R~ISIZE ©0.2~312

55 Sl EE AN E 2] T 8 D

Standard, 2 Flute Micro Diameter END MILLS

27]

REBMNFES
S fi in alloy i d
s gan sy e UG

AN 1 coating Is useda .
J / ./ Bta l :

2

k:?elgAngle%i%BﬁE% )

Y

IMI#MEEEBR( O BEO °J)Applicsble Work Material( © Most suitable O suitable)

[7E S A TRH =il e w aE as MEE B
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON|ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C SuUs NAK 65HRC)

EEf7:Unit(mm)

) XS BA ER RS
Outside Shank Taper Overall Shank
Diameter Angle Length Diameter
| oD % Bta L od
K-VM-2002-0040 0.4
K-VM-2002-0050 0.2 0.5 1 2° 45 4 1 ,500
K-VM-2002-0060 0.6
K-VM-2002-0080 0.8 1,900
| K-VM-2003-0060 0.6
K-VM-2003-0075 0.3 0.75 12° 45 4 1,400
K-VM-2003-0090 0.9
K-VM-2003-0120 1.2 1,500
K-VM-2004-0080 0.8
K-VM-2004-0100 1 °
K-VM-2004-0120 0.4 1.2 12 45 4 1,400
K-VM-2004-0160 1.6 1,500
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7:Unit(mm)

BI5E N NE EA R WE

Model OQutside Length Shank Taper Overall Shank
Number Diameter of Cut Angle Length Diameter

oD ( L od
K-VM-2005-0100 1
K-VM-2005-0125 0.5 1.25 12° 45 4 800
K-VM-2005-0150 1.5
K-VM-2005-0200 2 1,100
K-VM-2006-0120 1.2
K-VM-2006-0180 1.8
K-VM-2006-0240 2.4 1,100
K-VM-2007-0140 1.4
K-VM-2007-0175 1.75 o 800
K-VM-2007-0210 0.7 2.1 12 45 4
K-VM-2007-0280 2.8 1,100
K-VM-2008-0160 1.6
K-VM-2008-0200 2 o 800

. 45
K-VM-2008-0240 0.8 2.4 12 4
K-VM-2008-0320 3.2 1,100
K-VM-2009-0180 1.8
K-VM-2009-0225 2.25 o 800
K-VM-2009-0270 0.9 2.7 12 45 4
K-VM-2009-0360 3.6 1,100
K-VM-2010-0200 2
K-VM-2010-0250 1 2.5 10° 45 4 700
K-VM-2010-0300 3
K-VM-2010-0400 4 900
K-VM-2012-0240 2.4
K-VM-2012-0300 19 3 19° 45 4 800
K-VM-2012-0360 3.6
K-VM-2012-0480 4.8 1,000
K-VM-2015-0300 3
K-VM-2015-0375 i 5 3.75 42° 45 4 700
K-VM-2015-0450 . 4.5
K-VM-2015-0600 6 900
K-VM-2018-0360 3.6
K-VM-2018-0450 4.5 o 800
K-VM-2018-0540 1.8 5.4 12 45 4
K-VM-2018-0720 7.2 1,000
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B f7:Unit(mm)

1| O 4T [=1-] 4T
ISR )XY TN BEf R W&
Model Outside Length Shank Taper Overall Shank
Number Diameter of Cut Angle Length Diameter

