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& ABOUT UR BRAND

Your manufacturing success is our success.

It's simple. We want to provide high-quality cutting tool products that help
deliver unparalleled performance and control for you to manufacture precisely
perfect products every day.

Our long heritage of building partnerships through cutting tool solutions to
metal working manufacturers, like yours, has given Mitsubishi Materials USA

a solid reputation as an industry leader. We understand the importance of
getting it right the first time by delivering high-quality cutting tool product brands
to help overcome machining challenges to improve machining processes.

Your success is our success and is the driving force behind our innovative
products. Our product brands, DIAEDGE and MOLDINO, are trusted
globally in the metal manufacturing and die & mold industries for delivering
expertly-designed manufactured tools of the trade for highly specialized
industries like yours.

With the acquisition of MOLDINO Tool Engineering, Ltd, our traditional

Mitsubishi Materials USA cutting tool product line is now sold under the
DIAEDGE product brand name.

Brands you can trust:

#= MITSUBISHI MATERIALS USA.

TRUSTED PRODUCT BRANDS

DIAGEDGE /A mMoLpino




BOOST YOUR MILLING WITH
ATOUGH TANGENTIAL INSERT!

DIAZEDGE

VEX

SERIES

Our thoroughly tested design
will completely change how you
see the tangential cutter.
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ABOUT TOUGK ABOUT VERSATILE

THE TANGENTIAL MOUNT GUTTER - REINVENTED! SOLVING PROBLEMS AS A MULTI-FUNGTIONAL GUTTER.

The tangentially mounted insert
makes the cutter body core
larger for more rigidity (S1>352).

This means stability in cut =
* longer insert tool life,
Wider seating surface for less * longer cutter body tool life,

insert movement in the pocket. « better surface finish and MENTS FROM DEVELOPERS
+ higher feed rates. Through trial and error, we've solved machining problems. ——
R\ ) Most tangential mount cutters must be changed out with dedicated inserts for ramping. We made it a priority to
unify these two styles of inserts, so as to avoid the trouble of managing two sets of inserts, and prevent installation
mistakes. By focusing on the surface design of these new inserts, and through repeated trial and error, we were
able to resolve one of the major issues in the industry.
MENTS FROM DEVELOPERS /
Durability born through repeated destructive tests.——
In order to improve durability, we began development by first applying a load to the cutter until it DIAEDGE VPX series covers mOSt mllllng appllcatlons-
broke. After analyzing the reasons it broke, we produced an improved version then broke that as ‘
well. We repeated this process until we were satisfied with the results. As a result of this pursuit of L SO .
durahility through thorough destructive tests, we were able to come up with a cutter that is ideal for Wi Bl Shoulder Milling | H
unmanned operation and high efficiency machining. n Ramping = s

X Pocket Milling

[7]
I8 Step Copy Milling
B Slot Milling

H
K Helical Milling ”
Face Milling
%




Insert Grades for a Wide Range of Materials
DOUBLE-SIDED INSERT THAT HAS REVOLUTIONIZED
TANGENTIAL INSERT MAGHINING.
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Two-sided Structure 7| |40 Bl |40 5| |40
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Supports Insert
Single Flat Performance
ISO Cemented Carbide 1SO PVD
Surface Improves .
) P . A Makes Possible . |
Chip Evacuation and Rampin 10- 10 _
I i 1 =
Protects Cutter Body ping M = 2043 —
B Wiper Flats for 3o4§ S o"l30 =
Good Finish 2| a0 £ |40
z ar
Surface
MP6100/MP7100/MP9100 Series
Convex Shaped TOUGH-2 Technology
Insert for |mproved A fusion of the separate coating technologies; PVD and multi layering provides extra toughness.
Chip Evacuation
p Base Layer Al-Ti-Cr-N Based PVD Coatlng Best Layer of Each Workpiece Material
High Al-(Al, Ti)N

(ALCN

The new technology Al-(Al, Ti)
N coating provides stabilization
of the high hardness phase
and succeeds in dramatically

impl)(rioving wear, crater and !mm
welding resistance. P ot AT L Jasadiesd
MENTS FROM DEVELOPERS ey L Y T

Tough! Thermal Cracks

TiN

Multi layering
. . . pgn T f th ti Tough! Notching
An insert shape that was possible to design, but difficult to commercialize. ——— _.; s mevenisany SRR San ]
IR rck trati Sy
The shape of the insert makes it tough while still enabling versatility. We have conquered many challenges from prototype to production--a testimony e by fﬁ?(fujhpﬁ,”&? g Graph'cal Represema“on'

to Mitsubishi Materials commitment to precision. - substrate.

*Graphical Representation. Tough! Resistant Chipping

Welding by Chipping

» Large Wiper Flats Achieve CVD Coating MC5020
Good Wall Surface Finish a Better Finish Surface

First recommendation for cast irons milling. MC5020 has excellent wear resistance and also controls thermal
cracking and chipping that are common when machining ductile cast irons.

315p-inch

"
—i—

Comparison of Coating Surface Black Super-smooth Coating
' £ 7 >SS Black super-smooth coating prevents
abnormal damage such as weld chipping.

Conventional Coating Black Supr-smooth Coatin
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Multi-Functional Cutter for High Efficiency Machining MULTI-FUNCTIONAL MILLING

Chip Breaker System VPX200 % D @ @ Q @ @

New L breaker with low cutting resistance has been added.

Focus on Focus on
Cutting Cutting
Edge Edge 8 ] | 4 2 8B == 5
Sharpness Strength . = =
E F APMX JiAPR APNX [ KAPR
LH LH
LF LF
L 3 G e § 8 g I ———1 g
breaker M breaker 8 5
\ PR KAPR
APMX APMX | |,
4><LLH LH
B Shank Type LF LF
With Coolant Hole Right hand tool holder only. (inch)
*
Workpiece Cutting Conditions DC Order Number Stockl o7 | bcon | LF LH | APMx | Rmpx | RPMX | WT g | insert Type
Material Stable Cutting General Unstable Cutting X (min”) (Ibs)
.625 | VPX200UR1002FA10S [ ] 2 .625 3.625 1.250 315 1.87° 38100 3 3 LOGUO09
.625 | VPX200UR1002SA10S | @ 2 .625 3.625 1.250 .315 1.87° 38100 3 1 LOGUO09
M .625 | VPX200UR1002SA10L [ ] 2 .625 6.000 1.500 315 1.87° 38100 5 1 LOGUO09
.750 | VPX200UR1202FA10S [ ] 2 .625 4.375 1.250 .315 1.43° 34200 3 4 LOGUO09
L .750 | VPX200UR1202SA10S [ ] 2 .625 4.375 1.250 315 1.43° 34200 4 2 LOGUO09
.750 | VPX200UR1203FA10S [ ] 3 .625 4.375 1.250 315 1.43° 34200 3 4 LOGUO09
.750 | VPX200UR1203SA10S [ ] 3 .625 4.375 1.250 315 1.43° 34200 3 2 LOGUO09
.750 | VPX200UR1202FA12S [ ) 2 .750 4.375 1.500 2il5 1.43° 34200 A4 g LOGUO09
M .750 | VPX200UR1202SA12S [ ) 2 .750 4.375 1.500 .315 1.43° 34200 5 1 LOGUO09
.750 [ VPX200UR1203FA12S [ ) 3 .750 4.375 1.500 <D 1.43° 34200 4 3 LOGUO09
M L .750 | VPX200UR1203SA12S [ ] 3 .750 4.375 1.500 315 1.43° 34200 5 1 LOGUO09
.750 | VPX200UR1202SA12L [ ) 2 .750 7.250 2.000 D 1.43° 34200 .8 1 LOGUO09
.875 | VPX200UR1402SA12L [ ] 2 .750 7.250 1.500 315 1.14° 31200 .8 2 LOGUO09
1.000 | VPX200UR1603FA12S [ ] 3 .750 4.750 1.500 315 0.95° 28800 .6 4 LOGUO09
1.000 | VPX200UR1603SA12S [ ) 3 .750 4.750 1.500 .315 0.95° 28800 .6 2 LOGUO09
M 1.000 | VPX200UR1604FA12S [ ) 4 .750 4.750 1.500 315 0.95° 28800 .6 4 LOGUO09
1.000 | VPX200UR1604SA12S [ ) 4 .750 4.750 1.500 315 0.95° 28800 .6 2 LOGUO09
L 1.000 | VPX200UR1603SA12L o 3 .750 8.500 1.500 315 0.95° 28800 1.0 2 LOGUO09
1.000 | VPX200UR1603FA16S [ ) 3 1.000 4.750 1.750 315 0.95° 28800 9 3 LOGUO09
1.000 | VPX200UR1603SA16S o 3 1.000 4.750 1.750 .315 0.95° 28800 9 1 LOGUO09
1.000 | VPX200UR1604FA16S [ ) 4 1.000 4.750 1.750 .315 0.95° 28800 9 3 LOGUO09
M 1.000 | VPX200UR1604SA16S [ ] 4 1.000 4.750 1.750 315 0.95° 28800 9 1 LOGUO09
1.000 | VPX200UR1603SA16L [ ) 3 1.000 8.500 2.500 .315 0.95° 28800 1.7 1 LOGUO09
1.125 | VPX200UR1803SA16L () 3 1.000 8.500 1.750 D 0.82° 26800 1.8 2 LOGUO09
L 1.250 | VPX200UR2003FA16S [ ] 3 1.000 5.125 1.750 315 0.71° 25200 1.1 4 LOGUO09
1.250 | VPX200UR2003SA16S [ ] 3 1.000 5.125 1.750 315 0.71° 25200 1.1 2 LOGUO09
1.250 | VPX200UR2005FA16S [ ] 5 1.000 5.125 1.750 315 0.71° 25200 1.1 4 LOGUO09
1.250 | VPX200UR2005SA16S | @ 5 1.000 5.125 1.750 Sill5 0.71° 25200 1.1 2 LOGUO09
+ 1.250 | VPX200UR2003SA16L | @ | 3 | 1.000 | 9.000 | 1.750 | .315 | 0.71° | 25200 | 1.9 | 2 | LOGUO9
1.250 | VPX200UR2003FA20S o 3 1.250 2.125 2.000 315 0.71° 25200 1.5 8 LOGUO09
Heat Resistant - 1.250 | VPX200UR2003SA20S | @ | 3 | 1.250 | 5.125 | 2.000 | .315 | 0.71° | 25200 | 1.6 | 1 | LOGU09
Alloys 1.250 | VPX200UR2004FA20S o 4 1.250 5.125 2.000 315 0.71° 25200 15 8 LOGUO09
* 1.250 | VPX200UR2004SA20S [ ) 4 1.250 5.125 2.000 315 0.71° 25200 1.6 1 LOGUO09
1.250 | VPX200UR2005FA20S [ ) 5 1.250 5.125 2.000 .315 0.71° 25200 1.5 g LOGUO09
+ 1.250 | VPX200UR2005SA20S [ ] 5 1.250 5.125 2.000 315 0.71° 25200 1.6 1 LOGUO09
E—— 1.250 | VPX200UR2003SA20L | @ | 3 | 1.250 | 9.000 | 3.000 | .315 | 0.71° | 25200 | 2.8 | 1 | LOGU09
1.500 | VPX200UR2404FA20S [ ) 4 1.250 5.125 2.000 315 0.57° 22600 1.7 4 LOGUO09
1.500 | VPX200UR2404SA20S [ ) 4 1.250 5.125 2.000 D 0.57° 22600 1.8 2 LOGUO09
1.500 | VPX200UR2406FA20S [} 6 1.250 5.125 2.000 315 0.57° 22600 1.7 4 LOGUO09
M 1.500 | VPX200UR2406SA20S | @ 6 1.250 511215 2.000 .315 0.57° 22600 1.7 2 LOGUO09
1.500 | VPX200UR2404SA20L [) 4 1.250 9.000 2.000 .315 0.57° 22600 3.1 2 LOGUO09
Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability. CUTTING CONDITIONS // P33
Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced.
Refer to page 29 for chip breaker selection table. * Number of Teeth
@ : USA Stock

DIAEDGE Amsusisri mareriais us.A. - -



Multi-Functional Cutter for High Efficiency Machining

DCSFMS
DCON
5 [
a \
- CRKS 3 7 i
N J/ 0 KAPR
o BB A 2 G770
[a) _ [ | | E—— o » 2 Ll e
o 8 DAH 3 DCON Set Bolt Geometry
DCCB |&
/‘KAPR <A DC < $.500" HSCU25011H
APMX . @.750" HSCU37513H
L AA Section Right hand tool holder only. $1.000" HSCU50014H
OAL BMArbor Type GAMP:—6°  T:45°
With Coolant Hole GAMF :=25° | :+4°
Right hand tool holder only. DCON=Inch (inch)
B Screw-in Type Stock| ¥ WT RPMX
DC Order Number No.T LF DCON APMX RMPX Insert Type
With Coolant Hole (inch) R (Ibs) (min')
Stock| *1 1.250 | VPX200UR1.2503SA (] 3 1.375 .500 .120 .315 0.72° 25200 LOGUO09
DC Order Number No.T| DCON | DCSFMS | OAL | LF S10 | CRKS Wt APMX | RMPX | Insert Type 1.250 VPX200UR1.2505SA ® 5 1.375 500 120 315 0.72° 25200 LOGU09
B (Ibs) 1.500 | VPX200UR1.5004SA [ ] 4 1.750 .500 .260 .315 0.57° 22600 LOGUO09
.625 | VPX200UR1002AM0830 o 2 .335 571 11.890(1.181| .394 | M08 1 315 | 1.87° LOGUO09 1.500| VPX200UR1.5006SA Y 6 1.750 500 250 315 0.57° 22600 LOGUO09
.750 | VPX200UR1202AM1030 o 2 413 728 1.929|1.181| .551 | M10 1 315 | 1.43° LOGUO09 1.500 | VPX200UR1.5004AA Y 4 1.750 750 220 315 0.57° 22600 LOGUO09
.750 | VPX200UR1203AM1030 o 3 413 728 1.929|1.181| .551 | M10 1 315 | 1.43° LOGUO09 1.500 | VPX200UR1.5006AA Y 6 1.750 750 210 315 0.57° 22600 LOGUO09
.875 | VPX200UR1402AM1030 () 2 413 728 11.929|1.181| .551 | M10 2 315 | 1.14° LOGUO09 2.000| VPX200UR2.0005AA PY 5 1.750 750 410 315 0.41° 19000 LOGUO09
.875 | VPX200UR1403AM1030 o 3 413 728 ]1.929|1.181| .551 | M10 1 315 | 1.14° LOGUO09 2.000| VPX200UR2.0007AA Y 7 1.750 750 410 315 0.41° 19000 LOGUO09
1.000 | VPX200UR1603AM1235 o 3 492 925 |2.244|11.378| .748 | M12 2 315 | 0.95° LOGUO09 2500 VPX200UR2.5006CA PY 6 2.000 1.000 740 315 0.32° 16700 LOGUO09
1.000 | VPX200UR1604AM1235 o 4 492 925 |2.244|1.378| .748 | M12 2 315 | 0.95° LOGUO09 2500 | VPX200UR2.5009CA Y 9 2.000 1.000 740 315 0.32° 16700 LOGUO09
1.125 | VPX200UR1803AM1235 ® 3 492 925 2.244/1.378| .748 | M12 3 315 | 0.82° LOGU09 Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability. CUTTING CONDITIONS // P33
1.125 | VPX200UR1804AM1235 | @ | 4 492 925 2.244/1.378| .748 | M12 3 315 | 0.82° | LOGU09 Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced.
1.250 | VPX200UR2003AM1640 () 3 .669 1.122 |2.480(1.575| .945 | M16 5 .315 | 0.71° LOGUO09 % Number of Teeth
1.250 | VPX200UR2004AM1640 ) 4 .669 1.122 |2.480|1.575| .945 | M16 5 .315 | 0.71° LOGUO09
1.250 | VPX200UR2005AM1640 () 5 .669 1.122 |2.480(1.575| .945 | M16 15 .315 | 0.71° LOGUO09
1.375 | VPX200UR2203AM1640 ) 3 .669 1.122 |2.480|1.575| .945 | M16 5 .315 | 0.64° LOGU09 . . .
1.375 | VPX200UR2205AM1640 | @ | 5 | 669 | 1.122 |2.480(1.575| 945 | M16 | .5 | .315 | 0.64° | LOGUO9 Mounting Dimensions (inch)
1.500 | VPX200UR2404AM1640 ) 4 .669 1.122 |2.480|1.575| .945 | M16 .6 .315 | 0.57° LOGUO09
1.500 | VPX200UR2406AM1640 () 6 .669 1.122 |2.480(1.575| .945 | M16 .6 .315 | 0.57° LOGUO09 DC Order Number DCON CBDP DAH DCCB LCCB DCSFMS KWW L8
Note 1) For screw-in type arbors, refer to page 22—25. CUTTING CONDITIONS // P33
%1 Number of Teeth 1.250 | VPX200UR1.2503SA .500 .630 .276 433 .304 1.125 .250 .156
1.250 | VPX200UR1.2505SA .500 .630 .276 433 .304 1.125 .250 .156
1.500 | VPX200UR1.5004SA .500 .630 .276 433 .679 1.438 .250 .156
Spare Parts (inch) 1.500 | VPX200UR1.5006SA .500 .630 .276 433 .679 1.438 .250 .156
" 1.500 | VPX200UR1.5004AA .750 .748 413 .630 .561 1.438 .313 .187
é ) 4 1.500 | VPX200UR1.5006AA .750 .748 413 .630 .561 1.438 .313 .187
& <
DC Tool Holder Type \\\{\ / 2.000 | VPX200UR2.0005AA .750 .748 413 .630 .561 1.750 .313 .187
2.000 | VPX200UR2.0007AA .750 .748 413 .630 .561 1.750 .313 .187
Clamp Screw Wrench Anti-seize Lubricant 2.500| VPX200UR2.5006CA 1.000 .945 .539 .787 .693 2.188 .375 .219
625 VPX200UR10 TPS27F1 TIPO7F MK1KS 2.500 | VPX200UR2.5009CA 1.000 .945 .539 787 .693 2.188 .375 .219
.750 VPX200UR12 TPS27F1 TIPO7F MK1KS
.875 VPX200UR14 TPS27F2 TIPO7F MK1KS
1.000 VPX200UR16 TPS27F2 TIPO7F MK1KS
1.125 VPX200UR18 TPS27F2 TIPO7F MK1KS Spare Parts
1.250 VPX200UR20 TPS27F2 TIPO7F MK1KS y * y
1.375 VPX200UR22 TPS27F2 TIPO7F MK1KS %\{Q @
1.500 VPX200UR24 TPS27F2 TIPO7F MK1KS Tool Holder Type & /
+ Clamp Torque (Ibf-in) : TPS27F1 = 8.9, TPS27F2 = 8.9 Clamp Screw Wrench Anti-seize Lubricant
VPX200 TPS27F2 TIPO7F MK1KS

® : USA Stock

+ Clamp Torque (Ibf-in) : TPS27F2 = 8.9



Multi-Functional Cutter for High Efficiency Machining

=z
§ A CRKS
re——— 7 "
! - g 8t &8
é APIIX 4/‘ KAPR o
8 S
LF A-A Section
OAL
Right hand tool holder only.
B Shank Type Right hand tool holder only. B Screw-in Type
With Coolant Hole (mm) With Coolant Hole (mm)
Stock| ¥ remx | owr | Stock| *1 WT
DC Order Number R No.T|{ DCON LF LH APMX RMPX (min) - Fig. | Insert Type DC Order Number a No.T| DCON | DCSFMS | OAL | LF | S10 | CRKS (ka) APMX | RMPX | Insert Type
16 VPX200R1602SA16S | % 2 16 85 25 8 1.85° 37900 | 0.11 1 LOGUO09 16 | VPX200R1602AM0830 * 2 8.5 14.5 48 30 10 M08 | 0.03 8 1.85° | LOGUO9
18 VPX200R1802SA16S | % 2 16 85 25 8 1.56° 35300 | 0.12 | 2 LOGU09 18 | VPX200R1802AM0830 * 2 8.5 14.5 48 30 10 M08 | 0.04 8 1.56° [ LOGUO9
18 VPX200R1802SA16L * 2 16 120 25 8 1.56° 35300 | 0.17 | 2 LOGU09 20 | VPX200R2002AM1030 * 2 10.5 185 49 30 14 M10 | 0.06 8 1.35° | LOGUO09
20 VPX200R2002SA16S | * 2 16 100 25 8 1.35° | 33200 | 0.14 | 2 LOGU09 20 | VPX200R2003AM1030 * 3 10.5 18.5 49 30 14 M10 | 0.06 8 1.35° [ LOGUO09
20 VPX200R2003SA16S | * 3 16 100 25 8 1.35° 33200 | 0.14 | 2 LOGU09 22 | VPX200R2202AM1030 * 2 10.5 185 49 30 14 M10 | 0.06 8 1.16° [ LOGUO9
20 VPX200R2002SA20S | % 2 20 100 30 8 1.35° | 33200 | 0.21 | 1 LOGUO09 22 | VPX200R2203AM1030 * & 10.5 18.5 49 30 14 M10 | 0.06 8 1.16° | LOGUO9
20 VPX200R2003SA20S | % 3 20 100 30 8 1.35° 33200 | 0.21 | 1 LOGU09 25 | VPX200R2503AM1235 * 3 12.5 235 57 35 19 M1z | 0.11 8 0.97° | LOGUO09
20 VPX200R2002SA20L * 2 20 150 60 8 1.35° | 33200 | 0.32 | 1 LOGU09 25 | VPX200R2504AM1235 * 4 12.5 235 57 35 19 M12 | 0.11 8 0.97° | LOGUO09
22 VPX200R2202SA20S | % 2 20 115 30 8 1.16° 31400 | 0.26 | 2 LOGUO09 32 | VPX200R3203AM1640 * 3 17.0 28.5 63 40 24 M16 | 0.21 8 0.71° | LOGUO9
22 VPX200R2203SA20S | % 8 20 115 30 8 1.16° | 31400 | 0.25 | 2 LOGUO09 32 | VPX200R3204AM1640 * 4 17.0 28.5 63 40 24 M16 | 0.21 8 0.71° | LOGUO09
22 VPX200R2202SA20L * 2 20 150 30 8 1.16° 31400 | 0.34 | 2 LOGU09 32 | VPX200R3205AM1640 * 5 17.0 28.5 63 40 24 M16 | 0.21 8 0.71° | LOGUO9
25 VPX200R2503SA20S | * & 20 115 30 8 0.97° 29000 | 0.26 | 2 LOGU09 35 | VPX200R3503AM1640 * 3 17.0 28.5 63 40 24 M16 | 0.24 8 0.63° | LOGUO09
25 VPX200R2504SA20S | * 4 20 115 30 8 0.97° 29000 | 0.26 | 2 LOGUO09 35 | VPX200R3505AM1640 * 5 17.0 28.5 63 40 24 M16 | 0.23 8 0.63° | LOGUO09
25 VPX200R2503SA25S | * 8 25 115 35 8 0.97° 29000 | 039 | 1 LOGUO09 40 | VPX200R4004AM1640 * 4 17.0 28.5 63 40 24 M16 | 0.26 8 0.54° | LOGUO09
25 VPX200R2504SA25S | % 4 25 115 35 8 0.97° 29000 | 0.39 | 1 LOGU09 40 | VPX200R4006AM1640 * 6 17.0 28.5 63 40 24 M16 | 0.26 8 0.54° | LOGUO09
25 VPX200R2503SA25L * 5 25 170 70 8 0.97° 29000 | 057 | 1 LOGUO09 Note 1) For screw-in type arbors, refer to page 25—28. CUTTING CONDITIONS // P33
28 VPX200R2803SA25S | % 3 25 115 35 8 0.84° 27200 | 041 | 2 LOGUO09 %1 Number of Teeth
28 VPX200R2804SA25S | * 4 25 115 35 8 0.84° 27200 | 041 | 2 LOGUO09
28 VPX200R2803SA25L * 3 25 170 35 8 0.84° 27200 | 0.61 | 2 LOGU09
30 VPX200R3003SA25S | * 8 25 125 35 8 0.77° 26000 | 0.46 | 2 LOGU09 Spare Parts (mm)
30 VPX200R3004SA25S | * 4 25 125 35 8 0.77° 26000 | 0.46 | 2 LOGU09
32 VPX200R3203SA32S | % 5 32 125 45 8 0.71° 25100 | 0.70 | 1 LOGUO09 é * é
32 VPX200R3204SA32S | % 4 32 125 45 8 0.71° 25100 | 0.70 | 1 LOGUO09 \&\\\\Q' /\/
DC Tool Holder Type S p
32 VPX200R3205SA32S | * 5 32 125 45 8 0.71° 25100 | 0.70 | 1 LOGU09
32 VPX200R3203SA32L * 3 32 190 90 8 0.71° | 25100 | 1.06 | 1 LOGUO09 Clamp Screw Wrench Anti-seize Lubricant
35 VPX200R3503SA32L * 3 32 190 45 8 0.63° 23800 | 1.14 | 2 LOGU09 16 VPX200R16 TPS27F1 TIPO7E MK1KS
40 VPX200R4004SA32S * 4 32 125 45 8 0.54° 22000 | 0.81 2 LOGUO09 18 VPX200R18 TPS27F1 TIPO7E MK1KS
40 VPX200R4006SA32S | % 6 32 125 45 8 0.54° 22000 | 0.80 | 2 LOGUO09 20 VPX200R20 TPS27F1 TIPO7F MK1KS
50 VPXZOORSOOSSASZS * 5 32 125 45 8 0420 19200 091 2 LOGU09 22 VPX200R22 TPSZ?FZ TIPO?F MKlKS
50 VPX200R5007SA32S | % 7 32 125 45 8 0.42° 19200 | 091 | 2 LOGUO09 25 VPX200R25 TPS27E2 TIPO7E MK1KS
Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability. CUTTING CONDITIONS // P33 28 VPX200R28 TPS27F2 TIPO7F MK1KS
Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced. 30 VPX200R30 TPS27F2 TIPO7E MK1KS
* Number of Teeth 32 VPX200R32 TPS27F2 TIPO7F MK1KS
35 VPX200R35 TPS27F2 TIPO7F MK1KS
40 VPX200R40 TPS27F2 TIPO7F MK1KS
50 VPX200R50 TPS27F2 TIPO7F MK1KS

