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MSTAR END MILLS

MSMHZD

Slotting, Medium cut length, 3 flute
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8 A % § Type 2
APMX .
4
DC=<12 DC>12 8@ [ 1S Type3
- 8020 8030 APMX LF
4<DCON=<6 | 8B<DCON=<10 |12<DCON=<16| DCON=20
- 8.008 - 8.009 - 8.011 - 8.013
@ A single end mill for both plunging and slotting.
(mm)
No. of %

Order Number DC APMX LF DCON Flutes % Type
MSMHZDDO0100 1 2 45 4 3 * 1
MSMHZDD0150 1.5 8 45 4 8 * 1
MSMHZDD0200 2 4 50 6 3 [ 1
MSMHZDD0250 2.5 5 50 6 3 [} 1
MSMHZDDO0300 3 6 50 6 3 [ 1
MSMHZDD0350 Bi5) 8 50 6 3 [} 1
MSMHZDD0400 4 8 50 6 3 [ 1
MSMHZDD0450 4.5 10 50 6 3 [} 1
MSMHZDD0500 5 10 50 6 3 [ 1
MSMHZDD0550 6.5 13 50 6 & [} 1
MSMHZDD0600 6 13 60 6 3 ® 2
MSMHZDD0650 6.5 16 60 8 3 [} 1
MSMHZDD0700 7 16 60 8 3 ® 1
MSMHZDDO0750 7.5 16 60 8 3 [} 1
MSMHZDD0800 8 19 70 8 3 ® 2
MSMHZDD0850 8.5 19 70 10 & [} 1
MSMHZDD0900 9 19 70 10 3 ® 1
MSMHZDD0950 9.5 19 70 10 & [} 1
MSMHZDD1000 10 22 80 10 3 ® 2
MSMHzZDD1100 11 22 80 12 & ® 1
MSMHZDD1200 12 26 90 12 3 [ 2
MSMHZDD1300 13 26 90 12 & ° 3
MSMHZDD1400 14 26 90 12 3 [ 3
MSMHZDD1500 15 26 110 16 & [} 1
MSMHZDD1600 16 30 110 16 3 [ 2
MSMHZDD2000 20 32 140 20 & [} 2

