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Material : Super micro-grain carbide
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V MEN MARU Coated Solid Carbide Multifunction Endmills (2-flute)
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X475 v hER=DX0.05 (D=10l4 £ C0.5mm)
Tip flat portion=DX0.05 or 0.5mm (D=10)
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Production will end as soon as stock runs out.
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@V ditch grooving, chamfering, centering, drilling and
side surface process etc. are possible with this product.
@Sharpness, cutting swarf removal and cutting performance is

excellent due to 45 degrees corner twist.
@High-rigidity, excellent wear resistance and durability are
realized due to TIARN coating on super micro-grain carbide.
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6120°+0.5°

BHRI1—R 660°+0.5° BHEI—R 690°+0.5° BRI—K

Item Code DIQ|L Item Code DIQ|L Item Code DIQ | L
C-MPE-V 3.0x60° 319|503 C-MPE-V 3.0X90° 319|50]| 3 C-MPE-V 3.0x120° | 3 3
C-MPE-V 4.0%X60° 4 [12|50]| 4 C-MPE-V 4.0x90° 4 (12|50| 4 C-MPE-V 4.0X120° | 4 [12|50| 4
C-MPE-V 5.0x60° 5 ]15|70| 5 C-MPE-V 5.0X90° 5 (15|70| 5 C-MPE-V 5.0X120° | 5 | 15|70 | 5
C-MPE-V 6.0xX60° 6 |16 (70| 6 C-MPE-V 6.0X90° 6 |16|70| 6 C-MPE-V 6.0X120° | 6 |16 |70 | 6
C-MPE-V 8.0x60° 8 [20|85]| 8 C-MPE-V 8.0X90° 8 (20|85 8 C-MPE-V 8.0X120° | 8 |20|85| 8
C-MPE-V 10.0X60° |10 | 22|90 10 C-MPE-V 10.0X90° |10 | 22|90 |10 C-MPE-V 10.0X120°/ 10 | 22|90 |10
C-MPE-V 12.0x60° | 12 | 25 |100| 12 C-MPE-V 12.0X90° | 12| 25 |100| 12 C-MPE-V 12.0X120°| 12 | 25 |100| 12
C-MPE-V 16.0X60° | 16 | 32 |120| 16 C-MPE-V 16.0X90° |16 | 32 |120| 16 C-MPE-V 16.0X120°| 16 | 32 [120]| 16
C-MPE-V 20.0x60° | 20 | 40 |140| 20 C-MPE-V 20.0%90° | 20 | 40 |140]| 20 C-MPE-V 20.0%120°| 20 | 40 |140| 20
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SKD « NAK
(30~45HRC) NAK
R IRE
VF(mm/min)

S50C(HRC=30)/FC250
XV IRE
VF(mm/min)

7ZIL=55&
(5000&8&)
XWIRE
VF(mm/min)

SUS304

EWIRE
VF(mm/min)

3 17000 480 8.500 200 5,300 130 4,400
4 14,000 580 7,200 290 4,400 180 3,000 110
5 12,000 690 6,000 300 3,600 180 2,400 110
6 11,000 790 5,300 340 3,200 190 2,200 130
8 8,000 800 4,000 360 2,400 190 1,600 130
10 6,400 720 3,200 310 1,900 150 1,300 110
12 5,300 590 2,700 260 1,600 130 1,000 90
16 4,000 450 2,000 790 1,200 100 800 70
20 3,200 360 1,600 160 1,000 80 640 60
E’gp’%if’gﬁ ae=D.ap=0.1D(D<¢2) ap=0.3D(¢2=D=¢3) ap=0.5D(D>¢3)
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity, cutting oil, etc.
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Centering Spotting | Side milling & Chamfer | Helical interpolation

'l

I\&(F
Drilling

[iE1):040)

V-Slotting Chamfering
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