+ Clamp Torque (Ibf-in) : TPS27F1 = 8.9,TPS27F2 = 8.9

% : Stocked in Japan



Multi-Functional Cutter for High Efficiency Machining DEEP SHOULDER

24® CY000®
3| [hww VPX200 LONG CUTTING EDGE

f_‘ EM[EE]B

APR

CBDP

LF

Lccs
’
1
)

—\/® ~ Y Fig.l @ %
DAH x \
“bece |2 DC Set Bolt Geometry Q
DC < #32,640 | HSCO08025H
i #50,$63 | HSC10030H :
Metric Standard Right hand tool holder only. % i
For Metric Arbors
Fig.2 z
@ ¥ o | ==llle=s==sc=c===o [}
fa Slliceooo====o=2 O
MArbor Type GAMP:—6°  T:+5° o
With Coolant Hole GAMF :=25° | :+4° APMX KAPR
DCON=mm (mm) LH
LF
Stock * WT RPMX .
DC Order Number NoT| LF DCON APMX | RMPX Insert Type Metric Standard .
R (kg) (min®) Right hand tool holder only.
M Shank Type
32 VPX200-032A03AR *x | 3 35 16 0.11 8 0.71° 25100 LOGU09 CAPR. 90"
32 VPX200-032A05AR x| 5 35 16 0.11 8 0.71° 25100 LOGU09 With Coolant Hole (mm)
40 VPX200-040A04AR *x | 4 40 16 0.23 8 0.54° 22000 LOGU09 vy ”
o 0C
il VPX200-040A06AR iy e il 12 — - e — LOGUO9 DC Order Number No.T |Total| DCON LF LH APMX RMPX wWT Fig. | Insert Type
50 VPX200-050A05AR x | 5 40 22 0.36 8 0.42° 19200 LOGU09 R (kg)
S0 | VPX200-050A07AR | + | 7 | 40 22 0.36 8 0.42° | 19200 | LOGUO9 20 | VPX200R2025A20501404 | » | 2 | 4| 20 | 100 | 30 14 | 135° | 021 | 1 | LOGUOS
63 | VPX200-063A06AR | + | 6 | 40 22 0.66 8 0.82° | 16700 | LOGUO9 22 | VPX200R2225A20501404 | %« | 2 | 4| 20 | 115 | 30 14 | 116° | 026 | 2 | LOGUO9
63 | VPX200-063A09AR | * | 9 40 22 0.66 8 0.32 16700 | LOGUO9 25 | VPX200R2525A25502106 | * | 2 6| 25 115 35 21 097° | 039 | 1 | LOGUO09
Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability. CUTTING CONDITIONS // P33 25 | VPX200R252SA25S02808 | 2 8 25 125 45 28 097° | 041 | 1 LOGUO09
Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced. 28 VPX200R282SA 25502106 * 2 6 25 115 35 21 0.84° 0.40 2 LOGU09
* Number of Teeth 28 | VPX200R2825A25502808 | * 2 8| 25 125 45 28 0.84° | 043 | 2 | LOGUO9
32 | VPX200R322SA32502808 | * 2 8 32 125 45 28 0.71° | 068 | 1 LOGUO09
32 | VPX200R323SA32502812 | * 3 12 32 125 45 28 0.71° | 067 | 1 LOGU09
Mounting Dimensions (mm) 32 | VPX200R322SA32503510 | * 2 10 32 130 50 35 0.71° | 070 | 1 LOGU09
32 | VPX200R323SA32503515 | * 3 15 32 130 50 35 0.71° | 068 | 1 LOGU09
DCCB LccB DCSEMS KWW L8 35 | VPX200R352S5A32502808 | * 2 8 32 125 45 28 063> | 072 | 2 LOGU09
e Clrlety Ry pEOh | R DA 35 | VPX200R3535A32502812 | % | 3 | 12| 32 125 45 28 063 | 071 | 2 | Locuog
= VPX300-033A03AR T = 5 = 5 = = = 35 | VPX200R352SA32503510 | * 2 10 32 130 50 35 063> | 074 | 2 LOGU09
32 s 0- CETERERR 16 18 ° 4 g 20 8'4 5'6 35 | VPX200R3535A32S03515 | * 3 15 32 130 50 35 063> | 073 | 2 LOGU09
20 VPX200-040A04AR 1 8 5 1 13 = 8'4 5'6 40 | VPX200R403SA32503515 | * 3 15 32 130 50 35 054° | 081 | 2 LOGU09
g VPX200-04OA06AR 16 - ° " = - 8'4 5'6 40 | VPX200R404SA32503520 | * 4 20 32 130 50 35 0.54° | 0.80 | 2 LOGU09
o VPX20 o_ OS0A0SAR s 2 o 17 T yE: 10‘4 6'3 40 | VPX200R403SA32504218 | * 3 18 32 140 60 42 054° | 088 | 2 LOGU09
} : : 40 | VPX200R404SA32504224 4 24 32 140 60 42 054° | 0.86 | 2 LOGU09
50 VPX200-050A07AR 22 20 11 17 11 47 10.4 6.3 T NumDer of Teoth x
63 | VPX200-063A06AR 22 20 1 17 1 60 10.4 6.3 x4 Number of Tee CUTTING CONDITIONS // P47
63 VPX200-063A09AR 22 20 1 17 1 60 10.4 6.3
Spare Parts (mm)
é 4
Vs
Spare Parts DC Tool Holder Type S
,, * Y, Clamp Screw Wrench Anti-seize Lubricant
ool Holder Tvne S /@ j 20 VPX200R20 TPS27F1 TIPOTF MK1KS
b ¢ 22 VPX200R22 TPS27F2 TIPO7F MK1KS
Clamp Screw Wrench Anti-seize Lubricant 25 VPX200R25 TPS27F2 TIPO7F MK1KS
VPX200 TPS27F2 TIPO7E MK1KS 28 VPX200R28 TPS27F2 TIPO7F MK1KS
35 VPX200R35 TPS27F2 TIPO7F MK1KS
40 VPX200R40 TPS27F2 TIPO7F MK1KS

% @ Stocked in Japan

+* Clamp Torque (Ibf-in) : TPS27F1 = 8.9,TPS27F2 = 8.9



Multi-Functional Cutter for High Efficiency Machining

VP X200
DEEP SHOULDER MILLING

Fig.1 Fig.2 LCcCB CBDP
CBDP L8
o L8
/ ©
Tz e 7272 JO] AT o
QO E ! i 7§;fo LL | __F %TO [
o|0|§ o|n ‘ o|ln
[a] — m X710 O A oo
i a = ° < [k =a
HkAPR
APMX H KAPR
LF APMX
LF
Right hand tool holder only.
DC | APMX Set Bolt Geometry
Metric Standard ®32 | 35 HSC08045
40 42 HSC08050 %E =
BWArbor Type 650 | 42 | HSC10045 &
KAPR:90°
GAMP:-6°, GAMF:-25°
DCON=mm size, With Coolant Hole (mm)
Stock *1
DC Order Number No.T |Total LF DCON E’:T) APMX RMPX Fig. | Insert Type
R g
32 VPX200-032A02A035R10 * 2 10 55 16 0.22 35 0.71° 1 LOGUO09
32 VPX200-032A03A035R15 * 3 15 55 16 0.20 35 0.71° 1 LOGU09
40 VPX200-040A03A042R18 * 3 18 60 16 0.34 42 0.54° 2 LOGUO09
40 VPX200-040A04A042R24 * 4 24 60 16 0.33 42 0.54° 2 LOGUO09
50 VPX200-050A04A042R24 * 4 24 60 22 0.55 42 0.42° 2 LOGUO09
50 VPX200-050A05A042R30 * 5 30 60 22 0.54 42 0.42° 2 LOGUO09
*1 Number of Teeth CUTTING CONDITIONS // P47
Mounting Dimensions (mm)
DC Order Number DCON CBDP DAH DCCB LCCB DCSFMS KWW L8
32 VPX200-032A02A035R10 16 18 9 14 8 37 8.4 5.6
32 VPX200-032A03A035R15 16 18 9 14 8 37 8.4 5.6
40 VPX200-040A03A042R18 16 18 9 14 8 37 8.4 5.6
40 VPX200-040A04A042R24 16 18 9 14 8 37 8.4 5.6
50 VPX200-050A04A042R24 22 20 11 17 13 47 104 6.3
50 VPX200-050A05A042R30 22 20 11 17 13 47 10.4 6.3
Spare Parts
) * Y,
& <
Tool Holder Type \\\\\\ /\/
Clamp Screw Wrench Anti-seize Lubricant
VPX200 TPS27F2 TIPO7F MK1KS
+ Clamp Torque (Ibf-in) : TPS27F2 = 8.9
@ : USA Stock * : Stocked in Japan (10 inserts in one case)
DIAEDGE

M Inserts

(inch)
B Steels € ¥ L Cutting Conditions (Guide) :
M | Stainless Steels G G @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Workpiece K Cast Irons [ 7 2
Material N | Non-ferrous Metals ¢
S | Heat Resistant Alloys, Titanium Alloys [ 2K 3K 4 Edge Preparation :
H Hardened Steals ¢ E: Round F: Sharp Edge
_§ Coated Carbide
[
Shape Order Number (_35 ;';' QRIS BIRNS |- L |[RE|LE| S |BS Geometry
5121223 B|8(5] |a
Slolc|alalalaly| [F
i A =
Low Cutting | LOGUO904020PNER-L |G|(E|®|® @ @ ® @ @ .343/.008|.299/|.169|.067
Ressance | LOGUO904040PNER-L [G|E|e e |0 @ @ @@ :343/.016|.299.169|.063
LOGUQO904080PNER-L |G|E|o|® ® ® ® ® ® .3431.031|.299/.169|.047
LOGUO904100PNER-L |G|E|®o|/® ®© ® ® ® ® .343/.039|.299/.169|.039
j: LOGUQ0904120PNER-L |G|E|eo|® ®© ® ® ® ® .3431.047|.299/|.169|.035
L~ 4 |LOGU0904160PNER-L |G|E|e @|®|e e e @ :343[.063|.299/.169|.020
E ' LOGUO0904020PNFR-L |G|F o .3431.008|.299/.169|.067
}, LOGUO0904040PNFR-L |G|F () .343|.016|.299(.169|.063
LOGUO0904080PNFR-L |G|F [ ) .343|.031|.299(.169|.047
LOGUO0904100PNFR-L |G|F [ .343/.039|.299/.169|.039
LOGUO0904120PNFR-L |G|F [ .3431.047|.299/|.169|.035( |
LOGUO0904160PNFR-L |G|F () .343|.063|.299(.169|.020 Right hand insert only.
General Use [ LOGUO0904020PNER-M |G|E|®|® ©® ® | ® ® ® .343/.008|.299/.169|.067
MBreaker || OGU0904040PNER-M [G|E|@ @ @ |0 @ @|® :343/.016/.299|.169|.063
LOGUQ904080PNER-M |G|E|®o|® © | ® ® ® ® .343|.031|.299(.169|.047
LOGUO904100PNER-M |G|E|®o /@ ® ® ® ® ® .3431.039|.299/.169|.039 i
j: LOGUQ0904120PNER-M |G|E|®o|® ® | ® ® ® ® .3431.047|.299/.169|.035
e LOGUO904160PNER-M |G|E|®o @ ® @ ® ® ® .343/.063|.299/.169|.020 RE
E ' LOGUO0904020PNFR-M |G| F [ ) .343/.008|.299|.169|.067| BS
4 LOGUO0904040PNFR-M |G|F ®| |.343|.016/.299|.169|.063 R A
LOGUO0904080PNFR-M |G |F e |.343).031.299|.169.047 M
LOGUO0904100PNFR-M |G| F o .343/.039|.299/.169|.039
LOGU0904120PNFR-M |G| F o |.343.047|.200|.169|.035| |_ s
LOGUO0904160PNFR-M |G| F () .343|.063|.299/.169|.020 Right hand insert only.




Multi-Functional Cutter for High Efficiency Machining
MULTI-FUNCTIONAL

MILLING

VPX300
PRUBKINES

i @

CvO0C

APMX

DCON
DCSFMS

A-A Section

8J | — . — ] 2
3 AT 8 = 8 Right hand tool holder only.
/ APMX J:APR ‘ .
LH B Screw-in Type
/ . LF _ With Coolant Hole ) (inch)
e 8 PR 3 == z Stock| * -
3 F = 1 8 —— 1 2 DC Order Number No.T| DCON | DCSFMS | OAL | LF | S10 | CRKS APMX | RMPX | Insert Type
N R (Ibs)
APMX JfAPR APMX | | 1.000 | VPX300UR1602AM1235 | @ | 2 | .492 025 |2.244|1.378| .748 | M12 | 2 | 433 | 2.07° | LOGU12
LH . LH . 1.125 | VPX300UR1802AM1235| @ | 2 | .492 925 |2.244|1.378| .748 | M12 3 433 | 1.73° | LoGU12
) 1.250 | VPX300UR2002AM1640 | @ | 2 | .669 1.122 |2.480|1.575| .945 | M16 4 | 433 | 1.49° | LOGU12
B Shank Type Right hand tool holder only. 1.250 | VPX300UR2003AM1640| @ | 3 | 669 | 1.122 |2.480|1.575 .945| M16 | .4 | .433 | 1.49° | LoGU12
With Coolant Hole (inch) 1.375 [ VPX300UR2202AM1640 | @ | 2 .669 1.122 [2.480|1.575| .945 | M16 5 433 | 1.28° | LOGU12
Stock|  * 1.375 | VPX300UR2203AM1640| @ | 3 | .669 1.122 |2.480|1.575| .945 | M16 5 433 | 1.28° | LoGuU12
DC Order Number No.T| DCON | LF LH | APmx | rRmpx | RPMXLWT rig | insert Type 1,500 | VPX300UR2403AM1640 | @ | 3 | 669 | 1.122 |2.480|1575| .945| M16 | .5 | .433 | 1.13° | LOGU12
R (min) | (bs) 1.500 | VPX300UR2404AM1640| @ | 4 | .669 1.122 |2.480|1.575| .945 | M16 5 433 | 1.13° | Locu12
1.000 | VPX300UR1602FA16S | @ | 2 | 1.000 | 4.750 | 1.750 | .433 | 2.07° | 23900 8 | 3| LOGU12 Note 1) For screw-in type arbors, refer to page 25— 28, CUTTING CONDITIONS // P40
1.000 | VPX300UR1602SA16S | @ | 2 | 1.000 | 4750 | 1.750 | .433 | 2.07° | 23900 9 | 1| Locu12 %1 Number of Teeth
1.000 | VPX300UR1602SA16L | @ | 2 | 1.000 | 8500 | 2.500 | .433 | 2.07° | 23900 | 1.7 | 1 | LoGu12
1.125 | VPX300UR1802SA16L | @ | 2 | 2.000 | 8500 | 1.750 | .433 | 1.73° | 22200 | 1.9 | 2 | LoGu12
1.250 | VPX300UR2002FA16S | @ | 2 | 1.000 | 5125 | 1.750 | .433 | 1.49° | 20700 | 1.1 | 4 | LoOGU12
1.250 | VPX300UR2002SA16S| @ | 2 | 1.000 | 5.125 | 1.750 433 1.49° | 20700 | 11 | 2 LOGU12 Spare Parts
1.250 | VPX300UR2003FA16S | @ | 3 | 1.000 | 5125 | 1.750 | .433 | 1.49° | 20700 | 1.1 | 4 | LoGu12
1.250 [ VPX300UR2003SA16S | @ | 3 | 1.000 | 5125 | 1.750 | 433 | 1.49° | 20700 | 1.1 | 2 | LOGU12 \\\\\
1.250 | VPX300UR2003SA16L | @ | 3 | 1.000 | 9.000 | 1.750 | .433 | 1.49° | 20700 | 1.9 | 2 LOGU12 Tool Holder Type S
1.250 | VPX300UR2002FA20S | @ | 2 | 1.250 | 5.125 | 2.000 | .433 | 1.49° | 20700 | 15 | 3 | LoGu12 FET—— Wreneh Anfiseize Lubricant
1.250 | VPX300UR2002SA20S | @ | 2 | 1.250 | 5.125 | 2.000 | .433 | 1.49° | 20700 | 1.5 | 1 | LoGu12
1.250 | VPX300UR2003FA20S | @ | 3 | 1250 | 5.125 | 2.000 | 433 | 1.49° | 20700 | 1.5 | 3 | LOGU12 VPX300 TPS40F1 TIP15W MK1KS
1.250 | VPX300UR2003SA20S | @ | 3 1.250 | 5.125 | 2.000 433 1.49° | 20700 | 15 | 1 LOGU12 * Clamp Torque (Ibf-in) : TPS40F1 = 26.6
1.250 | VPX300UR2003SA20L | @ | 3 | 12.250 | 9.000 | 3.000 | .433 | 1.49° | 20700 | 2.8 | 1 | LoGu12
1.500 | VPX300UR2402FA20S | @ | 2 | 1.250 | 5125 | 2.000 | 433 | 1.13° | 18500 | 1.7 | 4 | Locu12
1.500 | VPX300UR2402SA20S | @ | 2 | 1.250 | 5125 | 2.000 | .433 | 1.13° | 18500 | 1.7 | 2 | Locu12
1.500 | VPX300UR2403FA20S | @ | 3 | 1.250 | 5125 | 2.000 | .433 | 1.13° | 18500 | 1.7 | 4 | LoGuU12
1.500 | VPX300UR2403SA20S | @ | 3 | 1250 | 5125 | 2.000 | 433 | 1.13° | 18500 | 2.7 | 2 | Locu12
1.500 | VPX300UR2403SA20L | @ | 3 | 1.250 | 9.000 | 2.000 | .433 | 1.13° | 18500 | 3.0 | 2 LOGU12

Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability.
Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced.
% Number of Teeth

CUTTING CONDITIONS // P40

@ : USA Stock



Multi-Functional Cutter for High Efficiency Machining

DCSFMS )
o [ e Fig 1 g PR— 1z
e A 8
é [ ] “kAPR
w APMX
o " 5 “LH
o L KAPR LF
o 1 P\
Or  hEANe DCON Set Bolt Geometry Fig.2
LDAH  [x - o B o Z
occe. |z 500" | HSCUZ501LH o\ s : 5
bc_|< ¢.750" | HSCU37513H % \
Right hand tool holder only. ¢1.000" | HSCUS0014H - APMX J_{‘APR
WArbor Type GAMP:—6°  T:+5° : LH
With Coolant Hole GAME —225° | +45° Metric Standard LF
DCON=Inch (inch) B Shank Type Right hand tool holder only.
Stock * With Coolant Hole (mm)
bC Order Number NoT| LF DCON wT APMX | RmPx | RPMX | nsert Type P
R (Ibs) (min't) Stock RPMX | WT |
DC Order Number No.T| DCON LF LH APMX [ RMPX Fig.| Insert Type
1.500 [ VPX300UR1.5003SA (] 3 1.750 .500 .240 433 1.13° 18500 LOGU12 R (min™%) (kg)
1.500 [ VPX300UR1.5004SA () 4 1.750 .500 .240 433 1.13° 18500 LOGU12 25 | VPX300R2502SA25S x > 5 115 35 1 513° | 24100 | 038 | 1 LOGUL2
2.000 [ VPX300UR2.0004AA (] 4 1.750 .750 .400 433 0.78° 15400 LOGU12 25 | VPX300R2502SA25L * 2 25 170 70 1 213° | 24100 | 056 | 1 LOGU12
2.000 [ VPX300URZ2.0006AA () 6 1.750 .750 .390 433 0.78° 15400 LOGU12 28 | VPX300R2802SA25S * 2 25 115 35 1 177° | 22500 | 040 | 2 LOGU12
2.500| VPX300UR2.5006CA ® 6 2.000 1.000 .700 433 0.59° 13400 LOGU12 28 | VPX300R2802SA25L * 5 25 170 35 1 1.77° | 22500 | 060 | 2 LOGU12
2500 | VPX300UR2.5008CA () 8 2.000 1.000 .720 433 0.59° 13400 LOGU12 30 | VPX300R3002SA25S * > o5 125 35 1 161° | 21500 | 045 | 2 LOGU12
3.000 [ VPX300UR3.0007CA (] 7 2.000 1.000 .940 433 0.48° 11900 LOGU12 30 | VPX300R3003SA25S * 3 25 125 35 1 161° | 21500 | 044 | 2 LOGU12
3.000 | VPX300UR3.0010CA ® | 10 2.000 1.000 .950 433 0.48° 11900 LOGU12 32 | VPX300R3202SA32S x 2 32 125 45 11 147° | 20600 | 0.69 | 1 LOGU12
Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability. CUTTING CONDITIONS // P40 32 | VPX300R3203SA32S | % 3 32 125 45 11 1.47° | 20600 | 068 | 1 LOGU12
Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced. 32 VPX300R3203SA32L * 3 32 190 90 1 1.47° 20600 | 1.04 1 LOGU12
 Number of Teeth 35 | VPX300R35035A32L | % | 3 | 32 | 190 | 45 11 | 1.28° | 19500 | 1.10 | 2 | LOGUI2
40 | VPX300R4003SA32S * 3 32 125 45 11 1.06° | 17900 [ 0.76 | 2 LOGU12
40 | VPX300R4004SA32S * 4 32 125 45 11 1.06° | 17900 | 0.76 | 2 LOGU12
50 | VPX300R5004SA32S * 4 32 125 45 11 0.79° | 15500 | 0.89 | 2 LOGU12
M ti Di . 50 | VPX300R5006SA32S * 6 32 125 45 11 0.79° | 15500 | 0.88 | 2 LOGU12
ounting bimensions (inch) Note 1) The maximum spindle speeds RPMX are set to ensure tool and insert stability. CUTTING CONDITIONS // P40
Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced.
DC Order Number DCON CBDP DAH DCCB LCCB DCSFMS KWW L8 +* Number of Teeth
1.500 ([ VPX300UR1.5003SA .500 .630 .276 433 .663 1.438 .250 .156
1.500 [ VPX300UR1.5004SA .500 .630 .276 433 .663 1.438 .250 .156 Spare Parts
2.000| VPX300UR2.0004AA .750 748 413 .630 .545 1.750 .313 .187
2.000 [ VPX300UR2.0006AA .750 .748 413 .630 .545 1.750 §3ils .187 ‘ *
2500 VPX300UR2.5006CA 1.000 .945 .539 787 677 2.188 .375 219 \\\Q\\\\\/' % j
2.500| VPX300UR2.5008CA | 1.000 945 539 787 677 2.188 375 219 Tog [FEkErT7eE N
3.000| VPX300UR3.0007CA 1.000 .945 .539 787 677 2.188 .375 219 Clamp Screw Wrench Anti-seize Lubricant
3.000 | VPX300UR3.0010CA 1.000 .945 .539 .787 677 2.188 .375 .219 VPX300 TPSA0FL TIP15W MKIKS