oD ¢ Bta L od

K-VM-2020-0400 4
250 K-VM-2020-0500 2 5 12° 45 4 700
K-VM-2020-0600 6
K-VM-2020-0800 8 900
K-VM-2025-0500 5
K-VM-2025-0625 25 6.25 10° 45 4 700
K-VM-2025-0750 7.5
K-VM-2025-1000 10 50 900
K-VM-2030-0600 6
K-VM-2030-0750 7.5 o 700
K-VM-2030-0900 3 9 12 45 4
K-VM-2030-1200 12 50 900
K-VM-2040-0800 8
K-VM-2040-1000 10 ° 700
K-VM-2040-1200 4 12 12 50 4
K-VM-2040-1600 16 60 900
K-VM-2050-1000 10
K-VM-2050-1250 12.5 o 800
K-VM-2050-1500 5 15 12 50 6
K-VM-2050-2000 20 75 1,200
K-VM-2060-1200 12
K-VM-2060-1500 6 15 o 50 6 800
K-VM-2060-1800 18
K-VM-2060-2400 24 75 1,200
K-VM-2080-1600 16 60
K-VM-2080-2000 8 20 o 8 1,500
_— K-VM-2080-2400 24 75
K-VM-2080-3200 32 2,000
K-VM-2100-2000 20
K-VM-2100-2500 10 25 . £ 10 1,900
K-VM-2100-3000 30 80
K-VM-2100-4000 40 100 2,700
p— K-VM-2120-2400 24
K-VM-2120-3000 19 30 - & 12 2,600
K-VM-2120-3600 36 90
K-VM-2120-4800 48 100 3,700
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o
K-VM(27)) 1164 s4BE3R List of milling for K-VM(2Flutes)
A e = TR#H =iaa &M 2
wWork  CARBON STEELS ALLOY STEELS PREHARDENED STEELS ~ HARDENED STEELS o
HARDENED STEELS
S45C.S55C SK.SCM.SUS NAK.SKD SKD11.60.SKT
(~225HB) (225~325HB) (30-45HRC) (45~55HRC)
B BaXEd Wy PHEE ERE @Y PHEE ERE B IHEE ERE @Y JHEE ERS 29] ﬁ
Model Number Outside Diameter Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed
(m/m) (m/in-1)  (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (m/min) (mm/min)
2002 0.2 30,000 85 30,000 85 (30,000 30 |30,000 25
2003 0.3 30,000 [(20~40) 110 30,000 |(20~40)| 110 |30,000 [(20~40) 55 |22,000( (20) 25
2004 0.4 30,000 120 130,000 120 |27,000 60 | 17,000 25
2005 0.5 30,000 120 130,000 120 |21,500 60 |13,000 25
2006 0.6 30,000 120 130,000 120 |18,000 60 |11,000 25
2007 0.7 27,500 120 |27,500 120 |15,500 60 |10,000 25 g
2008 0.8 24,000 (45~65) 120 |24,000 (45~50) 120 [13,800 (35~40) 60 8,800 (20~25) 30 gl"l
2009 0.9 21,500 125 121,500 120 12,000 65 7,800 30 %
2010 1 20,000 125 120,000 120 11,000 65 7,100 30
2012 1.2 16,700 130 16,700 120 | 9,400 65 6,000 30
2015 1.5 13,500 130 13,500 120 | 8,000 70 5,100 35
2018 1.8 11,500 130 11,500 120 | 7,000 70 4,400 35
2020 2 11,000 130 11,000 120 | 6,400 70 4,000 40 o’r
2025 2.5 8,800 195 | 8,800 135 | 5,000 70 3,200 40 w°
2030 3 7,400 195 | 7,400 145 | 4,500 80 2,800 45
2040 4 5,900 230 | 5,900 190 | 3,500 90 2,150 50 —
2050 5 5,300 |(70~84)| 310 | 5,300 |(55~65)] 230 | 2,950 |(40~45)| 90 | 1,850|(25~30)| 55
2060 6 4,400 305 | 4,400 230 | 2,450 100 1,500 50
2080 8 3,300 290 | 3,300 230 | 1,850 95 1,200 50
2100 10 2,600 275 | 2,600 225 | 1,450 95 950 50
2120 12 2,200 275 | 2,200 225 1,200 90 800 45

EEN T4 For high-speed milling

IR e et IR i & &l
ATERIAL CARBON STEELS ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
HARDENED STEELS
S45C.S55C SK.SCM.SUS NAK.SKD SKD11.60.SKT
(~225HB) (225~325HB) (30-45HRC) (45~55HRC)
fich axid By HEE EHAE WY JHEE EGE B HEE EHRE By IHEE ERE
Model Number Outside Diameter Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed
(m/m) (m/in-1)  (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (m/min) (mm/min) B
2030 3 30,000 790 | 26,500 600 | 21,200 375 15,800 255
2040 4 23,800 930 | 19,800 750 |15,800 405 11,900 275
2050 5 19,000 1,110 | 15,800 865 12,700 385 9,500 280
2060 6 15,900| (300) | 1,100 | 13,200 | (250) | 865 |10,600| (200) | 435 | 7,900| (150) | 290
2080 8 11,900 1,045 | 9,900 875 7,900 405 5,900 245
2100 10 9,500 1,005 | 7,900 845 6,300 415 4,700 245 .
2120 12 7,900 1,000 | 6,600 850 5,300 400 3,900 219
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K-VM(270) 84 E4BAZR List of milling for K-VM(2flutes)

IHEIE (mm)

BIE 4 Milling Amount Side Milling

ntaE—2E | D<ol 21=D<03 | ©3<D
45HRUF Ad=0.1D | Ad=0.25D | Ad=0.5D
less than 45HRC
D<ol 21<D
45HRUF | A4-0.02D Ad=0.05D
more than 45HRS|