@ : USA Stock * : Stocked in Japan



RECOMMENDED CUTTING CONDITIONS

EShoulder milling B Plunging
Carbon steel, Cast iron,| Alloy steel, Tool steel, | Austenitic stainless steel, | Heat resistant alloy Carbon steel, Cast iron, | Alloy steel, Tool steel, | Austentitic stainless steel,
Work Alloy steel (—30HRC) | Pre-hardened steel Titanium alloy Work Alloy steel (—30HRC) | Pre-hardened steel Titanium alloy
Material | 5| 1050, AISI 35, | AISI H13, AlSI W1-10,| AISI 304, AlSI 306, | Inconel718 etc. Material| \is) 1050, AISI 35, | AISI H13, AISI W1-10,| AISI 304, AlSI 306,
AISI P20 etc. AISI P21 etc. Ti-6Al-4V etc. AISI P20 etc. AISI P21 etc. Ti-6Al-4V etc.
DC  |Rewlton| Table feed |Rewlion| Table feed [Revoluton| Table feed |Revoluion| Table feed DC  |Rewiion| Table feed [Revoluton| Table feed |Rewliion| Table feed
(mm) | (min™) | (mmfmin) [ (1PM) | (min”) | miin) | (APM) | (min™) | mmimin)| (1PM) | (min!) | mm/min)| (1PM) (mm) | (min™") | (mmfmin)| (1PM)| (in”) | mmin)| (APM)] (min”) | mmmin)| (IPM)
1 19000| 600{23.6(13000{ 310 [12.2(10000| 200 | 7.9(9500| 65| 2.6 1 |130000 80| 3.1[10000, 50 | 2.0 |6000| 10 | 0.4
1.5 |14000, 600/23.6] 9000| 310 |12.2| 7500|210 | 8.3|6400| 75| 3.0 1.5 12000, 120 | 4.7| 8000, 80 | 3.1 |6000| 20 | 0.8
2 [11000| 600|23.6( 7200/ 310 {12.2| 6000{ 210 | 8.3(4800, 75| 3.0 2 [11000[ 200 | 7.9 7200/ 140 | 5.5 [6000| 30 | 1.2
3 8500, 770/30.3| 5300| 380 |15.0| 4400/ 220 | 8.7|3200| 100 | 3.9 3 8500/ 250 | 9.8 5300/ 180 | 7.1 [4200| 50 | 2.0
4 7200, 850/33.5| 4400|480 |18.9] 3700/ 250 | 9.8]2400| 130 5.1 4 7200/ 300 |11.8( 4400/ 210 | 8.3 [3300| 60 | 2.4
6 5300, 94037.0| 3200|490 |19.3| 2700/ 270 |10.6|1600| 130 | 5.1 6 5300/ 300 |11.8( 3200/ 210 | 8.3 [2200| 70 | 2.8
8 4000(1010(39.8| 2400, 560 |22.0| 2000/ 280 (11.0|1200| 120 | 4.7 8 4000 320 |12.6| 2400|220 | 8.7 [1600| 80 | 3.1
10 320011000 39.4| 1900| 480 |18.9| 1600/ 300 |11.8| 950| 110 | 4.3 10 3200 340 [13.4| 1900/ 240 | 9.4 [1300| 70 | 2.8
12 2700 950(37.4| 16001 440 |17.3| 1300, 300 |11.8]| 800| 90| 3.5 12 2700/ 320 |12.6 1600/ 220 | 8.7 [1100| 70 | 2.8
16 2000 720(28.3| 1200 350 |13.8| 1000/ 260 (10.2| 600| 70| 2.8 16 2000{ 250 | 9.8 1200{ 180 | 7.1 | 800| 55 | 2.2
20 1600| 600(23.6( 1000{ 290 [11.4| 800|240 | 9.4 480) 60| 2.4 20 1600, 200 | 7.9] 1000/ 140 | 5.5 | 640| 55 | 2.2
<0.2DC (DC>¢3 0.05DC
Depth of <0.1DC EDCSM)) < Depth of| 7 v} <1pc (DC262) Qﬁso.socmczaﬁz)
cut =1:o0¢ 19pe cut ' .1 | <0s0C(0C<02) :,_-_,Ltso,zac(ocwz)
l\____ji D\___‘
DC:Dia. DC:Dia.
M Slotting
Carbon steel, Cast iron, | Alloy steel, Tool steel, | Austenitic stainless steel,| Heat resistant alloy
Work Alloy steel (—30HRC) | Pre-hardened steel | Titanium alloy
Material | A\s| 1050, AISI 35, | AISI H13, AlSI W1-10, | AlSI 304, AlSI 306, | Inconel718 etc.
AISI P20 etc. AISI P21 etc. Ti-6Al-4V etc.
DC |Revouion| Table feed |Revwluion| Table feed [Rewltion| Table feed [Revolin| Table feed
(mm) | (min™) | (mmfmin) | (1PM) | (min”) | mein) | (1PM) | (min™®) | (menimin)| (1PM) | (min?) | mm/min)| (1PM)
1 13000/ 130 | 5.1{10000{ 80| 3.1|6000| 30| 1.2 |5700| 25 | 1.0
1.5 |12000/ 250 | 9.8] 8000| 150 | 5.96000| 60| 2.4 |3800| 30 | 1.2
2 {11000/ 500 |19.7| 7200|260 [10.2 (6000|130 | 5.1 [2800| 35 | 1.4
3 8500( 640 (25.2| 5300/ 320 (12.6 4200|130 | 5.1 |1900| 50 | 2.0
4 7200|650 (25.6| 4400/ 370 |14.63300| 140 | 5.5 |1400| 70 | 2.8
6 5300( 720 (28.3| 3200/ 380 |15.0/2200| 140 | 5.5 | 950| 70 | 2.8
8 4000| 780 |30.7 2400/ 430 [16.9 (1600|140 | 5.5 [ 720| 60 | 2.4
10 3200( 770 [30.3| 1900 370 |14.61300| 150 | 5.9 | 570| 50 | 2.0
12 2700( 730 (28.7| 16001 340 |13.4|1100/ 150 | 5.9 | 480| 40 | 1.6
16 2000( 600 (23.6| 12001290 |11.4| 800|130 | 5.1 | 360| 30 | 1.2
20 1600{ 500 {19.7| 1000|240 | 9.4 640|120 | 4.7 [ 290| 25 | 1.0
DC DC DC _ 0.2DC
Depth of <I0C(0c262) <0506 (0C262)
cut <050 (0C<42) <0206 (0C<92)
4 4 h
DC:Dia.

Note 1) When cutting austenitic stainless steel, the use of water-soluble cutting fluid is especially effective.

Note 2) If the depth of cut is smaller than this table, feed rate can be increased.