+* Clamp Torque (Ibf-in) : TPS40F1 = 26.6

@ : USA Stock * : Stocked in Japan
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Multi-Functional Cutter for High Efficiency Machining 3| e
a \
5 - =
2 )/ w\KAPR
LY CRKS SI s Y 9
— / DAH é
2 . ._DCCB_
. D | X = 52 Metric Standard oo % bC Set Bolt Geometry
- o For Metric Arbors _ 40 HSC08025H
" Right hand tool holder only. $50, 663 HSC10030H {
ner BArbor Type 80 HSC12035H
APMX _ KAPR: 90°
LF A-A Section GAMP:-6° GAMF :-22.5°
OAL With Coolant Hole
) DCON=Inch size (mm)
Metric Standard Right hand tool holder only. Stock| *L .
WT
. DC Order Number No.T LF DCON APMX RMPX Insert Type
M Screw-in Type R (kg) (minY) »
With Coolant Hol
e — L) 80 VPX300R08007CA x | 7 50 25.4 1.00 11 0.45° 11500 | LOGU12
Stock| *1 WT 80 VPX300R08010CA *x | 10 50 254 1.00 11 0.45° 11500 LOGU12
DC Order Number No.T| DCON | DCSFMS | OAL | LF | S10 | CRKS APMX | RMPX | Insert Type
R (kg) DCON=mm size (mm)
25 VPX3OOR2502AM1235 * 2 125 235 57 35 19 M12 010 11 2130 LOGUlZ Stock*l—
28 | VPX300R2802AM1235 | % | 2 | 125 235 [ 57 | 35 |19 [ MI2 | 012 | 11 |1.77° | LOGU12 e Order Number S Seo wT aemx | rmex | RPMX | nsert Type
32 VPX300R3202AM1640 * 2 17.0 28.5 63 40 24 M16 0.20 11 1.47° LOGU12 R (kg) (min)
32 | VPX300R3203AM1640 | » | 3 [ 17.0 285 | 63 | 40 | 24 | M16 | 019 | 11 | 1.47° | LOGU12 20 VPX300-040A03AR ~ 1 3 20 16 021 T 106° 17900 | LOGU12
35 | VPX300R3502AM1640 * 2 17.0 28.5 63 40 24 M16 | 0.22 11 1.28° | LOGU12 40 VPX300-040A04AR * 4 40 16 0.21 11 1.06° 17900 LOGU12
35 | VPX300R3503AM1640 | % | 3 | 17.0 285 | 63 | 40 | 24 | M16 | 022 | 11 | 1.28° | LOGU12 50 VPX300-050A04AR ~ | 2 20 > 034 11 079° 15500 | LOGU12
40 | VPX300R4003AM1640 | = | 3 | 17.0 28.5 63 | 40 | 24 | mM16 | 026 | 11 | 1.06° | LOGU12 50 VPX300-050A06AR « | 6 40 29 033 1 0.79° 15500 LOGU12
40 | VPX300R4004AM1640 | * | 4 | 17.0 28.5 63 | 40 | 24 | M16 | 0.26 | 11 | 1.06° | LOGU12 63 VPX300-063A06AR ~ 1 6 20 2> 061 T 0.60° 13400 LOGU12
Note 1) For screw-in type arbors, refer to page 25—28. CUTTING CONDITIONS // P40 63 VPX300-063A08AR * 8 40 22 0.62 11 0.60° 13400 LOGU12
*1 Number of Teeth 80 VPX300-080A07AR *x | 7 50 27 0.99 11 0.45° 11500 LOGU12
80 VPX300-080A10AR *x | 10 50 27 0.99 11 0.45° 11500 LOGU12
Note 1) The maximum spindle speeds are set to ensure tool and insert stability. CUTTING CONDITIONS // P40

Note 2) When using the tool at high spindle speeds, ensure that the tool and arbor are correctly balanced.
%1 Number of Teeth

Mounting Dimensions (mm)
DC Order Number DCON CBDP DAH DCCB LCCB DCSFMS KWW L8
40 | VPX300-040A03AR 16 18 9 14 12.4 37 8.4 5.6
40 | VPX300-040A04AR 16 18 9 14 12.4 37 8.4 5.6
50 | VPX300-050A04AR 22 20 1 17 10.4 47 10.4 6.3
50 | VPX300-050A06AR 22 20 1 17 10.4 47 104 6.3
63 | VPX300-063A06AR 22 20 1 17 10.4 60 10.4 6.3
63 | VPX300-063A08AR 22 20 1 17 104 60 10.4 6.3
80 | VPX300R08007CA 25.4 26 13 20 13.4 56 95 6.0
80 | VPX300R08010CA 25.4 26 13 20 13.4 56 9.5 6.0
80 | VPX300-080A07AR 27 23 13 20 13.4 56 12.4 7.0
80 | VPX300-080A10AR 27 23 13 20 13.4 56 12.4 7.0

Spare Parts

*
Tool Holder Type S

Clamp Screw Wrench Anti-seize Lubricant

VPX300 TPS40F1 TIP15W MK1KS
+* Clamp Torque (N e m) : TPS40F1 = 3.0

DIAEDGE Amsusisri mareriais us.A. - -



Multi-Functional Cutter for High Efficiency Machining

DEEP SHOULDER % D @ @ @ @

MILLING

VPX300 .one curming epce
PRLUKINIS

P4
o}
(]
[a]
Right hand tool holder only.
Metric Standard
M Shank Type
KAPR:90°
With Coolant Hole (mm)
Stock *1
DC Order Number No.T ([Totalf DCON LF LH APMX RMPX wT Insert Type
R (kg)
40 | VPX300R402S5A32S02104 | 2 4 32 125 45 21 1.06° 0.78 LOGU12
40 | VPX300R402SA32S03106 | * 2 6 32 130 50 31 1.06° 0.79 LOGU12
40 | VPX300R402SA32S04208 | * 2 8 32 140 60 42 1.06° 0.84 LOGU12
*1 Number of Teeth CUTTING CONDITIONS // P47
Spare Parts (mm)
/ *
&9
&
DC Tool Holder Type
Clamp Screw Wrench Anti-seize Lubricant
40 VPX300R40 TPS40F1 TIP15W MK1KS
* Clamp Torque (Ibf-in) : TPS40F1 = 31.0
% : Stocked in Japan
DIAYEDGE

CBDP

\ ) N Order Number APMX | Set Bolt Geometry
o Bl e iif;Tg 2| UPX300-040A02A031 | 31 | HSC08040
affs E‘L i [ 21314 VPX300-040A02A042 | 42 |HSC08050
‘ ! <1 K "o VPX300-050A03A031 | 31 |HSC10040
VPX300-050A03A042 | 42 | HSC10050
Eprvh VPX300-050A03A052 | 52 | HSC10060 | g
APMIX VPX300-063A04A042 | 42 | HSC12050 WE
LF VPX300-063A04A052 | 52 | HSC12060
VPX300-080A05A052 | 52 |HSC12060
Metric Standar Right hand tool holder only. VPX300-080A05A063 | 63 | HSC12070
VPX300R08005CA052| 52 |HSC16055
M Arbor Type VPX300R08005CA063| 63 | HSC16065
KAPR:90°
GAMP:-6°, GAMF:-22.5°
DCON=mm size, With Coolant Hole (mm)
Stock *1 WT
DC Order Number No.T |Total LF DCON 9) APMX RMPX Insert Type
R g
40 | VPX300-040A02A031R06 | % 2 6 50 16 0.26 31 1.06° LOGU12
40 | VPX300-040A02A042R08 | % 2 8 60 16 0.31 42 1.06° LOGU12
50 | VPX300-050A03A031R09 | % 3 9 55 22 0.47 31 0.79° LOGU12
50 | VPX300-050A03A042R12 | % 3 12 65 22 0.55 42 0.79° LOGU12
50 | VPX300-050A03A052R15 | * 3 15 75 22 0.63 52 0.79° LOGU12
63 | VPX300-063A04A042R16 | * 4 16 65 27 0.92 42 0.6° LOGU12
63 | VPX300-063A04A052R20 | * 4 20 75 27 1.06 52 0.6° LOGU12
80 | VPX300-080A05A052R25 | % 5 25 75 27 1.94 52 0.45° LOGU12
80 | VPX300-080A05A063R30 | * 5 30 85 27 2.20 63 0.45° LOGU12
DCON =inch size, With Coolant Hole (mm)
Stock *1 WT
DC Order Number No.T [Total LF DCON (ko) APMX RMPX Insert Type
R g
80 | VPX300R08005CA05225 | x 5 25 75 31.75 1.81 52 0.45° LOGU12
80 | VPX300R08005CA06330 | * 5 30 85 31.75 2.06 63 0.45° LOGU12
*1 Number of Teeth CUTTING CONDITIONS // P47
Mounting Dimensions (mm)
DC Order Number DCON CBDP DAH DCCB LCCB DCSFMS KWW L8
40 | VPX300-040A02A031R06 16 18 9 14 8.4 37 8.4 5.6
40 | VPX300-040A02A042R08 16 18 9 14 8.4 37 8.4 5.6
50 [ VPX300-050A03A031R09 22 20 11 17 12.4 47 10.4 6.3
50 | VPX300-050A03A042R12 22 20 11 17 12.4 47 10.4 6.3
50 | VPX300-050A03A052R15 22 20 1 17 12.4 47 10.4 6.3
63 | VPX300-063A04A042R16 27 23 13 20 12.4 76 12.4 7.0
63 VPX300-063A04A052R20 27 23 13 20 12.4 76 12.4 7.0
80 | VPX300-080A05A052R25 27 23 13 20 12.4 76 12.4 7.0
80 | VPX300-080A05A063R30 27 23 13 20 12.4 76 12.4 7.0
80 VPX300R08005CA05225 31.75 32 17 26 17.4 76 12.7 8.0
80 | VPX300R08005CA06330 31.75 32 17 26 17.4 76 12.7 8.0




Multi-Functional Cutter for High Efficiency Machining

M Inserts (inch) SCREW'IN HOLDERS

P Steels € ¥ L Cutting Conditions (Guide) :
M | Stainless Steels G G @ : Stable Cutting @ : General Cutting 4 : Unstable Cutting ST RAI G H T S HAN K TY P E
Workpiece K | Cast Irons [ - s
Material N | Non-ferrous Metals [ 2
S | Heat Resistant Alloys, Titanium Alloys [ 2K 2K 4 Edge Preparation : CRKS
H Hardened Steels ¢ E:Round F: Sharp
- nlo %) f\
§ Coated Carbide = EE %{::::T;%E
< o I T s}
Shape Order Number é ;i: RRNBIBIRS|E L |RE|LE| S |BS Geometry 88 7J" % 8 NS
olt1213|8|F 3| 8| |1 18]
HEEEEEEERE LF H
Low Cutting | wew LOGU1207020PNER-L [G[E|[@|@ @@ @ @@ 488[.008].445|.276].118
Ressiance | wew  LOGUI207040PNER-L |G|E|@|@ @ @@ |@|® .488.016/.445|.276.110 M Steel Shank Type (inch)
new  LOGU1207080PNER-L |G|E|@|® @ (@ @ |0 @ .488/.031/.445|.276|.102 % WT
new LOGUL207100PNER-L |G|E|@ @ @ @|® @ @ .488|.039|.445|.276|.098 CRKS Order Number £| DCONMS LF DCONWS | DCSFWS LB H 5
new  LOGU1207120PNER-L |G|E|@ @ |@ @ @ @ @ .488|.047|.445|.276|.094 B <cUiovossioos e e YT, = — 2 o >
new  LOGU1207160PNERL |G|E|@|@|@ @ @ @ @ .488|.063|.445|.276|.071 Ve SOULOMOBS200L o o a4 a5 o ou 204 ;
o oo clele s zsne || [z () o | Scummosios ol o im | an m wi | o= |
M10 SCU12M10S220L ° 750 8.661 413 728 .394 551 9
M | ooz olseeney || ez L i | Scotwsiss (sf tho | wm aw ox o | s
_ ' 6s) M12 SCU16M12S245L e| 1.000 9.646 492 925 394 748 2.0
B new  LOGULZ07020PNFR-L G | ® |488).008).445).276.118 M16 SCU20M165140S  |e| 1.250 5512 669 1122 591 945 18
new - LOGUI207040PNFR-L 1G | P ®| |488).016).445).276).110 M16 SCU20M16S280L |e| 1.250 11.024 669 il 2 591 945 35
new  LOGU1207080PNFR-L |G| F e |.488].031|.445|.276|.102
new  LOGU1207100PNFR-L G| F ®| |.488/.039|.445|.276|.098
new  LOGUI1207120PNFR-L |G| F ® |.488|.047|.445|.276|.094 s
new  LOGU1207160PNFR-L |G|F ®| |[.488|.063|.445|.276/|.071
new  LOGU1207200PNFR-L |G| F ®| |.488/.079|.445|.276/.055 (mm)
new  LOGU1207240PNFR-L |G| F e | |.488|.094|.445|.276|.047 % T
new  LOGUI207300PNFRL |G | F o |.488] 118|445 276|.024 CRKS Order Number g| PeonNMs LF DCONWS | DCSFWS LB H -
new  LOGU1207320PNFR-L (G| F ) .488(.126|.445|.276|.016 Right hand insert only. e SC16MO8S100S * 16 100 85 145 10 10 01
GhjnBe::; l:fesre LOGU1207020PNERM|G[E|@ @@ @ |0 @ |® 488[.008].445].276].118 e SC1BM08S00L. " e = R e s % ™
LOGU1207040PNERM|G|E|@ |@|® @ @ @ ® .488/.016/.445|.276|.110 M10 SC20M10S120S . 20 120 oS 185 0 4 03
LOGU1207080PNER-M|G|E|@ |@ |@ @@ @ |® .488/.031/.445.276|.094 G SETONOEIE01 " o) o T TN R o o
LOGU1207100PNER-M|G|E|@ |@|® @ @ @ ® .488/.039|.445|.276|.091 1o SC25M12S1255 " e 105 e Y 0 1o 04
LOGU1207120PNER-M|G|E|@ |@|® @@ @ ® .488|.047|.445|.276|.083 Vie: R . o= o o 23_5 o e o
LOGU1207160PNER-M|G|E|@ |@|® @ @ @ ® .488|.063|.445|.276|.067 . V16 SC32M16S140S " 3 140 170 g5 15 N 0.8
LOGU1207200PNER-M|G|E|@ |@|® @@ @ ® .488|.079|.445|.276|.055 G SEAINEEIE0] " = o I P T o e
LOGU1207240PNERM|G |E|@ |@|@ @ @ @ ® .488|.094.445|.276|.039 y-
l LOGU1207300PNER-M|G|E|@ |@|® @@ @ ® .488/.118|.445|.276|.020
- LOGU1207320PNER-M|G|E|@ |@ |@ @@ (@ |® 488|.126/.445|.276|.012 e
E' LOGU1207020PNFR-M |G | F ®| |.488|.008|.445|276].118| &=~
4 LOGU1207040PNFR-M |G | F e |.488|.016|.445|.276|.110
LOGU1207080PNFR-M |G | F e |.488|.031|.445|.276|.094
LOGU1207100PNFR-M |G | F ®| |.488/.039|.445|.276|.091
LOGU1207120PNFR-M |G | F ® |.488|.047|.445|.276|.083 s
LOGU1207160PNFR-M |G | F ® |.488|.063|.445|.276|.067
LOGU1207200PNFR-M |G | F ® |.488|.079).445|.276|.055
LOGU1207240PNFR-M |G | F e | |.488|.094|.445|.276/.039
LOGU1207300PNFR-M |G | F e |.488|.118|.445|.276/.020
LOGU1207320PNFR-M [G | F ® | |.488|.126|.445|.276|.012 Right hand insert only.

@ : USA Stock > : Stocked in Japan (10 inserts in one case)
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SCREW-IN HOLDERS

B HSK63A Shank Arbor HSK63A

CRKS ?y /

Multi-Functional Cutter for High Efficiency Machining

CRKS

DCSFWS

DCONMS
DCSFWS

DCONWS
I
er
DCONMS @63

Metric Standard The coolant tube has been already set.

[l Carbide Shank Type (inch) (mm)
3 WT CRKS Order Number S DCONWS DCSFWS LPR LB B
CRKS Order Number 8| bcoNnwms LF DCONWS | DCSFWS LB H - (k)
o (Ibs)
M8 SCU10M08S100SW |e .625 3.937 .335 571 .394 .394 4 M8 SC;GMOBSEZ'HSK%A * 8.5 14.5 48 22 0.7
M8 SCU10M08S200LW |e|  .625 7.874 335 571 394 394 1.1 R e T s 4 2 el oy
M10 SCU12M10S120SW ) 750 4.724 413 728 .394 551 9 M12 SCZEMiZSETgSiGi%ﬁ * 12.5 235 53 21 0.7
M10 SCU12M10S220LW | @ 750 8.661 413 728 .394 551 1.8 R e LS Sah e i
M12 SCU16M12S125SW |e| 1.000 4.921 492 .925 .394 748 1.8
M12 SCU16M12S245LW |e| 1.000 9.646 492 .925 .394 748 35
B BT30 Shank Arbor CRKS  BT30
M16 SCU20M16S140SW |e| 1.250 5.512 .669 1.122 591 .945 3.1
M16 SCU20M16S280LW |e@| 1.250 11.024 1.250 1.122 591 .945 6.4
IR
HE
0o
[G1N®)
[a)ia)
Metric Standard
(mm)
LB,
X .
CRKS Order Number 8| bconwms LF DCONWS | DCSFWS LB H wT Metric Standard LER (mm)
n (kg)
M8 SC16M08S100SW | % 16 100 8.5 14.5 10 10 0.2 CRKS Order Number g DCONWS DCSFWS LPR LB wT
M8 SC16M08S200LW * 16 200 8.5 14.5 10 10 0.5 o (kg)
M10 SC20M10S120SW | % 20 120 10.5 18.5 10 14 0.5 M8 SC16M08S10-BT30 | % 8.5 14.5 32 10 0.4
M10 SC20M10S220LW * 20 220 10.5 18.5 10 14 0.9 M10 SC20M10S10-BT30 | % 10.5 18.5 32 10 0.4
M12 SC25M12S125SW | % 25 125 12.5 235 10 19 0.8 M12 SC25M12S10-BT30 | % 12.5 235 32 10 0.4
M12 SC25M12S245LW * 25 245 12.5 23.5 10 19 15 M16 SC32M16S10-BT30 | % 17.0 28.5 32 10 0.4
M16 SC32M16S140SW | % 32 140 17.0 28.5 15 24 1.4
M16 SC32M16S280LW * 32 280 17.0 28.5 15 24 2.8
BBT40 Shank Arbor CRKS  BT40
Orp
=
e
[a)
<L_B>
Metric Standard LPR
(mm)
% WT
CRKS Order Number 8 DCONWS DCSFWS LPR LB
2 (kg)
M8 SC16M08S10-BT40 * 8.5 14.5 37 10 1
M10 SC20M10S10-BT40 * 10.5 18.5 37 10 1
M12 SC25M12S10-BT40 | % 12.5 235 37 10 1
®: USA Stock  : Stocked in Japan M16 SC32M16S10-BT40 | % 17.0 28.5 37 10 1
DIAEDGE smimsusisHl maTeriaLs usA. R 1



Multi-Functional Cutter for High Efficiency Machining

How to Install the Screw-in Head

@DThoroughly clean the clamp section of the head and the
arbor with an air blower or brush before installation.

@Tighten the head at the recommended torque and ensure
that there is no gap between the head and arbor.

(inch)
Screw Size Recomnzﬁl}c_:l%d Jaiiglte Wrench Size
M8 17.0 .394
M10 33.9 551
M12 59.0 .748
M16 66.4 .945

@ Cutting tools become extremely hot during cutting. Never touch them with bare hands after operation as this may produce risk of

injuries or burns.
@ Do not handle the cutting tools with bare hands as this may cause injuries.

DIAYEDGE

VPX200/VPX300

Cutting Conditions (Guide) :
@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

Chip Breaker Recommendation
H Chip Breaker Selection Table

. . . i Chip Breaker Grade
Workpiece Material Properties Ccca:#dttiltinc?n s P
1st Recommended | 2nd Recommended | 1st Recommended | 2nd Recommended
P ) Hardness | @ € L M MP6120 VP15TF
Mild Steels
<180HB s M L MP6130 —
[ J L M MP6120 VP15TF
Carbon Steels 128328?5
Alloy Steels [ 2 M L MP6120 VP15TF
Alloy Tool Steels <350HB
(Annealing) £ 3 M L MP6130 —
Hardness | @ € M L MP6120 VP15TF
Pre-hardened Steels
35—45HRC 2 M L MP6130 -
M Hardness | © © L M MP7130 VP15TF
Austenitic Stainless | <280HB il M L MP7130 -
Steels Hardness | © G L M MP7130 VP15TF
>200HB @ M L MP7130 —
Dublex Stainl Steel Hardness o ¢ L M MP7130 VP15TF
uplex Stainless Steels
P <280HB % M L MP7130 -
Ferritic and Martensitic _ ©c¢ L M MP7130 VPI1STF
Stainless Steels e M L MP7130 _
Precipitation Hardening | Hardness | © © L M MP7130 VP15TF
Stainless Steels <450HB g5 M L MP7130 —
K Gray Cast | Tensile Strength | @ € M L MC5020 VP15TF
ray Cast Irons
Y <350MPa Prs M L VP15TF -
uctile Cast Irons
<800MPa £ M L VP15TF -
N ) Content | @ € L M TF15 -
Aluminum Alloys Si<5% pr M L TF15 —

S| Titanium Alloys o ¢ L M MP9120 VP15TF
(Ti-6Al-4V,etc.) ® M L MP9130 -
Titanium Alloys o ¢ L M MP9120 VP15TF

(Ti-5Al-5V-5Mo-3Cr,etc.) g M L MP9130 —
Heat Resistant Al o ¢ M L MP9120 VP15TF
eat Resistant Alloys -
4 P M L MP9130 -
H Hardness
Hardened Steels | 40~ -ziipc e € 3 M - VP15TF -

For cutting conditions please refer to page 30—38.