Ad

$IEIE (mm)
RIE A Milling Amount Side Milling
- 2D(ZR=HME X 2) |2.5D(ZDR=HE X 2.5) 3D(TR=HE X 3) | AD(TVR=5E X 2.4)
MIHH Length of Cut=Diameter X 2 |_ength of Cut=Diameter X 2.5 Length of Cut=Diameter X 3 |Length of Cut=Diameter X 2.4
45HRUTF Rd=0.1D Rd=0.07D Rd=0.05D Rd=0.02D
less than 45HRC Ad=1.5D Ad=2D Ad=2.5D Ad=3.5D
45HRM £ Rd=0.05D Rd=0.03D Rd=0.02D Rd=0.01D
more than 45HRC Ad=1D Ad=1.5D Ad=2D Ad=3D

Ad=E75EEIE (mm) Milling Amount
Rd=f&FHMA1JHIE (mm) Radial Depth
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_ B 8 4 7] i % U]
| K-v MStandard, 4 Flute END MILLS

REABMNFES
S fi in alloy i d
Pt gan sy e UG

|
|
1
|
|
1
|
|
1
:
1
- S EIE I
RER : TIALN coating is used .
|
1
1
|
1
1
|
1
1
|

4]

k:?elgAngle%i%BﬁE’% )

MI#EEEBR(O 8O T)Applicable Work Material( © Most suitable O suitable)

[es ] Al IR# BiRGEM R aE as WEE B
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON [ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C SUS NAK 65HRC)

B f7:Unit(mm)

R NE B £ ARES

Model Outside Shank Taper Overall Shank
Number Diameter Angle Length Diameter
( L
K-VM-4010-0250 2.5 0 700
K-VM-4010-0400 L 4 12 45 4 900
K-VM-4015-0375 3.75 o 700
K-VM-4015-0600 1.5 6 12 45 4 900
—_ K-VM-4020-0500 5 o 700
K-VM-4020-0800 2 8 12 45 4 900
K-VM-4025-0625 6.25 o 45 700
K-VM-4025-1000 2.5 10 12 50 4 900
K-VM-4030-0750 3 7.5 120 45 4 700
K-VM-4030-1200 12 50 900

A\ gP 016
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B fi:Unit(mm)

/ m
B g ¥ NE 2R 25 1R PIs
Model Qutside Length Shank Taper Overall _Shank j 8‘
Number Diameter of Cut Angle Length Diameter I 3_
17 L od ‘
K-VM-4040-1000 4 10 o 50 6 700
K-VM-4040-1600 16 12 60 900
K-VM-4050-1250 5 12.5 40° 50 6 800
K-VM-4050-2000 20 60 1,200
K-VM-4060-1500 15 50 800
K-VM-4060-2400 6 24 o 60 6 1,200 45']
K-VM-4080-2000 8 20 B 60 8 1,500
K-VM-4080-3200 32 75 2,000
K-VM-4100-2500 25 o 75 1,900
K-VM-4100-4000 10 40 100 10 2,700 §
K-VM-4120-3000 12 30 o 75 12 2,600 E
K-VM-4120-4800 48 100 3,700 -
orée
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K-VM(47))118&4s4BE5R List of milling for K-VM(4flutes)

MItr k= e TEH SRaeEH
AR CARBON STEELS ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
HARDENED STEELS
S45C.S55C SK.SCM.SUS NAK.SKD SKD11.60.SKT
(~225HB) (225~325HB) (30-45HRC) (45~55HRC)

BISR B) X By HEE ELE Wy IHEE 88 By HEE ELE WY HEE ERE
Model Number Outside Diameter Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed
(m/m) (m/in-1)  (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (m/min) (mm/min)

4010 1 20,000 240 | 15,000 215 | 11,000 85 7,100 40
(65) (45) (35) (20)
4015 1.5 13,500 245 | 10,000 215 8,000 90 5,100 50
4020 2 11,000 245 | 8,500 215 6,400 90 4,000 55
4025 2.5 8,800 370 | 7,000 245 5,000 90 3,200 55
4030 3 7,400 370 | 6,400 260 4,500 90 2,800 65
4040 4 5,900 435 | 5,500 340 3,500 105 2,150 70
(70~85) (55~65) (40~45) (25~30)
4050 5 5,300 590 | 4,200 415 2,950 120 1,850 75
4060 6 4,400 580 | 3,500 415 2,450 130 1,500 70
4080 8 3,300 550 | 2,600 415 1,850 125 1,200 70
4100 10 2,600 525 | 2,100 405 1,450 125 950 65
4120 12 2,200 525 1,750 405 1,200 120 800 60