Note 3) If the rigidity of the machine or the work material installation is very low, or chattering is generated, please reduce the revolution and
the feed rate proportionately.
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MSTAR END MILLS

MSMHZD = Inch sizes

Slotting, Medium cut length, 3 flute

L0 0

Carbon Steel, Alloy Steel, Cast Iron | Too Seel, PreHardened Stel Hartened Seel| - Hardened Steel Hardened Steel Austeniti Titanium Alloy, .
(B0HRC) | (<4BHRC) | (<55HRC) “>S5HRC) | Stainless Stee! |HeatResistantAlloy] C°PPerAloy | Aluminum Alloy
© © O O O O
: 1 BHTA215°
W g > | Type
4
APMX LF 3
a
] ESSSS | ope
4
APMX LF 3
o
DC<.5000" | DC=.5000"
0 0
- .0008" - .0012"
@ .2500"<DCON<.3750" | .5000"<DCON< 6250"| DCON=.7500"
0 0 0
- .00035" - .00043" - .00051"
@ A single end mill for both plunging and slotting.
(inch)
No. of %
Order Number DC APMX LF DCON Flutes | © Type
(%)
MSMHZDD1/16 .0625 125 2.000 .2500 3 [} 1
MSMHZDD5/64 .0781 .156 2.000 .2500 3 [} 1
MSMHZDD3/32 .0938 .188 2.000 .2500 3 [} 1
MSMHZDD7/64 .1094 .250 2.000 .2500 3 [} 1
MSMHZDD1/8 .1250 313 2.000 .2500 3 ® 2
MSMHZDD5/32 .1563 13 2.000 .2500 3 [} 1
MSMHZDD3/16 1875 406 2.000 .2500 3 [} 1
MSMHZDD7/32 .2188 406 2.000 .2500 & [} 1
MSMHZDD1/4 .2500 .625 2.500 .2500 3 ® 2
MSMHZDD9/32 .2813 .625 2.500 .3750 & [} 1
MSMHZDD5/16 3125 .750 2.750 3750 3 ® 1
MSMHZDD11/32 .3438 .750 2.750 .3750 & [} 2
MSMHZDD3/8 3750 .750 3.000 3750 3 [ 2
MSMHZDD13/32 4063 .875 3.000 .5000 3 () 1
MSMHZDD7/16 4375 .875 3.000 .5000 3 [ 1
MSMHZDD15/32 .4688 1.000 3.500 .5000 3 [} 2
MSMHZDD1/2 .5000 1.000 3.500 .5000 3 ° 2
MSMHZDD9/16 .5625 1.000 3.500 .6250 3 [} 1
MSMHZDD5/8 .6250 1.125 4.250 .6250 3 ° 2
MSMHZDD3/4 .7500 1.250 5.500 .7500 3 [} 1
@ : USA Stock