Ammsusisri mareriais us. A -
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Multi-Functional Cutter for High Efficiency Machining

VP X200

Recommended Cutting Conditions

W Dry Cutting
Cutting Speed

(inch)
. Cutting Width ae
Workpiece Material Properties Cc():rl{lcgﬂinogns Grade <.25DC | .25—.5DC | .5—75DC | DC(Slot)
Cutting Speed vc (SFM)
P
o ¢ MP6120,VP15TF | 755 (590—885) | 720 (560—850) | 590 (460—690) | 590 (460—690)
Mild Steels Hardness
# MP6130 655 (490—785) | 620 (460—755) | 490 (360—590) | 490 (360—590)
Carbon Steels Hardness |® € MP6120,VP15TF | 590 (460—690) | 560 (425—655) | 460 (360—525) | 460 (360—525)
180—350HB
Alloy Steels <350HB
Alloy Tool Steels | (Apnealing) 8 MP6130 490 (360—590) | 460 (330—560) | 360 (260—425) | 360 (260—425)
o ¢ MP6120,VP15TF | 395 (295—460) | 360 (260—425) | 330 (230—395) | 330 (230—395)
Pre-hardened Steels 35Hirggassc
% MP6130 330 (260—395) | 295 (230—360) | 260 (195—330) | 260 (195—330)
M
'lazrggeHSBs © € % | MP7130,VP15TF | 590 (460—690) | 560 (425—655) | 460 (360—525) | 460 (360—525)
Austenitic Stainless =
Steels
";azrggai; O @ | MP7130VP15TF | 490 (360—590) | 460 (330—525) | 360 (260—425) | 360 (260—425)
Duplex Stainless Steels '1"";382583 © @ % | MP7130,VPI5TF | 460 (360—560) | 425 (295—490) | 330 (230—395) | 330 (230—395)
Ferritic and Martensitic
eeoiurinla - © @ €| MP7130VP15TF | 590 (460—690) | 560 (425—655) | 460 (360—525) | 460 (360—525)
Precipitation Hardening | Hardness _ _ _ _
P Ssous | © @ @ | MP7130VPISTF | 425 (330—525) | 395 (260—460) | 295 (195—360) | 295 (195—360)
K
o ¢ MC5020 820 (655—985) | 785 (620—950) | 690 (525—850) | 690 (525—850)
Tensile Strength
Gray Cast Irons <350MPa
o ¢ 3 VP15TF 655 (490—820) | 620 (460—785) | 525 (360—690) | 525 (360—690)
o ¢ MC5020 590 (490—655) | 560 (460—620) | 490 (395—560) | 490 (395—560)
) Tensile Strength
Ductile Cast Irons <800MPa
o ¢ 3 VP15TF 425 (330—490) | 395 (295—460) | 330 (260—395) | 330 (260—395)
N
Aluminum Alloys gfgt;;f o ¢ 3 TF15 1970 (1310—3280) | 1970 (1310—3280) | 1970 (1310—3280) | 1970 (1310—3280)
H
Hardened Steels 4girgg‘:fRSC o ¢ % VP15TF 295 (230—330) | 280 (195—330) | 230 (165—260) | 230 (165—260)

Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there
is chatter, insert chipping, etc. during machining, alter conditions accordingly.
Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
conditions or below.
* When tool overhang is long (using a long shank, screw-in type, etc.)
« Rigidity of machine, workpiece material or attachment of workpiece material is low
 Corner radius during pocket milling
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)

Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.

DIAYEDGE

Cutting Conditions (Guide) :
@ : Stable Cutting @ : General Cutting #® : Unstable Cutting

Depth of Cut / Feed per Tooth (inch)

Cutter Diameter DC

OTkpiaCSIMAtMAl P Cutting Width| Cutting 9.625-2.750(216mm-g18mm) .875-21.000(g20mm-g25mm) |1.125-2.500(a28mm-g63mm)
ElE Conditions | pepth of Cut|Feed per Tooth | Depth of Cut|Feed per Tooth [ Depth of Cut|Feed per Tooth

ap fz (IPT) ap fz (IPT) ap fz (IPT)

P <25DC |® € ¥ | <236 .004—.006 <315 .004—.008 <315 .004—.010
Mild Steels Hardness 25—5DC |®@ € # | <197 .003—.005 <315 .004—.006 <315 .004—.008
<180HB 5-75DC |®@ € # | <157 .003—.005 <.236 .003—.005 <.236 .004—.006

DC(Slot) |®@ € ® | <079 .002—.004 <157 .002—.004 <157 .003—.005

<25DC |® € ¥ | <236 .004—.006 <315 .004—.008 <315 .004—.010

Cﬁﬁf’f"sfgifi's Hardness | .25—5DC | ® € # | <197 | .003—.005 | <315 | .004—.006 | <315 | .004—.008
A”oy%ol Steels |180—280HB| 5-75DC |® € % | <157 .003—.005 <.236 .003—.005 <.236 .004—.006
DC(Slot) |®@ € ® | <079 .002—.004 <157 .002—.004 <157 .003—.005

Hardness <25DC |® € ¥ | <236 .004—.006 <315 .004—.006 <315 .004—.008

CAaﬁ*;;”StS;gSS 280—350HB | .25—5DC |® € # | <197 | .003—.005 | <315 | .003—.005 | <315 | .004—.006
Alloy Tool Steels <350HB 5—75DC (@ € ® | <157 | .003—.005 | <236 | .002—.004 | <236 .003—.005
(Annealing) ™"pesion (@ € ® | <079 | 002—.004 | <157 | .002—.004 | <157 | .002—.004

<25DC |® € ¥ | <236 .004—.006 <315 .004—.006 <315 .004—.008

Pre-hardened Steels 3E|arggasRSC 25—5DC |®@ € # | <197 .003—.005 <315 .003—.005 <315 .004—.006
- 5-75DC (@ € # | <157 .003—.005 <.236 .002—.004 <.236 .003—.005

DC(Slot) |® € ® | <o079 .002—.004 <157 .002—.004 <157 .002—.004

M < 25DC o G <.236 .004—.006 <315 .004—.008 <315 .004—.008
= ® | <236 .003—.005 <315 .003—.006 <315 .003—.006

e BDC o G <197 .003—.005 <315 .003—.006 <315 .003—.006

Austenitic Stainless ®| <197 .002—.004 <315 .003—.005 <315 .003—.005
Steels B 5 75DC o G <157 .002—.004 <.236 .003—.005 <.236 .003—.005

T ® | <157 .002—.003 <.236 .002—.004 <.236 .002—.004

bC(Sio) o ¢ <.079 .002—.004 <157 .002—.004 <157 .002—.004

® | <079 .002—.003 <157 .002—.003 <157 .002—.003

< 25DC o ¢ <.236 .004—.006 <315 .004—.008 <315 .004—.008

= ®| <236 .003—.005 <315 .003—.006 <315 .003—.006

e BDC o ¢ <197 .003—.005 <315 .003—.006 <315 .003—.006

Duplex Stainless Steels Hardness ® | <197 .002—.004 <315 .003—.005 <315 .003—.005
<280HB s e |12 © <157 | .002—.004 | <236 | .003—.005 [ <236 | .003—.005

T ® | <157 .002—.003 <.236 .002—.004 <.236 .002—.004

bC(Sio) o G <.079 .002—.004 <157 .002—.004 <157 .002—.004

#® | <079 .002—.003 <157 .002—.003 <157 .002—.003

< 25DC o G <.236 .004—.006 <315 .004—.008 <315 .004—.008

= ®| <236 .003—.005 <.315 .003—.006 <315 .003—.006

e BDC o G <.197 .003—.005 <.315 .003—.006 <315 .003—.006

Ferritic and Martensitic & | <.197 .002—.004 <.315 .003—.005 <315 .003—.005
Stainless Steels a s 750c |10 <.157 | .002—.004 | <236 | .003—005 | <.236 | .003—.005
o & | <157 .002—.003 <.236 .002—.004 <.236 .002—.004

bC(Siof) o G <.079 .002—.004 <157 .002—.004 <157 .002—.004

| <.079 .002—.003 <157 .002—.003 <157 .002—.003

< 5pC o ¢ <.236 .004—.006 <315 .004—.006 <315 .004—.006

’ | <.236 .003—.005 <315 .003—.005 <315 .003—.005

e BDC (O] <.197 .003—.005 <315 .003—.005 <315 .003—.005

Precipitation Hardening | Hardness ® | <197 .002—.004 <315 .003—.005 <.315 .003—.005
Stainless Steels <4SOHB L e |©© <.157 | .002—.004 | <236 | .002—.004 | <236 | .002—.004
o & | <157 .002—.003 <.236 .002—.003 <.236 .002—.003

bC(Sio) o G <.079 .002—.004 <157 .002—.004 <157 .002—.004

# | <.079 .002—.003 <157 .002—.003 <157 .002—.003

Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there
is chatter, insert chipping, etc. during machinin?, alter conditions accordingly.

Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
conditions or below.
* When tool overhang is long (using a long shank, screw-in type, etc.)
* Rigidity of machine, workpiece material or attachment of workpiece material is low
+ Corner radius during pocket milling

Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.

Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)

Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.
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Multi-Functional Cutter for High Efficiency Machining

VP X200

Recommended Cutting Conditions

H Dry Cutting

Depth of Cut / Feed per Tooth

Cutting Conditions (Guide) :
@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

H Wet Cutting

(inch)

Cutter Diameter DC

Workpiece Material Properties Cutting Width Cut;i_ng 9.625-2.750(g16mm-g18mm) | 2.875-1.000(a20mm-g25mm) [¢1.125-92.500(g28mm-g63mm)
Els Conditions [ penth of Cut| Feed per Tooth | Depth of Cut|Feed per Tooth| Depth of Cut|Feed per Tooth
ap fz (IPT) ap fz (IPT) ap fz (IPT)

S <ospc |2 <236 | .004—006 | <315 | .004—.008 | <315 | .004—.010

= #| <236 | .003—005 | <315 | .003—.006 | <315 | .004—.008

_epc |2 € <197 | .003—005 | <315 | .003—.006 | <315 | .004—.008

Gray Cast Irons Tensile Strength 2 <197 .002—.004 <315 "003—.005 <315 004—.006

<3%0MPa | __ . |® € <157 | .003—.005 | <236 | .003—.005 | <236 | .004—.006

€| <157 .003—.005 <.236 .002—.004 <.236 .003—.005

ocsion | 2 € <079 | .002—004 | <157 | .002—.004 | <157 | .003—.006

2| <o079 | 002—003 | <157 | .002—003 | <157 | .003—.004

<xpc |12 € <236 | .004—006 | <315 | .004—.008 | <315 | .004—.008

% | <236 | .003—005 | <315 | .004—.006 | <315 | .004—.006

n_epc |2 € <197 | .003—005 | <315 | .004—.006 | <315 | .004—.006

Ductile Cast Irons | 1onsie Strength ® | <197 | .002—.004 | <315 | .003—.005 | <315 | .003—.005

<soomPa | __ |® € <157 | 003—005 | <236 | .003—.005 | <236 | .003—.005

T % | <157 | 003—005 | <236 | .002—004 | <236 | .002—.004

ocsioy | 2 € <079 | 002—004 | <157 | .002—004 | <157 | .002—.004

® | <079 .002—.003 <.157 .002—.003 <.157 .002—.003

N <.25DC ¢ =.236 .004—.008 <315 .004—.010 <315 .004—.010

_ % | <236 | .004—006 | <315 | .004—.008 | <.315 | .004—.008

_epc |2 € <197 | 004—006 | <315 | .004—008 | <315 | .004—.008

- Content #| <197 | .003—.005 | <315 | .004—.006 | <315 | .004—.006

Aluminum Alloys Si< 5% 5 75DC o ¢ <157 003—.005 <236 002—.006 <236 003— 006

2| <157 | 002—004 | <236 | .002—.006 | <236 | .003—.006

ocsioy | 2 € <079 | 002—004 | <157 | .002—006 | <157 | .003—.006

¥ <.079 .002—.003 <.157 .002—.005 <.157 .003—.005

: <.25DC ¢ =.157 .003—.006 <.157 .003—.006 <.157 .003—.006

B % | <157 | .003—.005 | <157 | .003—.005 | <.157 | .003—.005

s_espc |2 € <118 | .003—005 | <118 | .003—005 | <118 | .003—.005

Hardness #| <118 | .002—.004 | <118 | .003—.004 | <118 | .002—.004

Hardened Steels 40—55HRC — o ¢ <.079 002—.004 <079 003—.004 <079 002— 004

¥ <.079 .002—.003 <.079 .002—.003 <.079 .002—.003

ocsioy | 2 € <039 | .002—004 | <039 | .002—004 | <o039 | .002—.004

#| <o039 | .002—003 | <039 [ .002—.003 | <039 | .002—.003

Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there
is chatter, insert chipping, etc. during machining, alter conditions accordingly.
Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
conditions or below.
* When tool overhang is long (using a long shank, screw-in type, etc.)
« Rigidity of machine, workpiece material or attachment of workpiece material is low
« Corner radius during pocket milling
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.

DIAYEDGE

Cutting Speed

(inch)
) Cutting Width ae
Workpiece Material Properties Cc():#(;tiltinc?ns Grade <.25DC | .25—.5DC | .5—.75DC | DC(Slot)
Cutting Speed vc (SFM)
o ¢ MP6120
Mild Steels '16‘1'383585 o ¢ VP15TF 460 (330—620) | 425 (295—590) | 330 (230—395) | 330 (230—395)
8 MP6130
Carbon Steels 18%aid§;05§8 e ¢ MP6120
Alloy Steels <acore | ® € VP15TF 395 (295—460) | 360 (260—425) | 330 (230—395) | 330 (230—395)
Alloy Tool Steels (Annealing) Py MP6130
o ¢ MP6120
Pre-hardened Steels SgirggﬁsRsc o ¢ VP15TF 330 (260—395) | 295 (230—360) | 260 (195—330) | 260 (195—330)
8 MP6130
Hardness o G ¥ MP7130
o <200HB 395 (330—490) | 360 (295—460) | 295 (230—395) | 295 (230—395)
Austenitic Stainless | = o ¢ VP15TF
Steels Hardness | © © % MP7130 330 (260—425) | 295 (230—360) | 230 (165—330) | 230 (165—330)
>200HB | O @ VP15TF
Duplex Stainless Steels| Hardness | © © @ MP7130 330 (260—425) | 295 (230—395) | 230 (165—330) | 230 (165—330)
uplex Stai - - - -
s <280HB | O G VP15TF
Ferritic and Martensitic O G & MP7130
Eiaitloss Stes - 0 o UPLETE 395 (330—490) | 360 (295—460) | 295 (230—395) | 295 (230—395)
Precipitation Hardening | Hardness | © © @ MP7130 _ _ _ _
e e <450hB @ ® UPieTE 295 (230—395) | 260 (195—360) | 195 (130—295) | 195 (130—295)
Tensile Strength | ® € MC5020 590 (525—720) | 560 (490—690) | 490 (425—620) | 490 (425—620)
Gray Cast Irons <
<350MPa (@ € % VPI15TF 425 (330—490) | 395 (295—460) | 330 (260—395) | 330 (260—395)
_ Tensile Strength | ® € MC5020 525 (460—590) | 490 (425—560) | 425 (360—490) | 425 (360—490)
Ductile Cast Irons <
<800MPa (@ € % VP15TF 360 (260—460) | 330 (230—425) | 260 (195—395) | 260 (195—395)
Aluminum Alloys %?2;2‘ e ¢ 3 TF15 1970 (1310—3280) [ 1970 (1310—3280) | 1970 (1310—3280) | 1970 (1310—3280)
o ¢ MP9120 165 (130—230) | 165 (130—230) | 165 (130—230) | 165 (130—230)
Titanium Alloys o ¢ VP15TF 165 (130—230) | 165 (130—230) | 165 (130—230) | 165 (130—230
(Ti-6Al-4V,etc.) - ( ) ( ) ( ) ( )
8 MP9130 130 (100—195) | 130 (100—195) | 130 (100—195) | 130 (100—195)
o ¢ MP9120 100 (65—130) | 100 (65—130) | 100 (65—130) | 100 (65—130)
Titanium Alloys _ _ — — —
(Ti-5ALBV-5M0.3Cretc) o ¢ VP15TF 100 (65—130) | 100 (65—130) | 100 (65—130) | 100 (65—130)
8 MP9130 100 (65—130) | 100 (65—130) | 100 (65—130) | 100 (65—130)
o ¢ MP9120 130 (100—195) | 130 (100—195) | 130 (100—195) | 130 (100—195)
Heat Resistant Alloys - o ¢ VP15TF 130 (100—195) | 130 (100—195) | 130 (100—195) | 130 (100—195)
8 MP9130 100 (65—130) | 100 (65—130) | 100 (65—130) | 100 (65—130)
Hardness
Hardened Steels | ,02-cro @ € = VP15TF 295 (230—330) | 280 (195—330) | 230 (165—260) | 230 (165—260)

is chatter, insert chipping, etc. during machining, alter conditions accordingly.

conditions or below.
» When tool overhang is long (using a long shank, screw-in type, etc.)
* Rigidity of machine, workpiece material or attachment of workpiece material is low
* Corner radius during pocket milling

break during machining. Please change out the clamp screw periodically.

Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and

Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there

Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
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Multi-Functional Cutter for High Efficiency Machining

Cutting Conditions (Guide) :

@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
V I X 2 O O (inch)

