 220 930 160
16 1400 240 1100 190 1000 180 700 120
20 1120 220 880 160 800 130 560 110
ap<0.02D ~ 0.5D ap<0.02D ~ 0.5D ap<0.02D ~ 0.3D ap<0.02D ~ 0.3D

1. HIRHRIE. BRERTEDTY, RIMTTIINIRR. BE. EREHICEYRGEREL TSI,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHL LN S BVBEEEEHREEYREZR VSIS TTIFTZT L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM. MIRRICEDE CEYGR I —5 2 b ESEREET L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEBIREDFRE T DIEEFTHIRGEREL TLI L,

please adjust it if chatter or abnormal vibration occurs.
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2HHIR—IVIT LRI, SR $#12=0~-0.02

Victory X MNNT 4 =<2 —=X, NE] $p12=0~-0.03
TEIR VRN TS XIS H Pl &R, + 001
HRC48 LI T O#HEIM DML TIEAL £ & W, | T
NE
wEE AeE | WER R ZFVURA | o (PIZEE| mag |55770h|7ovas| PREE|
(FC + FCD)
~ 40HRC ~ 48HRC ~BBHRC|~B0HRC|~65HRC|  ~ 35HRC ~ 350HB
© O @) © O @)
O=/&#E O=&
2
= B = BEO— R 5 & R—IL$E A & i = Ve IIR DI RS
Model Item Code (Dc)_ (F{E)_ (e) (B} (Ds) ; (F) (Yen) ;
Tool Dia Ball Radius Flute Length | Overall Length | Shank Dia | Nunber of Flutes | Standerd Price

V307-R0.1 12550220001 0.2 40 4 2 5,200
V307-R0.15 12550220002 0.3 0.15 0.6 40 4 2 4,260
V307-R0.2 12550220003 0.4 0.2 0.8 40 4 2 2,860
V307-R0.25 12550220004 0.5 0.25 1 40 4 2 2,610
V307-R0.3 12550220005 0.6 0.3 1.2 40 4 2 2,570
V307-R0.4 12550220006 0.8 0.4 1.6 40 4 2 2,570
V307-R0.5-S4 12550220007 1 0.5 2 50 4 2 2,190
V307-R0.5-S6 12550220008 1 0.5 3 50 6 2 3,650
V307-R0.6 12550220009 1.2 0.6 3.6 50 4 2 3,220
i V307-R0.75 12550220010 1.5 0.75 3 50 4 2 2,390
)II; V307-R1.0-S4 12550220011 2 1 4 50 4 2 2,120
V307-R1.0-S6 12550220012 2 1 6 50 6 2 3,270
V307-R1.25 12550220013 25 1.25 6 50 4 2 2,880
V307-R1.5-84 12550220014 3 1.5 8 60 4 2 3,000
V307-R1.5-S6 12550220015 3 1.5 6 55 6 2 3,060
V307-R2.0 12550220016 4 2 12 70 6 2 3,400
V307-R2.5-55L 12550220017 5 2.5 10 55 6 2 3,000
V307-R2.5-80L 12550220018 5 25 15 80 6 2 4,030
V307-R3.0-55L 12550220019 6 3 12 55 6 2 3,000
V307-R3.0-90L 12550220020 6 3 18 90 6 2 4,300
V307-R3.5 12550220021 7 3.5 14 70 8 2 5,700
V307-R4.0-70L 12550220022 8 4 16 70 8 2 5,090




5 & R—ILHE PI z R AP FRAE(S

.= mEI— (Dc) (RE) (e) ) (Ds) (Yen)
Tool Dia Ball Radius Flute Length | Overall Length | Shank Dia Standerd Price

V307-R4.0-100L 12550220023 8 4 24 100 8 2 7,680

V3OTR45 12550220024 9 45 18 75 10 2 6,710 -
V307-R5.0-70L 12550220025 10 5 15 70 10 2 6,710
V307-R5.0-100L 12550220026 10 5 30 100 10 2 8,850
V307-R6.0-85L 12550220027 12 6 24 85 12 2 11,570
V307-R6.0-110L 12550220028 12 6 36 110 12 2 14,380

V307-R8.0 12550220029 16 8 32 115 16 2 28,510

V307-R10.0 12550220030 20 10 40 120 20 2 43,650

WIEISE{ER Cutting Co

- TUN—R V4R - SAEHR
FREREA - ek Azl - TEH 3
Al Carbon Steel - Cast Iron Alloy Steel - Tool Steel Rrehardened Steel i - s

Work S Heat Treated Steel
) (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) N N N Copper - Copper Alloy
Material ~ 30HRC ~ 38HRC (SKD - SKT - NAK - HPM)

~ 40HRC

100 (110-130) 80 (90-100) 50 (60-80) 80 (90-100)

—3

|
i
i
i

(L-ulw) paadsg
RE O i
EREBICE
EREBICE
(L-ulw) paadg
e O B
YOS
YOS
(L-ulw) paadsg
FE O B
EREBICE
PR SR
(L-ulw) paadsg
RE O Bl
EREBICE
EREBICE
B

(34) snipey |leg
(3Y) ks
(Uiw/ww) pasq
(Ulw/ww) paa4
(Ulw/ww) paas4
(Uiw/ww) pasq

de (ww) N9 Jo yrdaQ
4d (ww) Ing jo yidag
de (ww) 1N jo yidsQq
3d (ww) Ing jo yadeg
de (ww) InD jo ydaQ
4d (ww) InQ jo yidaQg
de (ww) 1nD jo ydaQ
3d (ww) InQ jo yideg

0.1 28800 180 0.01 001 28800 180 001 001 28800 180 0005 0005 36000 270 0.01 0.02
0.2 28800 370 0.02 008 28800 300 0.02 008 28800 190 0.02 004 36000 450 0.02 0.08
0.3 28800 450 003 012 28800 380 0.03 012 28800 240 0.03 006 36000 530 0.03 012
04 28800 500 0.04 016 28350 380 0.04 016 24750 270 0.04 008 36000 600 0.04 0.16
05 28350 560 0.05 02 22500 360 0.05 02 19800 260 0.05 0.1 28800 680 0.05 02
1 13950 560 02 04 11250 360 02 04 9900 270 0.1 02 17100 680 0.2 04
1.5 9450 570 03 06 7610 370 03 06 6660 270 0.15 03 11250 690 03 06
2 7160 570 04 08 5720 410 04 08 5000 340 02 04 8550 690 04 08
3 4770 610 06 12 3780 420 06 12 3330 360 03 06 5670 720 06 12
4 3560 720 08 16 2840 500 08 16 2480 410 04 08 4280 860 08 16
5 2840 680 1 2 2250 480 1 2 1980 390 05 1 3420 810 1 2
6 2390 630 12 24 1890 450 12 24 1670 390 06 12 2860 760 12 24
8 1800 480 16 32 1430 340 16 32 1260 300 08 16 2160 570 16 32
10 1440 380 2 4 1140 270 2 4 1000 240 1 2 1710 450 2 4

e

VHIRARIZ. BRETRTENTY, RMTTIXIMIAR. BHY. EREHICKIURGEREL TSV,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
. BROEEHD _ EN SRV EIFEERR EEY REZERUESETTFTIETL,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
. HHIM, IIRARICEDETEY R -5 b ESERLSES L,
Use the appropriate coolant for the work material and machining shape.
EE ) CERERINFEE T SHAITRIREEREL TSI,

please adjust it if chatter or abnormal vibration occurs.
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