RECOMMENDED CUTTING CONDITIONS
H Shoulder milling

HPlunging

Carbon steel, Cast iron,| Alloy steel, Tool steel, | Austenitic stainless steel, Carbon steel, Cast iron, | Alloy steel, Tool steel, | Austenitic stainless steel,
Work Alloy steel (—30HRC) | Pre-hardened steel | Titanium alloy Work Alloy steel (—30HRC) [ Pre-hardened steel | Titanium alloy
Material | \1s1 1050, AISI 35, | AISI H13, AlSI W1-10, | AISI 304, AISI 306, Material| os1 1050, AISI 35, | AISI H13, AISI W1-10,| AISI 304, AISI 306,
AISI P20 etc. AIS| P21 etc. Ti-6Al-4V etc. AISI P20 etc. AISI P21 etc. Ti-6AI-4V etc.
DC |Revoltion| Table feed |Revoluion| Table feed |[Revoluton| Table feed DC |Revouton| Table feed |Revolution| Table feed [Revoluion| Table feed
(inch) [ (min") | (mm/min)| (1IPM) | (min”") | (mmimin)| (IPM) | (min™") | (mm/min)| (IPM) (inch) | (min”") | (mm/min)| (IPM) | (min”™) | (mm/min)| (IPM) | (min™") | (mm/min) | (IPM)
.0625|13000| 550|21.7 |8500| 310 | 12.2 7100 | 200 | 7.9 .0625(11000| 120 | 4.7 |7600| 80 | 3.1 |6000| 20 | 0.8
.1250( 8000| 770|30.3 |5100| 380 | 15.0 [ 4200 | 220 | 8.7 .1250( 8000| 260 | 10.2 | 5000 | 180 | 7.1 (4000 | 50 | 2.0
.1875( 6300 880|34.6 |3800| 490 | 19.3 3200 | 250 | 9.8 .1875( 6300 300 | 11.8 13800 | 210 | 8.3 (2700 | 60 | 2.4
.2500( 5000 950|37.4 | 3000 | 500 | 19.7 [ 2500 | 270 | 10.6 .2500( 5000| 310 | 12.2|3000| 210 | 8.3 |2000| 70 | 2.8
.3125( 4000|1000 | 39.4 | 2400 | 560 | 22.0 [ 2000 | 280 | 11.0 .3125( 4000| 320 | 12.6 | 2400 | 220 | 8.7 | 1600 | 80 | 3.1
.3750( 3300|1000 | 39.4 | 2000 | 490 | 19.3 [ 1700 | 290 | 11.4 .3750( 3300| 330 | 13.0|2000| 240 | 9.4 |1300| 70 | 2.8
4375 2900| 970)|38.2 1700 | 450 | 17.7 | 1400 | 300 | 11.8 4375 2900| 330 | 13.0|1700| 220 | 8.7 |1100| 70 | 2.8
.5000( 2500| 860 |33.9 |1500 420 | 16.5(1300 | 300 | 11.8 .5000( 2500| 310 | 12.2|1500| 210 | 8.3 | 1000 | 70 | 2.8
.5625( 2200| 790|31.1]1300| 370 | 14.6 [ 1100 | 280 | 11.0 .5625( 2200| 270 | 10.6 /{1300 | 180 | 7.1 | 900| 60 | 2.4
.6250( 2000| 720|28.3 1200 350 | 13.8 1000 | 260 | 10.2 .6250( 2000| 250 | 9.8 1200 180 | 7.1 | 800 | 55 | 2.2
.7500( 1700| 610|24.0|1000| 290 | 11.4| 800 | 240 | 9.4 .7500( 1700| 200 | 7.911000| 140 | 55 | 700| 55 | 2.2
<0.2DC (DC>¢.1094
Depth of 50-1DCEDCS:-125O; <15DC Depth of QZDC(DCZMM) QTO.SDC(DCZ&O?BU
out cut i,____: | <0.50C (DC <6.0538) i,____’:_Eo.zoC(Dcw.ogas)
DC:Dia. DC:Dia.
HSlotting
Carbon steel, Cast iron,| Alloy steel, Tool steel, | Austenitic stainless steel,
Work Alloy steel (—30HRC) | Pre-hardened steel | Titanium alloy
Material | A1 1050, AISI 35, | AISI H13, AISI WA-10, | AISI 304, AISI 306,
AISI P20 etc. AIS| P21 etc. Ti-6Al-4V etc.
DC |Revoltion| Table feed |Revoluion| Table feed |[Revolton| Table feed
(inch) [ (min") | mm/min)| (1IPM) | (min”") | (mmimin)| (IPM) | (min™") | (mm/min)| (IPM)
.0625(11000| 230 | 9.1]7600| 150 | 5.9(6000| 60 | 2.4
.1250( 8000| 600 | 23.6 | 5000 | 320 | 12.6 | 4000 | 130 | 5.1
.1875| 6300| 660 | 26.0 | 3800 | 360 | 14.2|2700 | 140 | 5.5
.2500( 5000| 720 | 28.3 | 3000 | 390 | 15.4 12000 | 140 | 5.5
.3125( 4000| 780 | 30.7 | 2400 | 430 | 16.9|1600 | 140 | 5.5
.3750( 3300| 740 | 29.1|2000| 380 | 15.0|1300 | 150 | 5.9
4375 2900| 730 | 28.7 | 1700 | 340 | 13.4|1100 | 150 | 5.9
.5000( 2500| 700 | 27.6 | 1500 | 330 | 13.0 | 1000 | 140 | 5.5
.5625( 2200| 630 | 24.8|1300| 300 | 11.8| 900 | 140 | 5.5
.6250( 2000| 600 | 23.6 | 1200 | 290 | 11.4| 800 | 130 | 5.1
.7500( 1700| 510 | 20.1 11000 | 240 | 9.4 700 | 120 | 4.7
DC DC
Depth of <IDC(DC2.0781) <05DC(DC2.0781)
cut <0.5DC(DC<¢.0938) <0.2DC(DC <$.0938)
i 4
DC:Dia.

Note 1) When cutting austenitic stainless steel, the use of water-soluble cutting fluid is especially effective.
Note 2) If the depth of cut is smaller than this table, feed rate can be increased.
Note 3) If the rigidity of the machine or the work material installation is very low, or chattering is generated, please reduce the revolution and

the feed rate proportionately.
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