Cutter Diameter DC
Recommended Cuttin g Conditions Workpiece Material Properties Cutting Width| Cutting |2:625-2.750(g16mm-g18mm)| 2.875-g1.000(g20mm-g25mm) |1.125-52.500(¢28mm-g63mm)
. ae Conditions | pepth of Cut| Feed per Tooth | Depth of Cut| Feed per Tooth | Depth of Cut|Feed per Tooth
Bl Wet Cutting ap fz (IPT) ap fz (IPT) ap fz (IPT)
Depth of Cut / Feed per Tooth (inch) K < o ¢ <236 | .004—006 | <315 | .004—.008 | <315 | .004—.010
. =.25DC 8| <23 | .003—005 | <315 | .003—006 | <315 | .004—.008
Cutter Diameter DC U <197 | .003—.005 | <315 | .003—006 | <315 | .004—.008
Workpiece Material Properties Cutting Width| Cutting 9.625-2.750(g16mm-g18mm)| 2.875-1.000(g20mm-g25mm) (1.125-2.500(28mm-g63mm) Gray Cast Irons Tensile Strength [ <7 ® | <197 .002—.004 <.315 .003—.005 <.315 .004—.006
ae Conditions | pepth of Cut|Feed per Tooth | Depth of Cut|Feed per Tooth | Depth of Cut|Feed per Tooth <350MPa | . .- | @ € =157 | .003—.005 | =236 | .002—.004 | <236 | .004—.006
ap fz (IPT) ap fz (IPT) ap fz (IPT) T ud <.157 .003—.005 <.236 .002—.004 <.236 .003—.005
5 ~o0c | ® € & <236 | 004—006 | <315 | 004—008 | <315 | 004—010 bcsion  |-®_€ <079 | .002—.004 | <157 | .002—.004 | <157 | .003—.006
Mild Steels Hardness | .26—.5DC |® € % | <.197 | .004—006 | <315 | .004—.006 | <.315 | .004—.008 ®] =079 | 002—.003 | <157 | .002—003 | <157 | .002—.004
<180HB | 5—.75DC |® € % | <157 | .003—.005 | <236 | .003—.005 | <236 | .004—.006 <2pc [ 2-€ =236 | 004006 | =515 | .004-.008 | =315 | .004—.008
DC(Slo) |® € # | <079 | .002—.004 | <157 | .002—.004 | <157 | .003—.005 ® ] =236 | 003—.005 | <315 | .004—006 | <315 | .004—.006
<25DC |® € % | <236 | 004—006 | <315 | .004—.008 | <315 | .004—.010 _ 25_5pc |.@_€ =197 | .003—005 | =315 | .004—.006 | =315 | .004—.006
C:ﬁbO”StStele's Hardness | 25—5DC |® € # | <197 | .003—.005 | <315 | .004—006 | <315 | .004—.008 Ductile Cast Irons | Tensie Strength #| =197 | 002—.004 | =315 | .003—.005 | =315 | .003—.005
oy Steels 180—280HB| 5—75DC |® € # | <157 | .003—005 | <236 | .003—005 | <.236 | .004—.006 <800MPa | . ..o~ |® € =157 | .003—.005 | =236 | .003—.005 | =236 | .003—.005
Alloy Tool Steels 5CEI T * <.157 .003—.005 <.236 .003—.005 <.236 .002—.004
ot) o € 3 <.079 .002—.004 <.157 .002—.004 <.157 .003—.005 : : :
carbon Steel Hardness | <.25DC | ® € # | <236 | .004—.006 | <315 | .004—.006 | <315 | .004—.008 pc(sion | &€ S079 | 002-.004 | =157 | .002—.004 | <157 | .002—.004
zﬁo‘;”&eggs 280—350HB| .25—.5DC | ® € # | <197 | .003—.005 | <315 | .003—.005 | <315 | .004—.006 ® | <079 | 002—003 | <157 | .002—.003 | <157 | .002—.003
Alloy Tool Steels <350HB | 5—.75DC |® € ® | <157 | .003—.005 | <236 | .002—.004 | <236 | .003—.005 N <opc 12 € <236 | .004—.008 | <315 | .004—.010 | <315 .004—.010
(Annealing) | DC(Slot) | ® € # | <079 | .002—004 | <157 | .002—.004 | <157 | .002—.004 #®] =236 | 004—.006 | <315 | .004—008 | <315 | .004—.008
<25DC | ® € ® | <236 | .004—006 | <315 | .004—.006 | <315 | .004—.008 o5_spc |[® € =197 | 004-—.006 | <315 | .004—.008 | <315 | .004—.008
Pre-hardened Steels | Hardness | .25—5DC | ® € | <197 | .003—.005 | <315 | .003—.005 | <315 | .004—.006 Aluminum Alloys Content #| =197 | .003—.005 | =315 | .004—.006 | =315 | .004—.006
35—45HRC| 5—75DC |® € # | <157 | .003—.005 | <0236 | .002—.004 | <0236 | .003—.005 Si< 5% 5_ 750c |.®_€ s.157 | .003—.005 | <236 | .002—.006 | =<.236 | .003—.006
DC(Slo) |® € % | <079 | .002—.004 | <157 | .002—.004 | <157 | .002—.004 - #| =157 | 002—.004 | <236 | .002—.006 | <236 | .003—.006
M <2o0c |2 © <236 | 004—006 | <315 | .004—.008 | <315 | .004—.008 pcsioy | &€ =079 | 002-.004 | =157 | .002-.006 | =157 | .003-.006
=. N <236 003—.005 <315 003—.006 <315 003—.006 £3 <.079 .002—.003 <.157 .002—.005 <.157 .003—.005
0 & <197 1003—.005 <315 003—.006 <315 1003—.006 S <.25DC o € ¥ <.236 .003—.006 <.315 .003—.006 <.315 .003—.006
Austenitic Stainless 25—.5DC # <197 | 002—.004 | <315 | .003—.005 | <315 | .003—.005 Titanium Alloys _ 25—5DC |® € % | <197 | .003—.005 | <315 | .003—.005 | <315 | .003—.005
.5—.75DC Fy <157 002—.003 <236 002—.004 <236 002—.004 DC(Slot) o € ¥ <.079 .002—.004 <.157 .002—.004 <.157 .002—.004
0 G <079 002—.004 <157 002—.004 <157 1002—.004 <.25DC o ¢ ¥ <.236 .003—.005 <.315 .003—.005 <.315 .003—.005
DC(Slot) = <079 002—.003 <157 002—.003 <157 002—.003 Titanium Alloys _ 25—5DC |@ € ¥ <.197 .003—.005 <.315 .003—.005 <.315 .003—.005
<.25DC Ty <236 003—.005 <315 003—.006 <315 003—.006 DC(Slot) o € ¥ <.079 .002—.004 <.157 .002—.004 <.157 .002—.004
25— 5DC 0 G <197 003—.005 <315 1003—.006 <315 1003—.005 <.25DC o ¢ ¥ <.236 .003—.005 <.315 .003—.005 <.315 .003—.005
) Hardn L0 s < 002— 004 < 003—.005 < 003—.005 . _ 25—5DC |@ € ¥ <.197 .003—.005 <.315 .003—.005 <.315 .003—.005
Duplex Stainless Steels ;230?; o @ s_ig; 02— 004 5_2;2 003= 005 5_222 003= 005 Heat Resistant Alloys 5—75DC |® € # | <157 | .002—.004 | <236 | .002—.004 | <236 | .002—.004
5—.75DC # | <157 002—.003 <236 002—.004 <236 002—.004 DC(Slot) |® € | <079 .002—.004 <.157 .002—.004 <.157 .002—.004
bcsioy |2 € <079 | .002—.004 | <157 | .002—.004 | <157 | .002—.004 H <soc |®_€ <157 | .003—.006 | <157 | .003—.006 | <157 | .003—.006
B <079 | 002=003 | <157 | 002=003 | <157 | .002—.003 #| <157 | .003—.005 | <157 | .003—.005 | <157 | .003—.005
PP [ 2236 | 004—006 | =315 | 004—008 | <315 | .004—008 P L <118 | 003—005 | <118 | 003—.005 | <118 | .003—.005
=. ER <236 1003—.005 <315 1003—.006 <315 003—.006 Hardened Steels Hardness ¥ <.118 .002—.004 <.118 .002—.004 <.118 .002—.004
o e 2107 | 003—005 | <315 | 003—006 | <315 | .003—.006 40-55HRC [ | @ € <079 | .002—.004 | <079 | .002—.004 | <079 [ .002—.004
Ferritic and Martensitic 25—.5DC @[ <197 | 002—.004 | <315 | .003—.005 | <315 | .003—.005 T #| =079 | .002—004 | <079 | .002—004 | <079 | .002—.004
Stainless Steels - s 750 | ©_© <157 | .002—.004 | <236 | .003—.005 | <236 | .003—.005 bcsloy |12 € <039 | 002—.004 | <039 | .002—004 | <039 | .002—.004
T #| <157 | .002—.003 | <236 | .002—.004 | <236 | .002—.004 # ] =039 | 002—004 | <039 | .002—.004 | <039 | .002—.004
DC(Slot) o G <.079 .002—.004 <.157 .002—.004 <.157 .002—.004 Note 1) _These cutt_ing cond_itio_ns should b_e referen_ce_d for standard‘shank types (last letter in designation is S) and arbor shank types. If there
% | <.079 .002—.003 <.157 .002—.003 <.157 .002—.003 is chatter, insert chipping, etc. during machining, alter conditions accordingly.
< 25DC O G <.236 .004—.006 <315 .004—.006 <315 .004—.006 Note 2) Chatte_zring vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
= ® | <236 .003—.005 <.315 .003—.005 <.315 .003—.005 conditions or below.
25— spc | ©_© <197 | .003—005 | <315 | .003—.005 | <315 | .003—.005 * When tool overhang is long (using a long shank, screw-in type, etc.) o
Precipitation Hardening | Hardness | =~ ®| <197 | .002—.004 | <315 | .003—.005 | <315 | .003—.005 * Rigidity of machine, workpiece material or attachment of workpiece material is low
Stainless Steels <450HB O G <157 | .002—.004 | <236 | .002—.004 | <236 | .002—.004 * Corner radius during pocket milling
5—.75DC T <157 002—.003 <236 002—.003 <236 002—.003 Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
o c 5:079 002—.004 5:157 002—.004 5:157 002—.004 Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
DC(Slot) ax <.079 002—.003 <157 002—.003 <157 002—.003 Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and

- — - - — break duri hining. P iodi .
Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there reak during machining. Please change out the clamp screw periodically

is chatter, insert chipping, etc. during machining, alter conditions accordingly.
Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
conditions or below.
* When tool overhang is long (using a long shank, screw-in type, etc.)
« Rigidity of machine, workpiece material or attachment of workpiece material is low
 Corner radius during pocket milling
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and

break during machining. Please change out the clamp screw periodically.
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Cutting Conditions (Guide) :

Multi-Functional Cutter for High Efficiency Machining @ SbleCuting € General Cutting. ¥ Unstable Cuting
Depth of Cut / Feed per Tooth (inch)

V P X 3 O O Cutter Diameter DC
i i i 21.000 (825mm 21.125—93.000 (228mm-280mm
Workpiece Material | Properties |CUtting Width CCuég{ng ( ) ( )
epth of Cu eed per Tooth. epth of Cu eed per Tooth.
ac Onaions| pepth of Cut | Feed per Tooth Depth of Cut | Feed per Tooth
ap fz (IPT) ap fz (IPT)
; e P <25DC (@ € % <433 .004—.008 <.433 .004—.012
Recommended Cutting Conditions Vild Steels Hardness | .25-5DC |® € % <433 1004—.006 <433 1004—.010
H Dry Cutting <180HB | 5-75DC |® € % <315 .003—.005 <315 .004—.008
Cutti ng Speed (inch) DC(Slot) o € ¥ <.197 .002—.004 <.197 .003—.006
| t Cutting Width <.25DC o € ¥ <.433 .004—.008 <.433 .004—-.012
) nser utting wiath ae Carbon Steels
. . . Cutting - Hardness .25—5DC o € ¥ <.433 .004—.006 <.433 .004—-.010
Workpiece Material Properties o Chip <25DC | .25—-5DC | .5—75DC | DC(Slot) Alloy Steels 180 —280HIB
Conditions| Grade | g il Cutting Speed ve (BEM) Alloy Tool Steels 5—75DC |® € % <315 .003—.005 <315 .004—.008
= DC(Slot) o € ¥ <.197 .002—.004 <.197 .003—.006
o ¢ MPE120 M | 755(590-885) | 720 (560—850) | 590 (460—690) | 590 (460—690) <250C |® € % <433 004—.006 <.433 .004—.010
Hardness VP15TF Carbon Steels Hardness
Mild Steels <180HB Alloy Steels 280—350HB| .25—5DC |® € ¥ <.433 .003—.005 <.433 .004—.008
% | MP6130 M 655 (490—785) | 620 (560—850) | 490 (360—590) | 490 (360—590) Alloy Tool Steels A5350l|ﬂB 5-75DC (@ € % <315 .002—.004 <315 .004—.006
(Annealing) |™"pesion [@ € ® <197 002—.004 <197 .003—.005
Carbon Steels | Hardness | @ € Vpraz? M 590 (460—690) | 560 (425—655) | 460 (360—525) | 460 (360—590) <250C | @ € ¥ <433 004 —.008 <433 .004—.010
Alloy Steels 180—350HB Pre-hardened Steels Hardness 25—-5DC (@ € ¥ <.433 .003—.005 <.433 .004—.008
<350HB B 35—45HRC — < - < —
Alloy Tool Steels | Anealing) % | mp6130 M 490 (360—590) | 460 (330—560) | 360 (260—425) | 360 (260—425) 'EE’)C'Z;DS: : : : :i;? 'ggi '882 :i; '88‘3‘ '882
O =, . —-. s, . —.
MP6120 M o G <433 .004—.008 <.433 .004—.008
— —_ — — <
N e ¢ VP15TE M 395 (295—460) | 360 (260—425) | 330 (230—395) | 330 (230—395) <.25DC = <3 003= 006 Sy 003= 006
Pre-hardened Steels | 35 45pRc s ooc |©_© <433 1003—.006 <433 2003—.006
% | MP6130 M 330 (260—395) | 295 (230—360) | 260 (195—330) | 260 (195—330) Austenitic Stainless B 25— pr <433 003005 <133 003005
Steels o e <315 .003—.005 <315 .003—.005
M Hardness MP7130 5—.75DC ' :
Austenitic Stainjess | <200HB © € &| ypierr M 590 (460—690) | 560 (425—655) | 460 (360—525) | 460 (360—525) % <315 .002—.004 <315 .002—.004
Steels Hard MP7130 DC(Slot) o G <.197 .002—.004 <.197 .002—.004
araness
>200HB o G & VP15TF M 490 (360—590) | 460 (330—525) | 360 (260—425) | 360 (260—425) o <197 .002—.003 <197 002—.003
< 25DC o @ <.433 .004—.008 <.433 .004—.008
Duplex Stainless Steels 'lazrggﬁ%s o ¢ | Y0 M 460 (360—560) | 425 (295—490) | 330 (230—395) | 330 (230—395) = ® <433 1003—.006 <433 1003—.006
— s spc 1O © <.433 .003—.006 <.433 .003—.006
Ferritic and Martensitic MP7130 e < — < 003—.005
: - o e % M 590 (460—690) | 560 (425—655) | 460 (360—525) | 460 (360 —525) : Hardness @ <.433 .003—.005 <.433 . .
Stainless Steels VP15TF Duplex Stainless Steels <2804B R o e <315 003—.005 <315 003—.005
Precipitation Hardening [ Hardness MP7130 _ _ _ _ e & <.315 .002—.004 <315 .002—.004
Sl bsS Sieohs sone | © © @[ Uoioer M 425 (330—525) | 395 (260—460) | 295 (195—360) | 295 (195—360) — B — B —
DC(Slot) — : : — : :
B < — < —
o ¢ MC5020 M 820 (655—985) | 785 (620—950) | 690 (525—850) | 690 (525—850) hd =197 002-.003 =197 002-.003
Gray Cast Irons Tensile Strength < 25pC o e <433 .004—.008 <433 .004—.008
=350MPa ® € ¥ | VPISTF M 655 (490—820) | 620 (460—785) | 525(360—690) | 525 (360—690 - ¢ =435 003006 =435 1003006
( ) ¢ ) ( ) ( ) 25 5DC o G <.433 .003—.006 <.433 .003—.006
o ¢ MC5020 M 590 (490—655) | 560 (460—620) | 490 (395—560) | 490 (395—560) Ferriic and Martensitic - - i =433 1903005 =433 1903005
Ductile Cast | Tensile Strength Stainless Steels 5 750C o e <315 003— 005 <315 003—.005
uctile Last Irons <800MPa @ <.315 .002—.004 <.315 .002—.004
® ¢ % | VPI5TF M 425(330—490) | 395 (295—460) | 330 (260—395) | 330 (260—395) oG <197 002—.004 <197 002—.004
DC(Slot, — : . = : .
N (Stot) @ <.197 .002—.003 <.197 .002—.003
Aluminum Alloys g?:tseozt e ¢ 8| TFI5 M 1970 (1310 —3280)|1970 (1310—3280)|1970 (1310—3280){1970 (1310—3280) o e <433 004—.006 <433 004— 006
<
. =-25bC 8 <433 003—.005 <433 2003—.005
Hardened Steels 4girggf|§c ® ¢ | vPisTF M 295 (230—330) | 280 (195—330) | 230 (165—260) | 230 (165—260) e spc |2 © <433 .003—.005 <.433 .003—.005
Precipitation Hardening | Hardness T & <.433 .003—.005 <.433 .002—.004
Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there Stainless Steels <450HB 0 e <315 002—.004 <315 002—.004
is chatter, insert chipping, etc. during machining, alter conditions accordingly. .5—.75DC & <315 002—.003 <315 002—.003
Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended — . : — : :
conditions or below. DC(SIot) o G <197 .002—.004 <197 .002—.004
* When tool overhang is long (using a long shank, screw-in type, etc.) & <.197 .002—.003 <.197 .002—.003
* Rigidity of machine, workpiece material or attachment of workpiece material is low Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there
* Corner radius during pocket milling ) S ) is chatter, insert chipping, etc. during machlnln?, alter conditions accordingly.
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more. Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.) conditions or below. ) )
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and * When tool overhang is long (using a long shank, screw-in type, etc.)

* Rigidity of machine, workpiece material or attachment of workpiece material is low
* Corner radius during pocket milling
Note 3; A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.

break during machining. Please change out the clamp screw periodically.

Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.) )
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.
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Multi-Functional Cutter for High Efficiency Machining

VP X300

Cutting Conditions (Guide) :
@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

H Wet Cutting
Cutting Speed

42

Recommended Cutting Conditions (inch)
. . Insert Cutting Width ae
M Dry Cutting Workpiece Material | Properties CCué@Itng Chip <25DC | .25—5DC | .5—75DC | DC(Slot)
Depth of Cut / Feed per Tooth (inch) onations| - Grade | preajer Cutling Speed vc (SFM)
Cutter Diameter DG o ¢ MP6120 M 460 (330—620) | 425 (295—590) | 330 (230—395) | 330 (230—395)
Workpiece Material | Properties |CUting Widthl Cutiing 51.000 (225mm) 21.125—23.000 (928mm-280mm) Mild Steels Zalrggasg o ¢ VPI5TF M 460 (330—620) | 425 (295—590) | 330 (230—395) | 330 (230—395)
ae Conditions|  pepth of Cut | Feed per Tooth. | Depth of Cut | Feed per Tooth. 2 | MP6130 M 460 (330—620) | 425(295—590) | 330 (230—395) | 330 (230—395)
ap fz (IPT) ap fz (IPT) Carbon Steels Hardness | ® € MP6120 M 395 (295—460) | 360 (260—425) | 330 (230—395) | 330 (230—395)
K <o |®_€ <433 004—.008 <433 004—012 Alloy Steels | 180350118 '@ "€ VP1STF M 395 (295—460) | 360 (260—425) | 330 (230—395) | 330 (230—395)
- 8 <.433 .003—.006 <.433 .004—.010 Alloy Tool Steels | (Annealing) % | MP6130 M 395 (205—460) | 360 (260—425) | 330 (230—395) | 330 (230—395)
s_spc |12 <433 -003—.006 <.433 -004—.010 o ¢ MP6120 M 330 (260—395) | 295 (230—360) | 260 (195—330) | 260 (195—330)
Gray Castlrons | TelSle Stendth ¥ <433 -003—.005 <433 -004—.008 Pre-hardened Steels 3?irj’2f|§c G VP15TF M 330 (260—395) | 295(230—360) | 260 (195—330) | 260 (195—330)
e I =315 -003—.005 =315 -004—.008 % | mPe130 M 330 (260—395) | 295 (230—360) | 260 (195—330) | 260 (195—330)
— hid fil; '882:'882 fil; '882:'882 Hardness | © © % | MP7130 M 395 (330—490) | 360 (295—460) | 295 (230—395) | 295 (230—395)
DC(Slot) % ;‘197 :002_:003 ;'197 :003_:005 Austenitic Stainless | =200HB | © & VP15TF M 395 (330—490) | 360 (295—460) | 295 (230—395) | 295 (230—395)
o ¢ 52433 04— 008 52433 004— 010 Steels Hardness | © @ €| mP7130 M 330 (260—425) | 295 (230—395) | 230 (165—330) | 230 (165—330)
<.25DC pry <433 004—006 <433 004008 >200HB | O @ VP15TF M 330 (260—425) | 295 (230—395) | 230 (165—330) | 230 (165—330)
o DR R R - o s s g (2 ¢ © [P [ S [ | ante o0 om0
Ductile Cast Irons Tensile Strength g <.433 .003—.005 <.433 .004—.006 — — —
<soomPa [ |e € <315 .003—.005 <315 .004—.006 Ferritic and Martensitic _ O ¢ @ | MP7130 M 395 (330—490) | 360 (295—460) | 295 (230—395) | 295 (230—395)
2T Py <315 003— 005 <315 003—.005 Stainless Steels o G VP15TF M 395 (330—490) | 360 (295—460) | 295 (230—395) | 295 (230—395)
bC(SIot) e ¢ <197 .002—.004 <197 .003—.005 Precipitation Hardening [ Hardness O G % | MP7130 M 295 (230—395) | 260 (195—360) | 195(130—295) | 195 (130—299)
8 <197 .002—.003 <197 .002—.004 Stainless Steels <450HB | O ¢ VP15TF M 295 (230—395) | 260 (195—360) | 195 (130—295) | 195 (130—295)
N <opc |°_€ <.433 .004—.010 <433 .004—.010 Gray Cast lrons | T7Sie Stength o ¢ MC5020 M 590 (525—720) | 560 (490—690) | 490 (425—620) | 490 (425—620)
= ® <.433 .004—.008 <.433 .004—.008 <350MPa (@ € % | VPISTF M 425 (330—490) | 395 (295—460) | 330 (260—395) | 330 (260—395)
95— BDC e ¢ <433 -004—.008 <433 -004—.008 Ductile Cast Irons | Tensie Stengin o ¢ MC5020 M 525 (460—590) | 490 (425—560) | 425 (360—490) | 425 (360—490)
Aluminum Alloys Content id <433 -004—.006 <.433 -004—.006 <800MPa (@ € % | VPISTF M 360 (260—460) | 330 (230—425) | 260 (195—395) | 260 (195—395)
Si< 5% e ene e ¢ <315 .002—.006 <.315 .003—.006 ) Content
o Py <315 002— 006 <315 003— 006 Aluminum Alloys cicey |® € ®| TRIS M 1970 (1310—3280)|1970 (1310 —3280)[1970 (1310—3280)|1970 (1310 —3280)
ocsioy | o€ P f‘197 '002:'006 f'197 '003:'006 o o ¢ MP9120 M 165 (130—230) | 165 (130—230) | 165(130—230) | 165 (130—230)
=197 002006 =197 003005 Titanium Alloys - o ¢ VP15TF M 165 (130—230) | 165 (130—230) | 165 (130—230) | 165 (130—230)
H o ¢ <197 .003—.006 <197 .003—.006 (Ti-6Al-4V,etc.)
<.25DC 2 | MP9130 M 130 (100—195) | 130 (100—195) | 130 (100—195) | 130 (100—195)
¢ =197 1003005 =197 1003005 e ¢ MP9120 M 100 (65—130) | 100 (65—130) | 100 (65—130) | 100 (65—130)
25-soc | =157 1005005 =157 1003005 _Titanium Alloys - o ¢ VP15TF M 100 (65—130) | 100 (65—130) | 100(65—130) | 100 (65—130)
Hardened Steels | Hardness 8 <.157 .002—.004 <157 .002—.004 (Ti-5A1-5V-5Mo-3CT etc.) R v a0 oo eia oo e ia0 e
40-S5HRC [~ e e <118 .002—.004 <118 .002—.004 ( ) ( ) ( ) ( )
o pry <118 002—.003 <118 002—.003 o ¢ MP9120 M 130 (100—195) | 130 (100—195) | 130 (100—195) | 130 (100—195)
S N <079 002—.004 <079 002— 004 Heat Resistant Alloys - o ¢ VP15TF M 130 (100—195) | 130 (100—195) | 130 (100—195) | 130 (100—195)
2 <.079 .002—.003 <.079 .002—.003 % | MP9130 M 100 (65—130) | 100 (65—130) | 100(65—130) | 100 (65—130)
e o Spar e (st e 1 esiralon 9 and o hark s [ e varsencasieas | ot o ¢ | vewste [ [ - [ aoiss-sun | soies-ann | o es-ann

Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
conditions or below.
* When tool overhang is long (using a long shank, screw-in type, etc.)
« Rigidity of machine, workpiece material or attachment of workpiece material is low
 Corner radius during pocket milling
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.
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is chatter, insert chipping, etc. during machining, alter conditions accordingly.

conditions or below.
» When tool overhang is long (using a long shank, screw-in type, etc.)

* Rigidity of machine, workpiece material or attachment of workpiece material is low
* Corner radius during pocket milling

break during machining. Please change out the clamp screw periodically.

Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and

Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there

Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
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Multi-Functional Cutter for High Efficiency Machining

V P X Cutting Conditions (Guide) :
@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

Recommended Cutting Conditions (inch)
1 e e e e
H Wet Cutting Cutter Diameter DC
Depth of Cut / Feed per Tooth . Workpiece Material Properties |Cutting Width| Cutting 21.000 (225mm) 21.125—03.000 (228mm-280mm)
(inch) p p Condit
. ae onditions( pepth of Cut Feed per Tooth. Depth of Cut Feed per Tooth.
Cutter Diameter DC ap fz (IPT) ap fz (IPT)
i i i 21.000 (225mm 21.125—93.000 (228mm-280mm — —
Workpiece Material Properties Cuimy el CCuét_{ng ( ) ( ) K <.25DC o ¢ <.433 .004—.008 <.433 .004—.012
e onditions| - pepth of Cut | Feed per Tooth. | Depth of Cut | Feed per Tooth. ¥ £.433 -003—.006 <.433 -004—.010
ap fz (IPT) ap fz (IPT) o ¢ <.433 .003—.006 <.433 .004—.010
. .25—.5DC
P <.25DC o € 3 <.433 .004—.008 <.433 .004—.012 Gray Cast Irons Tensile Strength * <.433 .003—.005 <.433 .004—.008
Mild Steel Hardness 25-5DC |@ € & <.433 .004—.006 <.433 .004—.010 <350MPa 5—75DC o ¢ <.315 .003—.005 <315 004—.008
na Steels <180HB | 5-75DC |® € % <315 1003—.005 <315 :004—.008 2 <315 1002—.004 <315 .003—.006
DCGSIo) |[® € % <197 002—.004 <197 2003—.006 pcsion [ 2 =.197 002—.004 =.197 003-.006
<.25DC o € 3 <.433 .004—.008 <.433 .004—.012 b <.197 .002—.003 <.197 .003—.005
Carbon SI€IS | Hardness | .25-5DC | @ € % <433 2004—.006 <433 2004—.010 <osoc |1®_€ <433 .004—.008 <.433 004—.010
oy Steels 180—280HB [ 5-75DC |® € % <315 .003—.005 <315 .004—.008 = 8 <.433 .004—.006 <433 .004—.008
Alloy Tool Steels
DC(Slot) o € 3 <.197 .002—.004 <.197 .003—.006 25_5DC o ¢ <.433 .004—.006 <.433 .004—.008
<.25DC o € 3 <.433 004—.006 <433 004—.010 Ductile Cast | Tensile Strength| "~ ° 2 <.433 .003—.005 <.433 .004—.006
Hardness =. = : : = : : uctile Cast Irons - -
C:;’lgonstsetgiasls 280—350HB 25— 5DC ® € 2 <433 1003—.005 <433 004—.008 <800MPa 5 75DC o ¢ <.315 .003—.005 <.315 .004—.006
Alloy 'Iéi)ol Steels <350HB .5—75DC o ¢ 3 <.315 .002—.004 <.315 .004—.006 * <.315 .002—.004 <.315 .003—.005
(Annealing) [T DC(Slot) | ® € # <197 .002—.004 <197 .003—.005 e ¢ 197 -002—.004 =.197 -003—.005
DC(Slot)
<.25DC o € 3 <.433 .004—.006 <.433 .004—.010 b <.197 .002—.003 <.197 .002—.004
Hardness .25—.5DC o € 3 <.433 .003—.005 <.433 .004—.008 N o ¢ <.433 .004—.010 <.433 .004—.010
Pre-hardened Steels | ,-% sl [ —cns g e & <15 002— 004 =31E 004— 006 <.25DC 2 <433 :004—.008 <433 .004—.008
DC(Slot) o € 3 <.197 .002—.004 <.197 .003—.005 25— 5DC o ¢ <.433 .004—.008 <.433 .004—.008
M - O G <.433 .004—.008 <.433 .004—.008 Aluminum Alloys Content i 3 <.433 .004—.006 <.433 .004—.006
<.25DC = <433 003—.006 <433 003—.006 Si<5% o ¢ <.315 .002—.006 <.315 .003—.006
.5—.75DC
S o C <433 .003—.005 <433 .003—.006 £ 3 <.315 .002—.006 <.315 .003—.006
Austenitic Stainless T ® <.433 .002—.004 <.433 .003—.005 o ¢ <.197 .002—.006 <.197 .003—.006
- DC(Slot)
Steels 5 75DC o ¢ <315 .002—.004 <315 .003—.005 ¥ <.197 .002—.006 <.197 .003—.005
il ki <.315 .002—.004 <.315 .002—.004 S <.25DC o € ¥ <.433 .003—.006 <.433 .003—.006
(SloD) 0 C <197 1002—.004 <197 1002—.004 Titanium Alloys _ 25—-5DC | @ € ¥ <.433 .003—.005 <.433 .003—.005
DC(Stot 2 <.197 002—.003 <197 002—.003 (Ti-6A-4V.etc.) 5-750C |® € % <315 002—.004 <315 2002—.004
o ¢ <.433 .004—.008 <433 .004—.008 DC(Slot) |® € % <.197 .002—.004 <.197 .002—.004
=-25DC 8 <433 2003—.006 <433 .003—.006 <250C |® € % <433 .003—.005 <433 2003—.005
o G <433 .003—.006 <433 .003—.006 Titanium Alloys _ .25—5DC o € ¥ <.433 .003—.005 <.433 .003—.005
Duplex Stainl Steel Hardness 25-5DC & <.433 .003—.005 <.433 .003—.005 (Ti-5Al-5V-5Mo-3Cr,etc.) .5—75DC o € ¥ <.315 .002—.004 <.315 .002—.004
uplex Stainless Steels| o410 O <315 003—.005 <315 003—.005 DC(Slot) |[®@ € ¥ <.197 .002—.004 <.197 .002—.004
-5—.75DC = <315 002—.004 <315 002—.004 <25DC | ® € ¥ <.433 .003—.005 <.433 .003—.005
o G <197 002—.004 <197 002—.004 Heat Resistant Al _ 25—-5DC (@ € & <.433 .003—.005 <.433 .003—.005
DC(Slot) = =157 005—003 <197 002—.003 eat Resistant Alloys 5-750C @ € % <315 1002—.004 <315 1002—.004
- o ¢ <433 004—.008 <433 004—.008 DC(Slot) |® € % <.197 .002—.004 <.197 .002—.004
<.25DC = <433 503= 006 <433 003— 006 H <osoc |2_€ <197 .003—.006 <197 .003—.006
25— 5DC O ¢ <.433 .003—.006 <.433 .003—.006 = L <.197 -003—.005 <.197 .003—.005
Ferritic and Martensitic _ e id <£.433 .003—.005 <.433 .003—.005 o5 spe |1®_€ <.157 .003—.005 <.157 .003—.005
Stainless Steels 5 75DC o ¢ <.315 .003—.005 <.315 .003—.005 Hardened Steels Hardness ) ) ® <.157 .002—.004 <.157 .002—.004
o e <.315 .002—.004 <.315 .002—.004 40—55HRC o € <.118 .002—.004 <.118 .002—.004
.5—.75DC
DC(Slot) o G <197 .002—.004 <.197 .002—.004 ® <.118 .002—.004 <.118 .002—.003
© * <.197 .002—.003 <.197 .002—.003 o ¢ <.079 .002—.004 <.079 .002—.004
DC(Slot)
< o G <.433 .004—.006 <.433 .004—.006 ¥ <.079 -002—.004 <.079 -002—.003
=.25DC £ <.433 .003—.005 <.433 .003—.005 Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there
5 DC o G <.433 .003—.005 <.433 .003—.005 is chatter, insert chipping, etc. during machining, alter conditions accordingly.
Precipitation Hardening | Hardness 25=5 % <433 .003—.005 <433 .003—.005 Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
Stainless Steels <450HB lE <315 .002—.004 <315 .002—.004 conditions or below. _ .
-5—.75DC pr <315 002— 003 <315 002—.003 « When tool overhang is long (using a long shank, screw-in type, etc.)
O G :197 002—.004 :197 '002_'004 * Rigidity of machine, workpiece material or attachment of workpiece material is low
DC(Slot) & = '002_'003 = '002_'003 « Corner radius during pocket milling
=197 . . =.197 . d Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 1) These cutting conditions should be referenced for standard shank types (last letter in designation is S) and arbor shank types. If there Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
is chatter, insert chipping, etc. during machining, alter conditions accordingly. Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended break during machining. Please change out the clamp screw periodically.

conditions or below.
* When tool overhang is long (using a long shank, screw-in type, etc.)
« Rigidity of machine, workpiece material or attachment of workpiece material is low
e Corner radius during pocket milling
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Tool life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.
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(inch)
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" ) Width of Cut ae )
Workpiece Material | Properties | o9 | Grade <25DC | .26-5DC | 5—75DC | DC(Sloy | Sutting
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" Cutting Speed vc (SFM)
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 Vild Steels Hardness | @ € MP6120,VP15TF | 460(330—620) | 425(295—-590) | 330(230—395) | 330(230—395) | Dry, Wet
<180HB 8 MP6130 460(330—620) | 425(295-590) | 330(230—395) | 330(230—395) | Dry, Wet
————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— Carbon Steels Hardness | @ € MP6120,VP15TF | 395(295—460) | 360(260—425) | 330(230—395) | 330(230—395) | Dry, Wet
Alloy Steels 180—350HB 8 MP6130 395(295—460) | 360(260—425) | 330(230—395) | 330(230—395) | Dry, Wet
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” e ¢ MP6120,VP15TF | 330(260—395) | 295(230—360) | 260(195—330) | 260(195-330) | Dry, Wet
Pre-hardened Steels lg)ardgggﬁB
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, - 8 MP6130 330(260—395) | 295(230-360) | 260(195—330) | 260(195—330) | Dry, Wet
Hardness | © @ MP7130,VP15TF | 395(330—490) | 360(295—460) | 295(230—395) | 295(230—395) | Dry, Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, <
Austenitic Stainless | =200HB ® |  MPT130 395(330—490) | 360(295—460) | 295(230-395) | 295(230-395) | Dry, Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Steels Hardness | © © MP7130,VP15TF | 330(260—425) | 295(230—395) | 230(165—330) | 230(165—330) | Dry, Wet
>200HB & MP7130 330(260—425) | 295(230—395) | 230(165-330) | 230(165—330) | Dry, Wet
"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" Ferritic and Martensitic B o e MP7130,VP15TF | 395(330—490) | 360(295—460) | 295(230—395) | 295(230—395) | Dry, Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Stainless Steels ® MP7130 395(330—490) | 360(295—460) | 295(230—395) | 295(230—395) | Dry, Wet
, Hardness | © & MP7130,VP15TF | 330(260—425) | 295(230—395) | 230(165—330) | 230(165—330) | Dry, Wet
Duplex Stainless Steels <
"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" <280HB % MP7130 330(260—425) | 295(230—395) | 230(165—330) | 230(165—330) | Dry, Wet
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 Precipitation Hardening | Hardness o ¢ MP7130,VP15TF | 295(230—395) | 260(195—360) | 195(130—295) | 195(130—295) | Dry, Wet
Stainless Steels <450HB #® | MP7130 295(230—395) | 260(195—360) | 195(130—295) | 195(130—295) | Dry, Wet
"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" Gray Cast Irons Tensile Strength | ® € MC5020 590(525—720) | 560(490—690) | 490(425-620) | 490(425—620) | Dry, Wet
<350MPa € ¥ | VPISTF 425(330—490) | 395(295—460) | 330(260—395) | 330(260—395) | Dry, Wet
_ Tensile Strength | @ € MC5020 525(460—590) | 490(425-560) | 425(360—490) | 425(360—490) | Dry, Wet
Ductile Cast Irons <
————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— =800MPa € ¥ | VPISTF 360(260—460) | 330(230—425) | 260(195-395) | 260(195—395) | Dry, Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Aluminum Alloys g?gtse%t e ¢ 3 TF15 1970(1310—3280)|1970(1310—3280)|1970(1310—3280)|1970(1310—3280)| Dry, Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, e ¢ MP9120 165(130—230) | 165(130—230) | 165(130—230) | 165(130—230) Wet
Titanium Alloys _ . . . .
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 (TL6A-4V etc) () VP15TF 165(130—230) | 165(130—230) | 165(130—230) | 165(130—230) Wet
€ % | MP9130 165(130—230) | 165(130—230) | 165(130—230) | 165(130—230) Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, e ¢ MP9120 100(65—130) 100(65—130) 100(65—130) 100(65—130) Wet
Titanium Alloys _ — —
(T-6AI-5V-5Mo-3C etc.) ® VP15TF 100(65—130) 100(65—130) 100(65—130) 100(65—130) Wet
"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" € ¥ | MP9130 100(65—130) 100(65—130) 100(65—130) 100(65—130) Wet
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, e ¢ MP9120 130(100—195) | 130(100—195) | 130(100—195) | 130(100—195) Wet
Heat Resistant Alloys - ® VP15TF 130(100—195) | 130(100—195) | 130(100—195) | 130(100—195) Wet
"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" € ¥ | MP9130 130(100—195) | 130(100—195) | 130(100—195) | 130(100—195) Wet

VPX200/300
DEEP SHOULDER MILLING

Recommended Cutting Conditions

Cutting Speed

Cutting Conditions (Guide) :

@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

Note 1) If there is chatter, insert chipping, etc. during machining, alter conditions accordingly.
Note 2) Chattering vibration is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
conditions or below.
- When tool overhang is long
- Rigidity of machine, workpiece material or attachment of workpiece material is low
- Corner radius during pocket milling
Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
Note 4) Wet cutting is recommended, when focusing on the surface finish. (Service life is shorter than for dry cutting.)
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
break during machining. Please change out the clamp screw periodically.
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Multi-Functional Cutter for High Efficiency Machining

VPXZOO Cutting Conditions (Guide) :
D E E P S H O U L D E R M I L L I N G o: Sgtable Cutting @ Gen‘eral Cutting #® : Unstable Cutting

Recommended Cutting Conditions

Depth of Cut / Feed per Tooth (inch) (inch)
1 e e e )
DC DC
Workpiece Material Properties Width of Cut | Cutting 220—028mm, 2.787—21.102" 232—250mm, 91.260—21.969" e ] Properties Width of Cut | Cutting 220—228mm, 2.787—21.102" 232—250mm, 21.260—21.969"
ae Conditions|  pepth of Cut Feed per Tooth Depth of Cut Feed per Tooth ae Conditions|  pepth of Cut Feed per Tooth Depth of Cut Feed per Tooth
ap fz (IPT) ap fz (IPT) ap fz (IPT) ap fz (IPT)
P <25DC | ® € % <.551 .005(.004—.006) <APMX .006(.004—.008) K <o |®_€ <551 .005(.004—.006) <APMX .006(.004—.008)
Viild Steels Hardness | 25—5DC (@ € = <.315 .004(.003—.005) <1.102 .005(.004—.006) = 2 <551 .004(.003—.005) <APMX .005(.003—.006)
<180HB 5—75DC |®@ € % <.236 .004(.003—.005) <551 .004(.003—.005) 95— 5DC o ¢ <315 .004(.003—.005) <1.102 .005(.003—.006)
DC(Slot) |® € % <.157 .003(.002—.004) <.157 .003(.002—.004) Gray Cast Irons | Tensie Strength o E <.315 .003(.002—.004) <1.102 .004(.003—.005)
<25DC | ® € % <551 .005(.004—.006) <APMX .006(.004—.008) Y <350MPa 5 7500 e ¢ <.236 .004(.003—.005) <551 .004(.003—.005)
Carbon Steels Hardness | 25—5DC (@ € = <315 .004(.003—.005) <1.102 .005(.004—.006) T 2 <.236 .003(.002—.004) <551 .003(.002—.004)
Alloy Steels 180—280HB| 5—75DC |®@ € % <.236 .004(.003—.005) <.551 .004(.003—.005) DC(Slot) o ¢ <.157 .003(.002—.004) <.157 .003(.002—.004)
DC(Slot) o € 3 <.157 .003(.002—.004) <.157 .003(.002—.004) * <.157 .003(.002—.003) <.157 .003(.002—.003)
<25DC | ® € % <551 .005(.004—.006) <APMX .005(.004—.006) < 25D o ¢ <551 .005(.004—.006) <APMX .006(.004—.008)
Carbon Steels Hardness | 25—5DC (@ € %= <315 .004(.003—.005) <1.102 .004(.003—.005) = 2 <551 .004(.003—.005) <APMX .005(.004—.006)
Alloy Steels 280—350HB| 5—75DC |®@ € ¥ <.236 .004(.003—.005) <.551 .003(.002—.004) 25— 5DC o ¢ <.315 .004(.003—.005) <1.102 .005(.004—.006)
DC(Slot) o € 3 <.157 .003(.002—.004) <.157 .003(.002—.004) Ductile Cast Irons ' ' * <.315 .003(.002—.004) <1.102 .004(.003—.005)
<25DC | ® € % <.551 .005(.004—.006) <APMX .005(.004—.006) 5 7500 e ¢ <.236 .004(.003—.005) <551 .004(.003—.005)
bre-hardened Steels | Hardness 25—5DC @ € % <315 .004(.003—.005) <1.102 .004(.003—.005) o 8 <.236 .003(.002—.004) <551 .003(.002—.004)
35—45HRC| 5-75DC |@ € % <.236 .004(.003—.005) <.551 .003(.002—.004) DC(SIot) o ¢ <.157 .003(.002—.004) <.157 .003(.002—.004)
DC(Slot) |®@ € % <.157 .003(.002—.004) <.157 .003(.002—.004) 8 <.157 .003(.002—.003) <.157 .003(.002—.003)
M < 5D o e <551 .005(.004—.006) <APMX .006(.004—.008) N < 25D e ¢ <551 .006(.004—.008) <APMX .007(.004—.010)
= % <551 .004(.003—.005) <APMX .005(.003—.006) = 2 <551 .005(.004—.006) <APMX .006(.004—.008)
25— EDC o e <.315 .004(.003—.005) <1.102 .005(.003—.006) 95— EDC o ¢ <.315 .005(.004—.006) <1.102 .006(.004—.008)
Austenitic Stainless : - o <.315 .003(.002—.004) <1.102 .004(.003—.005) Aluminum Alloys Content - rr <315 .004(.003—.005) <1.102 .005(.004—.006)
Steels 5_ 75DC o G <.236 .003(.002—.004) <551 .004(.003—.005) Si<5% 5 7500 e ¢ <.236 .004(.003—.005) <551 .004(.002—.006)
T % <.236 .003(.002—.003) <551 .003(.002—.004) T 8 <.236 .003(.002—.004) <551 .004(.002—.006)
BC(SIon o e <.157 .003(.002—.004) <.157 .003(.002—.004) BC(Sion o ¢ <.157 .003(.002—.004) <.157 .004(.002—.006)
e <.157 .003(.002—.003) <.157 .003(.002—.003) 8 <.157 .003(.002—.003) <.157 .004(.002—.005)
< 25DC o G <.551 .005(.004—.006) <APMX .006(.004—.008) S <.25DC o € ¥ <.551 .005(.003—.006) <APMX .005(.003—.006)
= % <551 .004(.003—.005) <APMX .005(.003—.006) Titanium Alloys 25—5DC |®@ € % <315 .004(.003—.005) <1.102 .004(.003—.005)
25— EDC CHE <.315 .004(.003—.005) <1.102 .005(.003—.006) (Ti-6AI-4V etc.) 5—75DC |®@ € % <.236 .003(.002—.004) <551 .003(.002—.004)
Ferritic and Martensitic | Hardness | £ <.315 .003(.002—.004) <1.102 .004(.003—.005) DC(Slot) |®@ € % <.157 .003(.002—.004) <.157 .003(.002—.004)
Stainless Steels <200HB 5 75DC o e <.236 .003(.002—.004) <.551 .004(.003—.005) <.25DC o ¢ 3 <.551 .004(.003—.005) <APMX .004(.003—.005)
T % <.236 .003(.002—.003) <551 .003(.002—.004) Titanium Alloys 25—5DC |@ € % <.315 .004(.003—.005) <1.102 .004(.003—.005)
BC(SIon CHE <.157 .003(.002—.004) <.157 .003(.002—.004) (Ti-5A1-5V-5Mo-3Cr etc.) 5—75DC |®@ € % <.236 .003(.002—.004) <551 .003(.002—.004)
£ <.157 .003(.002—.003) <.157 .003(.002—.003) DC(Slot) o € 3 <.157 .003(.002—.004) <.157 .003(.002—.004)
< 2500 o G <.551 .005(.004—.006) <APMX .006(.004—.008) <25DC |® € % <.551 .004(.003—.005) <APMX .004(.003—.005)
- * <.551 .004(.003—.005) <APMX .005(.003—.006) Heat Resistant Allovs 25—5DC |®@ € ¥ <.315 .004(.003—.005) <1.102 .004(.003—.005)
25— EDC o e <.315 .004(.003—.005) <1.102 .005(.003—.006) 4 5—-75DC |®@ € % <.236 .003(.002—.004) <551 .003(.002—.004)
Duplex Stainless Steels Hardness | D <.315 .003(.002—.004) <1.102 .004(.003—.005) DC(Slot) |®@ € % <.157 .003(.002—.004) <.157 .003(.002—.004)
<280HB 5_ 75DC © ¢ =.236 -003(.002—.004) =.551 -004(.003—.005) Note 1; If there is chatter, insert chipping, etc. during machining, alter conditions accordingclil. o
T TS <.236 .003(.002—.003) <551 .003(.002—.004) Note 2 g(?r?é}t?grqg (\)lll’bll)’glté)(\);l] is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
o G <.157 .003(.002—.004) <.157 .003(.002—.004) - When tool overhéng is |ong
DC(Slot) ErS <157 .003(.002—.003) <157 .003(.002—.003) . (Ii:igrigiet%/r%fd mgc{;\l:?ﬁg V\I/J%rgl?é?(:rﬁ“?naéerial or attachment of workpiece material is low
< o G <.551 -005(.004—.006) <APMX -005(.004—.006) Note 3) A type with fewer teeth is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
<.25DC ® < - < - Note 4) Wet cutting is recommended, when focusing on the surface finish. (Service life is shorter than for dry cutting.)
<551 .004(.003—.005) <APMX .004(.003—.005) r ! ) e ! : .
Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
25— 5DC o G =<.315 .004(.003—.005) <1.102 .004(.003—.005) break during machining. Please change out the clamp screw periodically.
Precipitation Hardening Hardness ' ’ e <.315 .003(.002—.004) <1.102 .004(.003—.005)
Stainless Steels <450HB 5_ 75DC HE <.236 .003(.002—.004) <551 .003(.002—.004)
D ® <.236 .003(.002—.003) <.551 .003(.002—.003)
BC(SIoD o e <.157 .003(.002—.004) <.157 .003(.002—.004)
® <.157 .003(.002—.003) <.157 .003(.002—.003)
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Multi-Functional Cutter for High Efficiency Machining

VP X300
DEEP SHOULDER MILLING Cuting Conditions (Guide):

@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

Recommended Cutting Conditions

Depth of Cut / Feed per Tooth (inch) (inch)
1 e e
DC DC
i i 240mm, 2.1.575" 250—280mm, 21.969—23.150" . ) . i i 240mm, 2.1.575" 250—280mm, 21.969—03.150"
Workpiece Material Properties EHel i C CCudtgl_ng Workpiece Material Properties IR @i CCuétmg
ae onditions|  pepth of Cut Feed per Tooth Depth of Cut Feed per Tooth ae onditions|  pepth of Cut Feed per Tooth Depth of Cut Feed per Tooth
p p! p p
ap fz (IPT) ap fz (IPT) ap fz (IPT) ap fz (IPT)
P <.25DC o € 3 <APMX .006(.004—.008) <APMX .007(.004—.010) K <.25DC o ¢ <APMX .006(.004—.008) <APMX .007(.004—.010)
Mild Steels Hardness 25—5DC |@ € ¥ <APMX .005(.004—.006) <1.220 .006(.004—.008) - £ 3 <APMX .005(.003—.006) <APMX .006(.004—.008)
<180HB 5—-75DC (@ € & <.827 .004(.003—.005) <.827 .005(.004—.006) 25— 5DC o ¢ <APMX .005(.003—.006) <1.220 .006(.004—.008)
DC(Slot) |® € ¥ <.197 .003(.002—.004) <.197 .004(.003—.005) Gray Cast Irons Tensile Strength |~ 2 <APMX .004(.003—.005) <1.220 .005(.004—.0086)
<.25DC o € 3 <APMX .006(.004—.008) <APMX .007(.004—.010) y <350MPa 5— 75DC o ¢ <.827 .004(.003—.005) <.827 .005(.004—.006)
Carbon Steels Hardness 25—5DC |@ € ¥ <APMX .005(.004—.006) <1.220 .006(.004—.008) R ® <.827 .003(.002—.004) <.827 .004(.003—.005)
Alloy Steels 180—280HB| 5—75DC |®@ € % <.827 .004(.003—.005) <.827 .005(.004—.006) [ I 2 <.197 .003(.002—.004) <.197 .005(.003—.006)
DC(Slot)
DC(Slot) |® € % <.197 .003(.002—.004) <.197 .004(.003—.005) E3 <.197 .003(.002—.003) <.197 .003(.002—.004)
<.25DC o € 3 <APMX .005(.004—.006) <APMX .006(.004—.008) <.25DC o ¢ <APMX .006(.004—.008) <APMX .006(.004—.008)
Carbon Steels Hardness 25—5DC |@ € ¥ <APMX .004(.003—.005) <1.220 .005(.004—.006) - * <APMX .005(.004—.006) <APMX .005(.004—.006)
Alloy Steels 280—350HB| 5—75DC |®@ € ¥ <.827 .003(.002—.004) <.827 .004(.003—.005) 25— 5DC o ¢ <APMX .005(.004—.006) <1.220 .005(.004—.006)
DC(Slot) o € 3 <.197 .003(.002—.004) <.197 .003(.002—.004) Ductile Cast Irons _ ' ' * <APMX .004(.003—.005) <1.220 .004(.003—.005)
<.25DC o € 3 <APMX .005(.004—.006) <APMX .006(.004—.008) 5_ 75DC o ¢ <.827 .004(.003—.005) <.827 .004(.003—.005)
Pre-hardened Steels Hardness 25—5DC |@ € ¥ <APMX .004(.003—.005) <1.220 .005(.004—.006) R ® <.827 .003(.002—.004) <.827 .003(.002—.004)
35—45HRC| 5-75DC |@ € % <.827 .003(.002—.004) <.827 .004(.003—.005) DC(SIot) o ¢ <.197 .003(.002—.004) <.197 .003(.002—.004)
DC(Slot) |®@ € % <.197 .003(.002—.004) <.197 .003(.002—.004) 8 <.197 .003(.002—.003) <.197 .003(.002—.003)
M <.25DC o ¢ <APMX .006(.004—.008) <APMX .006(.004—.008) N <.25DC o ¢ <APMX .007(.004—.010) <APMX .007(.004—.010)
- * <APMX .005(.003—.006) <APMX .005(.003—.006) - *® <APMX .006(.004—.008) <APMX .006(.004—.008)
25— EDC o e <APMX .005(.003—.006) <1.220 .005(.003—.006) 95— EDC e ¢ <APMX .006(.004—.008) <1.220 .006(.004—.008)
Austenitic Stainless _ ' ' ® <APMX .004(.003—.005) <1.220 .004(.003—.005) Aluminum Allovs Content ' ' * <APMX .005(.004—.006) <1.220 .005(.004—.006)
Steels 5_ 75DC o G <.827 .004(.003—.005) <.827 .004(.003—.005) 4 Si<5% 5_ 75DC o ¢ <.827 .004(.002—.006) <.827 .005(.003—.006)
D * <.827 .003(.002—.004) <.827 .003(.002—.004) R ® <.827 .004(.002—.006) <.827 .005(.003—.006)
DC(Slot) o ¢ <.197 .003(.002—.004) <.197 .003(.002—.004) DC(SIot) o ¢ <.197 .004(.002—.006) <.197 .005(.003—.006)
B <.197 .003(.002—.003) <.197 .003(.002—.003) *® <.197 .004(.002—.005) <.197 .004(.003—.005)
< o5pC o e <APMX .006(.004—.008) <APMX .006(.004—.008) S <25DC |[®@ € % <APMX .005(.003—.006) <APMX .005(.003—.006)
= % <APMX .005(.003—.006) <APMX .005(.003—.006) Titanium Alloys B 25—5DC |®@ € % <APMX .004(.003—.005) <1.220 .004(.003—.005)
25— 5DC o ¢ <APMX .005(.003—.006) <1.220 .005(.003—.008) (Ti-6AI-4V etc.) 5—75DC |®@ € % <.827 .003(.002—.004) <.827 .003(.002—.004)
Ferritic and Martensitic | Hardness ) ) ® <APMX .004(.003—.005) <1.220 .004(.003—.005) DC(Slot) o € 3 <.197 .003(.002—.004) <.197 .003(.002—.004)
Stainless Steels <200HB 5_ 75DC o G <.827 .004(.003—.005) <.827 .004(.003—.005) <.25DC o € ¥ <APMX .004(.003—.005) <APMX .004(.003—.005)
D * <.827 .003(.002—.004) <.827 .003(.002—.004) Titanium Alloys _ 25—5DC | @ € ¥ <APMX .004(.003—.005) <1.220 .004(.003—.005)
be(Sio) o ¢ <.197 .003(.002—.004) <.197 .003(.002—.004) (Ti-5AI-5V-5Mo-3Cr etc.) 5—75DC |®@ € % <.827 .003(.002—.004) <.827 .003(.002—.004)
£ <.197 .003(.002—.003) <.197 .003(.002—.003) DC(Slot) o € 3 <.197 .003(.002—.004) <.197 .003(.002—.004)
< 5D o G <APMX .006(.004—.008) <APMX 006(.004—.008) <25DC @ € % <APMX .004(.003—.005) <APMX .004(.003—.005)
- * <APMX .005(.003—.006) <APMX .005(.003—.006) Heat Resistant Allovs _ 25—5DC |®@ € ¥ <APMX .004(.003—.005) <1.220 .004(.003—.005)
25— 5DC o ¢ <APMX .005(.003—.006) <1.220 .005(.003—.006) 4 5—75DC (@ € & <.827 .003(.002—.004) <.827 .003(.002—.004)
Duplex Stainless Steels Hardness ' ’ e <APMX .004(.003—.005) <1.220 .004(.003—.005) DC(Slot) o € ¥ <.197 .003(.002—.004) <.197 .003(.002—.004)
<280HB 5— 75DC o ¢ <.827 .004(.003—.005) <.827 .004(.003—.005) Note 1; If there is chatter, insert chipping, etc. during machining, alter conditions accordingclil. o
o & <.827 .003(.002—.004) <.827 .003(.002—.004) Note 2 g(?r?é}t?grqg (\)lll’bll)’glté)(\);l] is more likely under the following circumstances. Use a cut and feed per tooth that are at minimum recommended
DC(S| t) o ¢ <.197 003( 002—004) <.197 003( 002—004) - When tool Overha.ng is |Ong
0 4% <197 .003(.002—.003) <197 .003(.002—.003) : (Ii:igrigiet%/r%fd mgc{;\l:?ﬁg V\I/J%rgl?é?(:rﬁ“?naéerial or attachment of workpiece material is low
< o ¢ <APMX -005(.004—.006) <APMX 005(.004—.006) Note 3) A type with fewer teeth Is recommended when the depth of cut in the radius direction (ae) is .5 DC or more.
= 29bC il <APMX -004(.003—.005) <APMX .004(.003—.005) Note 4) Wet cutting is recommended, when focusing on the surface finish. (Service life is shorter than for dry cutting.) .
= — Note 5) When using under higher than recommended cutting conditions, or for long periods of time, the clamp screw may become fatigued and
25—soc |12 € SAPMX -004(.003—.005) £1.220 -004(.003—.005) break during machining. Please change out the clamp screw periodically.
Precipitation Hardening | Hardness B % <APMX .004(.003—.005) <1.220 .004(.003—.005)
Stainless Steels <450HB 5_ 75DC o ¢ <.827 .003(.002—.004) <.827 .003(.002—.004)
o @ <.827 .003(.002—.003) <.827 .003(.002—.003)
DC(Slot) o ¢ <.197 .003(.002—.004) <.197 .003(.002—.004)
® <.197 .003(.002—.003) <.197 .003(.002—.003)
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Multi-Functional Cutter for High Efficiency Machining

VP X200

(inch)
) L. cuttin Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole)
Recommended CUttlng COHdItIOﬂS _Edgeg RE Ma?(imum M_inimum * Maximum Maximum Minimum Maximum Minimum Maximum
Ram p in g / Helical MiIIing Diameter Ramping Angle Distance |Hole Diameter Pitch Hole Diameter Pitch Hole Diameter Pitch
Blind Holes, DC RMPX L DH max. P max. DH min. P max. DH min. P max.
@ Ramping @ Helical Milling | Flat Bottom | Through Holes 1008 0.64° 282 2.713 047 2574 042 2.435 037
L S Bitch .016 0.64° 28.2 2.697 .046 2,574 042 2.435 037
& 1375 .031 0.64° 28.2 2.665 .045 2.574 .042 2.435 .037
T ' .039 0.64° 28.2 2.650 .045 2.574 .042 2.435 .037
.047 0.64° 28.2 2.634 .044 2.574 .042 2.435 .037
.063 0.64° 28.2 2.602 .043 2.574 .042 2.435 .037
.008 0.57° 317 2.963 .046 2.820 .041 2.683 .037
RMPX (4 016 057° 317 2.947 045 2.820 041 2.683 037
J‘ 1500 .031 0.57° 31.7 2.915 .044 2.820 .041 2.683 .037
bC ' .039 0.57° 31.7 2.900 .044 2.820 .041 2.683 .037
.047 0.57° 31.7 2.884 .043 2.820 .041 2.683 .037
Refer to the table below for cutting conditions. For feed per tooth and cutting speed, " Diameter Diameter 063 0.57° 317 2.852 042 2.821 041 2.683 037
follow the cutting conditions for slot milling. (OH) (OH) _ .008 0.41° 44.0 3.963 044 3.820 041 3.683 038
(inch) 016 0.41° 44.0 3.047 044 3.820 041 3.683 038
Cutting Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole) 2.000 .031 0.41° 44.0 3.915 .043 3.820 .041 3.683 .038
Edge RE Maximum Minimum *| Maximum Maximum Minimum Maximum Minimum Maximum L Dol SO ELEDE [ S0 L2 SLaEE JUEE
Diameter Ramping Angle | Distance |Hole Diameter Pitch Hole Diameter Pitch Hole Diameter Pitch 047 0.41° 44.0 3.884 042 3.820 041 3.683 038
DC RMPX L DH max. P max. DH min. P max. DH min. P max. 063 0.41° 44.0 3.852 042 3.820 041 3.683 038
= .008 0.32° 56.4 4.963 .043 4.820 .041 4.683 .038
N I A N R R
.031 1.87° 9.7 1.165 .055 1.073 .046 .942 .032 2.500 031 0.32° 56.4 4915 042 4.820 041 4.683 038
.625 039 187° 97 1.150 054 1073 046 942 032 .039 0.32° 56.4 4.900 .042 4.820 .041 4.683 .038
.047 1.87° 9.7 1.134 .052 1.073 .046 .942 .032 047 0.32° 56.4 4.884 042 4.820 041 4.683 038
063 1.87° 97 1102 049 1073 046 942 032 .063 0.32° 56.4 4.852 .041 4.820 .041 4.683 .038
008 1.43° 126 1.463 056 1.323 045 1187 034 Note 1) When machining a highly ductile workpiece material with the ramping angles in the table above, chips may be elongated.
016 1.43° 12.6 1.447 055 1323 045 1187 034 % Shows the distance until a maximum depth of cut of .315” is achieved at the maximum ramping angle L (= .315"/tan a).
750 .031 1.43° 12.6 1.415 .052 1.323 .045 1.187 .034
.039 1.43° 12.6 1.400 .051 1.323 .045 1.187 .034
.047 1.43° 12.6 1.384 .050 1.323 .045 1.187 .034
.063 1.43° 12.6 1.352 .047 1.323 .045 1.187 .034
.008 1.14° 15.9 1.713 .052 1.574 .044 1.435 .035
.016 1.14° 15.9 1.697 .051 1.574 .044 1.435 .035
875 .031 1.14° 15.9 1.665 .049 1.574 .044 1.435 .035
.039 1.14° 15.9 1.650 .048 1.574 .044 1.435 .035
.047 1.14° 15.9 1.634 .047 1.574 .044 1.435 .035
.063 1.14° 15.9 1.602 .045 1.575 .044 1.435 .035
.008 0.95° 19.0 1.963 .050 1.824 .043 1.685 .036
.016 0.95° 19.0 1.947 .049 1.824 .043 1.685 .036
1.000 .031 0.95° 19.0 1.915 .048 1.824 .043 1.685 .036
.039 0.95° 19.0 1.900 .047 1.824 .043 1.685 .036
.047 0.95° 19.0 1.884 .046 1.824 .043 1.685 .036
.063 0.95° 19.0 1.852 .044 1.825 .043 1.685 .036
.008 0.82° 22.0 2.213 .049 2.074 .043 1.935 .036
.016 0.82° 22.0 2.197 .048 2.074 .043 1.935 .036
1125 .031 0.82° 22.0 2.165 .047 2.074 .043 1.935 .036
.039 0.82° 22.0 2.150 .046 2.074 .043 1.935 .036
.047 0.82° 22.0 2.134 .045 2.074 .043 1.935 .036
.063 0.82° 22.0 2.102 .044 2.075 .043 1.935 .036
.008 0.71° 25.4 2.463 .047 2.320 .042 2.183 .036
.016 0.71° 25.4 2.447 .047 2.320 .042 2.183 .036
1.950 .031 0.71° 25.4 2.415 .045 2.320 .042 2.183 .036
.039 0.71° 25.4 2.400 .045 2.320 .042 2.183 .036
.047 0.71° 25.4 2.384 .044 2.320 .042 2.183 .036
.063 0.71° 25.4 2.352 .043 2.321 .042 2.183 .036

Note 1) When machining a highly ductile workpiece material with the ramping angles in the table above, chips may be elongated.
+ Shows the distance until a maximum depth of cut of .315" is achieved at the maximum ramping angle L (= .315"/tan a).



Multi-Functional Cutter for High Efficiency Machining

VP X200

Recommended Cutting Conditions

Ramping / Helical Milling

@ Ramping

RMPX |4

Refer to the table below for cutting conditions. For feed per tooth and cutting speed,

follow the cutting conditions for slot milling.

@ Helical Milling

Blind Holes,

l Flat Bottom

DC

<~— Hole —
Diameter
(DH)

l Through H

Pitch
(P)

T

oles

Diameter
(DH)

(mm)
Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole)
DC RE . .
RMPX L DH max. P max. DH min. P max. DH min. P max.
0.2 1.85° 248 31.0 1.5 27.5 1.2 24.2 0.8
0.4 1.85° 248 30.6 1.5 27.5 1.2 24.2 0.8
16 0.8 1.85° 248 29.8 1.4 275 1.2 24.2 0.8
1.0 1.85° 248 29.4 1.4 27.5 1.2 24.2 0.8
1.2 1.85° 248 29.0 1.3 27.5 1.2 24.2 0.8
1.6 1.85° 248 28.2 1.2 27.5 1.2 24.2 0.8
0.2 1.56° 294 35.0 1.5 31.5 1.2 28.1 0.9
0.4 1.56° 294 34.6 1.4 31.5 1.2 28.1 0.9
18 0.8 1.56° 294 33.8 1.4 315 1.2 28.1 0.9
1.0 1.56° 294 334 1.3 31.5 1.2 28.1 0.9
1.2 1.56° 294 33.0 1.3 31.5 1.2 28.1 0.9
1.6 1.56° 294 32.2 1.2 31.5 1.2 28.1 0.9
0.2 1.35° 340 39.0 1.4 35.5 1.1 32.0 0.9
0.4 1.35° 340 38.6 1.4 35.5 1.1 32.0 0.9
20 0.8 1.35° 340 37.8 1.3 355 1.1 32.0 0.9
1.0 1.35° 340 37.4 1.3 35.5 1.1 32.0 0.9
1.2 1.35° 340 37.0 1.3 35.5 1.1 32.0 0.9
1.6 1.35° 340 36.2 1.2 35.5 1.1 32.0 0.9
0.2 1.16° 396 43.0 1.3 39.5 1.1 36.0 0.9
0.4 1.16° 396 42.6 1.3 39.5 1.1 36.0 0.9
22 0.8 1.16° 396 41.8 1.3 395 1.1 36.0 0.9
1.0 1.16° 396 41.4 1.2 39.5 1.1 36.0 0.9
1.2 1.16° 396 41.0 1.2 39.5 1.1 36.0 0.9
1.6 1.16° 396 40.2 1.2 39.5 1.1 36.0 0.9
0.2 0.97° 473 49.0 1.3 45.5 1.1 42.0 0.9
0.4 0.97° 473 48.6 1.3 455 1.1 42.0 0.9
5 0.8 0.97° 473 47.8 1.2 455 1.1 42.0 0.9
1.0 0.97° 473 47.4 1.2 455 1.1 42.0 0.9
1.2 0.97° 473 47.0 1.2 45.5 1.1 42.0 0.9
1.6 0.97° 473 46.2 11 455 1.1 42.0 0.9
0.2 0.84° 546 55.0 1.2 51.5 1.1 48.0 0.9
0.4 0.84° 546 54.6 1.2 51.5 1.1 48.0 0.9
28 0.8 0.84° 546 53.8 1.2 51.5 1.1 48.0 0.9
1.0 0.84° 546 53.4 1.2 51.5 1.1 48.0 0.9
1.2 0.84° 546 53.0 1.2 51.5 1.1 48.0 0.9
1.6 0.84° 546 52.2 11 51.5 1.1 48.0 0.9
0.2 0.77° 596 59.0 1.2 55.5 1.1 52.0 0.9
0.4 0.77° 596 58.6 1.2 55.5 1.1 52.0 0.9
30 0.8 0.77° 596 57.8 1.2 55.5 1.1 52.0 0.9
1.0 0.77° 596 57.4 1.2 55.5 1.1 52.0 0.9
1.2 0.77° 596 57.0 1.1 55.5 1.1 52.0 0.9
1.6 0.77° 596 56.2 11 55.5 1.1 52.0 0.9

(mm)
Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole)
e RE RMPX L DH max. P max. DH min. P max. DH min. P max.
0.2 0.71° 646 62.8 1.2 59.4 1.1 56.0 0.9
0.4 0.71° 646 62.4 1.2 59.4 1.1 56.0 0.9
32 0.8 0.71° 646 61.6 1.2 59.4 1.1 56.0 0.9
1.0 0.71° 646 61.2 1.1 59.4 1.1 56.0 0.9
1.2 0.71° 646 60.8 1.1 59.4 1.1 56.0 0.9
1.6 0.71° 646 60.0 1.1 59.4 1.1 56.0 0.9
0.2 0.63° 728 69.0 1.2 65.5 1.1 62.0 0.9
0.4 0.63° 728 68.6 1.2 65.5 1.1 62.0 0.9
35 0.8 0.63° 728 67.8 1.1 65.5 1.1 62.0 0.9
1.0 0.63° 728 67.4 1.1 65.5 1.1 62.0 0.9
1.2 0.63° 728 67.0 1.1 65.5 1.1 62.0 0.9
1.6 0.63° 728 66.2 1.1 65.5 1.1 62.0 0.9
0.2 0.54° 849 78.8 1.2 75.4 1.0 72.0 0.9
0.4 0.54° 849 78.4 1.1 75.4 1.0 72.0 0.9
40 0.8 0.54° 849 77.6 1.1 75.4 1.0 72.0 0.9
1.0 0.54° 849 77.2 1.1 75.4 1.0 72.0 0.9
1.2 0.54° 849 76.8 1.1 75.4 1.0 72.0 0.9
1.6 0.54° 849 76.0 1.1 75.4 1.0 72.0 0.9
0.2 0.42° 1092 98.8 1.1 95.4 1.0 92.0 1.0
0.4 0.42° 1092 98.4 1.1 95.4 1.0 92.0 1.0
50 0.8 0.42° 1092 97.6 1.1 95.4 1.0 92.0 1.0
1.0 0.42° 1092 97.2 1.1 954 1.0 92.0 1.0
1.2 0.42° 1092 96.8 1.1 95.4 1.0 92.0 1.0
1.6 0.42° 1092 96.0 1.1 954 1.0 92.0 1.0
0.2 0.32° 1433 124.8 1.1 121.4 1.0 118.0 1.0
0.4 0.32° 1433 124.4 1.1 121.4 1.0 118.0 1.0
63 0.8 0.32° 1433 123.6 1.1 121.4 1.0 118.0 1.0
1.0 0.32° 1433 123.2 1.1 121.4 1.0 118.0 1.0
1.2 0.32° 1433 122.8 1.1 121.4 1.0 118.0 1.0
1.6 0.32° 1433 122.0 1.0 121.4 1.0 118.0 1.0

Note 1) When machining a highly ductile workpiece material with the ramping angles in the table above, chips may be elongated.

* Shows the distance until a maximum depth of cut of 8 mm is achieved at the maximum ramping angle L (= 8/tan a).



Multi-Functional Cutter for High Efficiency Machining

VP X300

. L Cutting Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole)
Recommended CUttmg Conditions D_Edge RE R Maximl;\m | I\D/I_inimum *| Maximum Maximum Minimum Maximum Minimum Maximum
. . - iameter amping Angle istance |Hole Diameter Pitch Hole Diameter Pitch Hole Diameter Pitch
Ramping / Helical Milling Blind Holes, DC RMPX L DH max. P max. DH min. P max. DH min. P max.
@ Ramping @ Helical Milling | Flat Bottom | Through Holes .008 1.13° 22.0 2.963 091 2711 075 2.469 .060
L e Pitch 016 1.13° 22.0 2.947 .090 2711 075 2.469 .060
(P) ﬂ .031 1.13° 22.0 2.915 .088 2.711 .075 2.469 .060
T T .039 1.13° 22.0 2.900 .087 2.711 .075 2.469 .060
1.500 .047 1.13° 22.0 2.884 .086 2.711 .075 2.469 .060
.063 1.13° 22.0 2.852 .084 2.711 .075 2.469 .060
RMPX (7 079 113° 22.0 2.821 082 2711 075 2.469 .060
I i .094 1.13° 22.0 2.789 .080 2.711 .075 2.469 .060
118 1.13° 22.0 2.742 .077 2.711 .075 2.469 .060
DC 126 1.13° 22.0 2.726 .076 2.711 .075 2.469 .060
. . _ ~— Hole —» <— Hole — .008 0.78° 31.8 3.963 .084 3.711 073 3.469 063
Refer to the tqble beloy\{ for cutting cond|t|ons. For feed per tooth and cutting speed, Dlﬁgﬂﬁ)tef D'?SW:)TH 016 0.78° 31.8 3.947 083 3.711 073 3.469 063
follow the cutting conditions for slot milling. (inch) 031 0.78° 31.8 3.915 082 3.711 073 3.469 063
Cutting Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole) .039 0-78: 31.8 3.900 .081 3.711 .073 3.469 .063
Edge RE Maximum Minimum * Maximum Maximum Minimum Maximum Minimum Maximum 2.000 047 078 318 3884 081 71l 073 3469 063
Diameter Ramping Angle Distance |Hole Diameter Pitch Hole Diameter Pitch Hole Diameter Pitch .063 0.78° 31.8 3.852 079 3.711 .073 3.469 .063
DC RMPX L DH max. P max. DH min. P max. DH min. P max. 079 0.78° 31.8 3.821 078 3.711 073 3.469 .063
008 2.07° 12.0 1.963 109 1.713 081 1.483 055 .094 0.78° 31.8 3.789 .077 3.711 .073 3.469 .063
016 207° 12.0 1.947 108 1713 081 1483 055 118 0.78° 31.8 3.742 .075 3.711 073 3.469 .063
031 2.07° 12.0 1.915 104 1.713 081 1.483 055 126 0.78° 31.8 3.726 .074 3.711 .073 3.469 .063
039 2.07° 12.0 1.900 102 1713 081 1483 055 .008 0.59° 42.1 4.963 .080 4.711 072 4.469 .064
1000 .047 2.07° 12.0 1.884 .100 1.713 .081 1.483 .055 -8;‘13 8-23: 22-1 ;‘-2‘11; -8;2 ;‘;ﬁ -8;5 :-222 -822
.063 2.07° 12.0 1.852 .097 1.713 .081 1.483 .055 : : . : : : : : :
079 2.07° 12.0 1.821 093 1.713 081 1.483 055 .039 0.59° 42.1 4.900 .078 4,711 .072 4.469 .064
094 207° 12.0 1.789 090 1713 081 1483 055 2 500 047 0.59° 42.1 4.884 077 4.711 072 4.469 .064
118 2.07° 12.0 1.742 084 1.713 081 1.483 055 .063 0.59° 42.1 4.852 .076 4.711 .072 4.469 .064
126 2.07° 12.0 1.726 .082 1.713 .081 1.483 .055 079 0.59° 42.1 4.821 075 4.711 072 4.469 064
.008 1.73° 14.4 2.213 103 1.963 .080 1.726 057 094 0.59° 42.1 4.789 074 4.711 072 4.469 064
016 173° 14.4 2197 102 1963 080 1726 057 118 0.59° 42.1 4.742 073 4.711 072 4.469 .064
031 1.73° 14.4 2.165 .099 1.963 .080 1.726 057 126 0.59° 42.1 4.726 072 4711 072 4.469 064
039 1.73° 14.4 2.150 097 1.963 080 1.726 057 .008 0.48° 51.7 5.955 .078 5.711 .071 5.469 .065
1125 .047 1.73° 14.4 2.134 .096 1.963 .080 1.726 .057 -8;‘; 8-;‘2: 21; 2-333 -SZ gzﬁ -82 :-222 -822
.063 1.73° 14.4 2.102 .093 1.963 .080 1.726 .057 . ' . . . . . . :
079 1.73° 14.4 2071 090 1.963 080 1.726 057 .039 0.48° 51.7 5.892 .076 5.711 .071 5.469 .065
094 1.73° 14.4 2.039 087 1.963 .080 1.726 057 3.000 047 0.48° 51.7 5.876 076 5711 071 5469 065
118 1.73° 14.4 1.992 .082 1.963 .080 1.726 .057 063 0.48° 517 5.844 075 5.711 071 5.469 -065
126 1.73° 14.4 1.976 .081 1.963 079 1.726 .057 079 0.48° 517 5.813 074 5.711 071 5.469 065
.008 1.49° 16.7 2.463 .099 2.214 079 1.973 1059 094 0.48° 517 5.781 073 5.711 071 5.469 065
016 1.49° 16.7 2. 447 098 2214 079 1.973 059 118 0.48° 51.7 5.734 .072 5.711 .071 5.469 .065
031 1.49° 16.7 2.415 .095 2.214 .079 1.973 .059 126 0.48° 517 5.718 072 5.711 071 5.469 065
.039 1.49° 16.7 2.400 .094 2.214 .079 1.973 .059 Note 1) When machining a highly ductile workpiece material with the ramping angles in the table above, chips may be elongated.
047 1.49° 16.7 2384 093 2214 079 1.973 059 % Shows the distance until a maximum depth of cut of .433” is achieved at the maximum ramping angle L (= .433"/tan a).
1.250 .063 1.49° 16.7 2.352 .090 2.214 .079 1.973 .059
.079 1.49° 16.7 2.321 .088 2.214 .079 1.973 .059
.094 1.49° 16.7 2.289 .085 2.214 .079 1.973 .059
118 1.49° 16.7 2.242 .081 2.214 .079 1.973 .059
126 1.49° 16.7 2.226 .080 2.214 .079 1.973 .059
.008 1.28° 19.4 2.713 .094 2.465 .076 2.221 .059
.016 1.28° 19.4 2.697 .093 2.465 .076 2.221 .059
.031 1.28° 19.4 2.665 .091 2.465 .076 2.221 .059
.039 1.28° 19.4 2.650 .089 2.465 .076 2.221 .059
1375 .047 1.28° 19.4 2.634 .088 2.465 .076 2.221 .059
.063 1.28° 19.4 2.602 .086 2.465 .076 2.221 .059
.079 1.28° 19.4 2571 .084 2.465 .076 2.221 .059
.094 1.28° 19.4 2.539 .082 2.465 .076 2.221 .059
118 1.28° 19.4 2.492 .078 2.465 077 2.221 .059
126 1.28° 19.4 2.476 077 2.465 077 2.221 .059

Note 1) When machining a highly ductile workpiece material with the ramping angles in the table above, chips may be elongated.
% Shows the distance until a maximum depth of cut of .433" is achieved at the maximum ramping angle L (= .433"/tan a).



Multi-Functional Cutter for High Efficiency Machining

VP X300

Recommended Cutting Conditions
Ramping / Helical Milling

Ramping

RMPX |4

Refer to the table below for cutting conditions. For feed per tooth and cutting speed,

follow the cutting conditions for slot milling.

Helical Milling

Blind Holes,
Flat Bottom

DC

<~— Hole —
Diameter
(DH)

l Through Holes

Pitch
(P)

T

Diameter
(DH)

(mm)
Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole)
bc RE RMPX L DH max. P max. DH min. P max. DH min. P max.
0.2 2.13° 296 49.0 2.8 42.7 2.1 36.9 1.4
0.4 2.13° 296 48.6 2.8 42.7 2.1 36.9 1.4
0.8 2.13° 296 47.8 2.7 42.7 2.1 36.9 1.4
1.0 2.13° 296 47.4 2.6 42.7 2.1 36.9 1.4
25 1.2 2.13° 296 47.0 2.6 42.7 2.1 36.9 1.4
1.6 2.13° 296 46.2 2.5 42.7 2.1 36.9 1.4
2.0 2.13° 296 45.4 2.4 42.7 2.1 36.9 1.4
2.4 2.13° 296 44.6 2.3 42.7 2.1 36.9 1.4
3.0 2.13° 296 43.4 2.2 42.7 2.1 36.9 1.4
3.2 2.13° 296 43.0 2.1 42.7 2.1 36.9 1.4
0.2 1.77° 356 55.0 2.6 48.7 2.0 42.7 1.4
0.4 1.77° 356 54.6 2.6 48.7 2.0 42.7 1.4
0.8 1.77° 356 53.8 2.5 48.7 2.0 42.7 1.4
1.0 1.77° 356 53.4 2.5 48.7 2.0 42.7 1.4
o8 1.2 1.77° 356 53.0 2.4 48.7 2.0 42.7 1.4
1.6 1.77° 356 52.2 2.4 48.7 2.0 42.7 1.4
2.0 1.77° 356 51.4 2.3 48.7 2.0 42.7 1.4
2.4 1.77° 356 50.6 2.2 48.7 2.0 42.7 1.4
3.0 1.77° 356 49.4 2.1 48.7 2.0 42.7 1.4
3.2 1.77° 356 49.0 2.0 48.7 2.0 42.7 1.4
0.2 1.61° 392 59.0 2.6 52.7 2.0 46.6 1.5
0.4 1.61° 392 58.6 2.5 52.7 2.0 46.6 1.5
0.8 1.61° 392 57.8 2.5 52.7 2.0 46.6 1.5
1.0 1.61° 392 57.4 2.4 52.7 2.0 46.6 1.5
1.2 1.61° 392 57.0 2.4 52.7 2.0 46.6 1.5
30 1.6 1.61° 392 56.2 2.3 52.7 2.0 46.6 1.5
2.0 1.61° 392 55.4 2.2 52.7 2.0 46.6 1.5
2.4 1.61° 392 54.6 2.2 52.7 2.0 46.6 1.5
3.0 1.61° 392 53.4 2.1 52.7 2.0 46.6 1.5
3.2 1.61° 392 53.0 2.0 52.7 2.0 46.6 1.5
0.2 1.47° 429 63.0 2.5 56.7 2.0 50.6 1.5
0.4 1.47° 429 62.6 2.5 56.7 2.0 50.6 1.5
0.8 1.47° 429 61.8 2.4 56.7 2.0 50.6 1.5
1.0 1.47° 429 61.4 2.4 56.7 2.0 50.6 1.5
32 1.2 1.47° 429 61.0 2.3 56.7 2.0 50.6 1.5
1.6 1.47° 429 60.2 2.3 56.7 2.0 50.6 1.5
2.0 1.47° 429 59.4 2.2 56.7 2.0 50.6 1.5
2.4 1.47° 429 58.6 2.1 56.7 2.0 50.6 1.5
3.0 1.47° 429 57.4 2.1 56.7 2.0 50.6 1.5
3.2 1.47° 429 57.0 2.0 56.7 2.0 50.6 1.5

(mm)
Ramping Helical Milling (Blind Hole, Flat Bottom) Helical Milling (Through Hole)
DC RE . .
RMPX L DH max. P max. DH min. P max. DH min. P max.
0.2 1.28° 493 69.0 2.4 62.8 1.9 56.6 1.5
0.4 1.28° 493 68.6 2.4 62.8 1.9 56.6 1.5
0.8 1.28° 493 67.8 2.3 62.8 1.9 56.6 1.5
1.0 1.28° 493 67.4 2.3 62.8 1.9 56.6 1.5
35 1.2 1.28° 493 67.0 2.2 62.8 1.9 56.6 1.5
1.6 1.28° 493 66.2 2.2 62.8 1.9 56.6 1.5
2.0 1.28° 493 65.4 2.1 62.8 1.9 56.6 1.5
2.4 1.28° 493 64.6 2.1 62.8 1.9 56.6 1.5
3.0 1.28° 493 63.4 2.0 62.8 1.9 56.6 1.5
3.2 1.28° 493 63.0 2.0 62.8 1.9 56.6 1.5
0.2 1.06° 595 78.8 2.3 72.7 1.9 66.5 1.5
0.4 1.06° 595 78.4 2.2 72.7 1.9 66.5 1.5
0.8 1.06° 595 77.6 2.2 72.7 1.9 66.5 1.5
1.0 1.06° 595 77.2 2.2 72.7 1.9 66.5 1.5
0 1.2 1.06° 595 76.8 2.1 72.7 1.9 66.5 1.5
1.6 1.06° 595 76.0 2.1 72.7 1.9 66.5 1.5
2.0 1.06° 595 75.2 2.0 72.7 1.9 66.5 1.5
2.4 1.06° 595 74.4 2.0 72.7 1.9 66.5 L5
3.0 1.06° 595 73.2 1.9 72.7 1.9 66.5 1.5
3.2 1.06° 595 72.8 1.9 72.7 1.9 66.5 1.5
0.2 0.79° 798 98.8 2.1 92.7 1.8 86.5 1.6
0.4 0.79° 798 98.4 2.1 92.7 1.8 86.5 1.6
0.8 0.79° 798 97.6 2.1 92.7 1.8 86.5 1.6
1.0 0.79° 798 97.2 2.0 92.7 1.8 86.5 1.6
50 1.2 0.79° 798 96.8 2.0 92.7 1.8 86.5 1.6
1.6 0.79° 798 96.0 2.0 92.7 1.8 86.5 1.6
2.0 0.79° 798 95.2 2.0 92.7 1.8 86.5 1.6
2.4 0.79° 798 94.4 1.9 92.7 1.8 86.5 1.6
3.0 0.79° 798 93.2 1.9 92.7 1.8 86.5 1.6
3.2 0.79° 798 92.8 1.9 92.7 1.8 86.5 1.6
0.2 0.6° 1051 124.8 2.0 118.7 1.8 1125 1.6
0.4 0.6° 1051 124.4 2.0 118.7 1.8 112.5 1.6
0.8 0.6° 1051 123.6 2.0 118.7 1.8 1125 1.6
1.0 0.6° 1051 123.2 2.0 118.7 1.8 112.5 1.6
1.2 0.6° 1051 122.8 2.0 118.7 1.8 112.5 1.6
63 1.6 0.6° 1051 122.0 1.9 118.7 1.8 112.5 1.6
2.0 0.6° 1051 121.2 1.9 118.7 1.8 1125 1.6
2.4 0.6° 1051 120.4 1.9 118.7 1.8 112.5 1.6
3.0 0.6° 1051 119.2 1.9 118.7 1.8 1125 1.6
3.2 0.6° 1051 118.8 1.8 118.7 1.8 112.5 1.6
0.2 0.45° 1401 158.8 1.9 152.6 1.8 146.5 1.6
0.4 0.45° 1401 158.4 1.9 152.7 1.8 146.5 1.6
0.8 0.45° 1401 157.6 1.9 152.7 1.8 146.5 1.6
1.0 0.45° 1401 157.2 1.9 152.7 1.8 146.5 1.6
80 1.2 0.45° 1401 156.8 1.9 152.7 1.8 146.5 1.6
1.6 0.45° 1401 156.0 1.9 152.7 1.8 146.5 1.6
2.0 0.45° 1401 155.2 1.9 152.7 1.8 146.5 1.6
2.4 0.45 1401 154.4 1.8 152.7 1.8 146.5 1.6
3.0 0.45 1401 153.2 1.8 152.7 1.8 146.5 1.6
3.2 0.45 1401 152.8 1.8 152.7 1.8 146.5 1.6

Note 1) When machining a highly ductile workpiece material with the ramping angles in the table above, chips may be elongated.

% Shows the distance until a maximum depth of cut of 11 mm is achieved at the maximum ramping angle L (= 11/tan a).



Multi-Functional Cutter for High Efficiency Machining

VP X200 VP X300

Recommended Cutting Conditions Recommended Cutting Conditions
For Plunging and Drilling For Plunging and Drilling

See the tables to the right for cutting conditions. Follow the cutting conditions for slot milling regarding feed per tooth and cutting speed. See the tables to the right for cutting conditions. Follow the cutting conditions for slot milling regarding feed per tooth and cutting speed.

@ Plunging (inch) @ Plunging (inch)
.| .|
DC ae max. DC ae max.
.625 .154 1.000 .256
.750 .154 1.125 .260
.875 157 1.250 .260
1.000 157 1.375 .260
1.125 157 1.500 .264
1.250 157 2.000 .264
1.375 157 2.500 .264
1.500 157 3.000 .264
2.000 157
Depth of Cut in the 2500 157 Depth of Cut in the
Radius Direction : ae (inch) . : Radius Direction : ae (inch)
Note 1) No step feed necessary.
Note 1) No step feed necessary.
@ Drilling (inch) @ Drilling (inch)
.| .|
DC AZ max. DC AZ max.
5 g
[=
< .625 .012 § 1.000 .022
< <
= .750 .012 = 1.125 .022
s £
8 875 012 g 1.250 022
2 2
= 1.000 .012 = 1.375 .022
[a) a
% 1.125 .012 % 1.500 .022
= =
1.250 .012 2.000 .022
1.375 .012 2.500 .022
1.500 .012 3.000 .022
2.000 .012
oY o Note 1) Exercise due caution as chips scatter easily.

Note 2) Use compressed air to eliminate chips (or coolant for when machining aluminum alloy).

Note 1) Exercise due caution as chips scatter easily.
Note 2) Use compressed air to eliminate chips (or coolant for when machining aluminum alloy).
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Multi-Functional Cutter for High Efficiency Machining

VPXZOO/:-BOO Application Examples

Holder VPX300R4004SA32S VPX300R2502SA25S VPX200R2504SA25S
Recommended Cutting Conditions Insert (Grade) LOGU1207080PNER-M(MP6120) | LOGU1207080PNER-M(VP15TF) [ LOGU0904080PNER-M(MP6120)
. T 13CrMo4-5 Alloy Tool Steel (55HRC) AISI 1049
For Plunging and Drilling Hardening
See the tables to the right for cutting conditions. Follow the cutting conditions for slot milling regarding feed per tooth and cutting speed.
@ Plunging VPX200 (mm) VPX300 (mm) Workpiece
| I
DC ae max. DC ae max.
16 3.9 25 6.5
18 3.9 28 6.6
Component Machined Parts Dies Dies
20 3.9 30 6.6 -
& | Cutting Speed vc (SFM) 525 — 590 230 655
22 4.0 32 6.6 5
o5 4.0 35 6.7 8 | Feed per Tooth fz (IPT) .0047 — .0059 .0031 .0059
28 4.0 40 6.7 g Depth of Cut (inch) ap =.118 — .165, ae = 1.575 ap =.197 , ae =.738 ap =.118
30 4.0 50 6.7 Cutting Mode Wet Cutting Dry Cutting Dry Cutting
32 4.0 63 6.7 Achieves 2X the insert tool life of When machining hardened steel, There is no seating flattening or
35 4.0 80 6.7 conventional product, even when it achieves 2X the machining of deformation even when machining for
Depth of Cut in the ’ i changing to high efficiency conditions. conventional product whose insert tool 2500 minutes. And the number of tools
Radius Direction : ae (mm) 40 4.0 life is limited by defects. has been reduced by increasing corner
' 50 40 Results count to four.
63 4.0
Notel) No step feed necessary.
@ Drilling VPX200 mm  VPX300 (mm) Holder VPX200R1602SA16S VPX200R3203SA32S
DC AZ max. DC AZ max. AISI D2 Mild Steel AIS| 1045
16 0.3 25 0.55
18 0.3 28 0.55
€
£ 20 0.3 30 0.55 Workpiece
< 22 03 32 0.55
g 25 03 35 0.55
o
2 28 0.3 40 0.55
5 30 03 50 0.55
§ 32 03 63 0.55 Component Machined Parts Machined Parts
35 03 80 055 £ | cutting Speed vc (SFM) 655 460
40 0.3 S | Feed per Tooth fz (IPT) .004 — .006 .004
50 0.3 § Depth of Cut (inch) ap = .004 ap =.055
63 0.3 Cutting Mode Dry Cutting Dry Cutting
Compared to conventional product, | Compared to conventional product, the
cutting noise is reduced and chattering | sharpness is better and the surface
Note 1) Exercise due caution as chips scatter easily. vibration is suppressed. Furthermore, [ accuracy has been improved.
Note 2) Use compressed air to eliminate chips (or coolant for when machining aluminium alloy). cutting conditions have been improved
Results and high efficiency machining has
been achieved.

The above application examples are customer’s applications, so it can be different from the recommended conditions.
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Application Examples Application Examples

64

Holder

VPX200R2503SA25S

VPX200R1602SA16S

VPX200R1602SA16S

Insert (Grade)

LOGU0904080PNER-M(MP6120)

LOGU0904080PNER-M(MP6130)

LOGU0904080PNER-M(MP7130)

AISI 1045

JIS SS400

JIS SS400+Stainless Steel

Workpiece
Component Chucked Parts Machined Parts Machined Parts
é Cutting Speed vc (SFM) 490 280 655
é Feed per Tooth fz (IPT) .0043 .0037 .0039
g Depth of Cut (inch) ap =.177 , ae = .984 Max. ap = .167 ap =.059—.118
Cutting Mode Dry Cutting Wet Cutting Wet Cutting
Compared with conventional product Solves the problem of easily damaged The number of machining has
with varying insert tool life due to clamp screws for conventional product, | achieved more than 3X the tool life of
breakage, VPX has a stable insert ensuring an excellent finish. the conventional product caused by
tool life that allows for 1.7X more the defect, and the finished surface is
Results machining. also improved.
Holder VPX200R2003SA20S VPX200R2504SA25S VPX200R2504SA25S
Insert (Grade) LOGU0904080PNER-M(MP6120) LOGU0904080PNER-M(MP6120) LOGU0904080PNER-M(MP6120)
20MnCr5(Alloy Steel) Cast Iron Carbon Steel
Workpiece
Component Machined Parts Automotive Components Machined Parts
é Cutting Speed vc (SFM) 575 655 335
é Feed per Tooth fz (IPT) .0070 .0068 .0051
% Depth of Cut (inch) ap =.079 ap =.118 ap =.055, ae =.433
Cutting Mode Dry Cutting Dry Cutting Wet Cutting
Conventional product has achieved It is capable of cutting speeds of VPX has less load on its main shaft
machining times of 330 min before 655 SFM compared to 560 SFM for than conventional product, achieving
breaking, whereas VPX can maintain conventional product, increasing more than 3X as much machining.
sustained machining for over 400 mins. | machining efficiency. It also has excellent clamp rigidity
Results Good machining accuracy makes compared to other conventional

possible stable machining.

product suppressing clamp screw
breakage.

The above application examples are customer’s applications, so it can be different from the recommended conditions.

Holder VPX200R3004SA25S VPX200-050A05AR VPX200R2503SA25S
Insert (Grade) LOGU0904080PNER-M(MP9130) LOGU0904040PNER-M(VP15TF) LOGU0904080PNER-M(MP6120)
Precipitation Hardening Stainless Steel [ AISI 60-40-18 JIS SS400, AISI 1050
(38-43HRC)
Workpiece
Component Machined Parts Parts Machined Parts
§ Cutting Speed vc (SFM) 130 1130 385
§ Feed per Tooth fz (IPT) .0024 .0055 .0063
% Depth of Cut (inch) ap =.071 ap =.079—.118 , ae = 1.575 ap =.236
Cutting Mode Dry Cutting Wet Cutting Dry Cutting
Good sharpness compared to Conventional product can only be VPX achieves better chip evacuation
conventional product allows VPX to used for roughing, but VPX can be and better surface finish compared to
achieve 2X their insert tool life. used for finishing as well, eliminating conventional product, better insert tool
processing steps. life.
Results
Holder VPX200R2503SA25S VPX300R4004SA32S VPX300-080A10AR
Insert (Grade) LOGU0904040PNER-M(MP7130) LOGU1207080PNER-M(MP6120) LOGU1207080PNER-M(MP6120)
AIS| 304 AISI 4140 Alloy Tool Steel
Workpiece
Component Machined Parts Center Block Machined Parts
§ | cutting Speed ve (SFM) 590 490 740
S | Feed per Tooth fz (IPT) .0236 .0059 .0051
£ | Depth of Cut (inch) ap =.106 ap = .197 ap=.197 , ae = 2.756
Cutting Mode - Dry Cutting —

Results

Less cutting noise than conventional
product, allowing cutting conditions to
be improved.

Also, insert tool life has been
lengthened when using the same
inserts to machine AISI 1045.

Compared to conventional product,
less vibration and good wall surface
finish, achieving more than 3X insert
tool life.

The number of machining has achieved
2.7X the tool life of the conventional
product caused by finish degradation.

The above application examples are customer’s applications, so it can be different from the recommended conditions.
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DIACEDGE

MITSUBISHI MATERIALS U.S.A. CORPORATION

California Office (Headquarters)

3535 Hyland Avenue, Suite 200
Costa Mesa, CA 92626
Customer Service: 800.523.0800
Technical Service: 800.486.2341

Chicago Office (Engineering)

1314B North Plum Grove Road
Schaumburg, IL 60173

Main: 847.252.6300

Fax: 847.519.1732

MMC Metal de Mexico, S.A. DE C.V.

Av. La Cafiada No.16,

Parque Industrial Bernardo
Quintana, El Marques,
Queretaro C.P. 76246 MEXICO
Main: +52.442.221.61.36

Fax: +52.442.221.61.34

MITSUBISHI

MATERIALS USA.

www.DIAEDGE.MMUS.com
www.mmus-carbide.com

North Carolina-MTEC (Marketing & Technical Center)

105 Corporate Center Drive, Suite A
Mooresville, NC 28117

Main: 980.312.3100

Fax: 704.746.9292

Toronto Office (Canada Branch)

3535 Laird Road

Units 15 & 16

Mississauga, Ontario, Canada LBL 5Y7
Main: 905.814.0240

Fax: 905.814.0245

Detroit Office (Moldino CS)

41700 Gardenbrook Road, Suite 120
Novi, MI 48375

Main: 248.308.2620

Fax: 248.308.2627

For Your Safety

= Don't handle inserts and chips
without gloves.

Please machine within the
recommended application range
and exchange expired tools with
new ones in advance of breakage.

Please use safety covers and wear
safety glasses.

When using compounded cutting
oils, please take fire precautions.

When attaching inserts or spare
parts, please use only the correct
wrench or driver.

When using rotating tools, please
make a trial run to check run-out,
vibration and abnormal sounds etc.

Product Brands Crafted by Mitsubishi Materials U.S.A.

DIACGEDGE /A moLoino

Tools specifications subject to change without notice. B250A-US-2020.11
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