—_

SEIMIIE4 For high-speed milling

MI4r3 k3= B TEH BiRa s
A CARBON STEELS ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
HARDENED STEELS
S45C.S55C SK.SCM.SUS NAK.SKD SKD11.60.SKT
(~225HB) (225~325HB) (30-45HRC) (45~55HRC)
RigR axid WY HEE ERE B JEEE ERE  BEY  JNEE ERE BH  NEE ERE
Model Number Outside Diameter Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed
(m/m) (m/in-1)  (m/min) (mm/min) (m/in-1) (m/min) (mm/min) (m/in-1) (M/min) (mm/min) (m/in-1) (m/min) (mm/min)
4030 3 30,000 790 | 26,500 600 | 21,200 375 | 15,800 365
4040 4 23,800 930 | 19,800 750 | 15,800 405 | 11,900 385
4050 5 19,000 1,110 | 15,800 865 | 12,700 385 9,500 385
4060 6 15,900| (300) | 1,100 | 13,200| (250) | 865 | 10,600| (200) | 435 | 7,900 (150) | 370
4080 8 11,900 1,045 | 9,900 875 7,900 405 5,900 345
4100 10 9,500 1,005 | 7,900 845 6,300 415 4,700 320
4120 12 7,900 1,000 | 6,600 850 5,300 400 3,900 295
HEIE (mm)

RIEIE Milling Amount of Milling

AR |2.5D(TVR=H1E X 2.5)| 4D(DR=HE X 4)
I Length of Cut=Diameter X 2.5 Length of Cut=Diameter X 4
k]
45HRIATF Rd=0.07D Rd=0.02D <
| less than 45HRC Ad=2D Ad=3.5D
45HRIA £ Rd=0.03D Rd=0.01D Rd
more than 45HRC Ad=1.5D Ad=3D

Ad=E7AEIEIE (mm) Milling Amount
Rd=E7 E1I4I€ (mm) Radial Depth
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Sﬁ%ﬁlﬂ3w6w\‘z$ﬁﬂ

Standard, 3 & 6 Flute END MILLS

K-V

KRB F&E

Si fi i Il i d

super fine arein stoy i vsed (VI
SRRy L m
TIALN coating is used .

NE (=) W
For medium length of cut .

45° 1RhEAs }
Helix Angle is 45°

MIMEERR(O REOT)Applicable Work Material( © Most suitable O suitable)

R CEA TR® BiREEE ] a& aE HEE B
CARBON | ALLOY |PREHARDENED HARDENED STEELS CAST IRON (ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS | STEELS STEELS STEELS | ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC)| (60~

S55C Sus NAK 65HRC)

B f7:Unit(mm)

niE NE Ef ER ARES E B8

Outside Length Shank Taper Overall Shank Price
Diameter of Cut Angle Length Diameter (NT)
¢ L

[ K-VMS 6060 6 15 - 50 6 2,200
K-VMS 6080 8 20 — 60 8 2,900

K-VMS 6100 10 25 - 75 10 4,500

K-VMS 6120 12 30 - 75 12 5,200

K-VMS 6160 16 45 - 100 16 10,500

| K-VMS 6200 20 45 - 100 20 17,000

A\ gP» 020
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K-VMS 1354 REAZR List of milling for K-VMS(3-6 Flutes)

Kuan Hung Cutting Tools Co.,Ltd.

MIHHEREE 45~50HRC 50~60HRC 60~65HRC
WORK MATERIAL HARDNESS
TIHIZEE V=30m/minj#& V=20m/minfi& V=18m/minBi{%
Velocity aroung V=30m/min aroung V=20m/min aroung V=18m/min
Model Number Outside Diameter Speed Feed Speed Fe Speed Feed
(m/m) (m/in-1) (mm/min) (m/in-1) (mm/min) (m/in-1) (mm/min)
6060 6 1,600 170 1,100 120 960 100
6080 8 1,200 170 800 120 720 100
6100 10 950 170 640 100 580 80
6120 12 800 170 530 90 480 70
6160 16 600 130 400 80 360 60
6200 20 480 105 320 70 300 50
ELH

J4IE (mm) Milling Amount for slotting
Ad=0.5DBATF Less than 0.05D
D:##&(mm) Outside Diameter

Ad: B 75 @42 (mm) Milling Amount D

RIELIEI

11412 (mm) Milling amount for slotting

D<s8 Ad=1D
D<s10 Ad=1.5D (Max0.5mm) o

Rd=0.05D ({8max0.05mm) <
D:##&(mm) Outside Diameter
Rd: 875 E13]4I 8 (mm) Radial Depth *}}M

Ad

—>

3&67)
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K-VMSLE®: 7252157

KRB F&E

Super fine grain alloy is used
for the carbide materal . M@/

SRR m
TIALN coating is used .

e (K) \ }
For long length of cut .

45° 1REA )
Helix Angle is 45°

3&65] EE e

MI#EEBR(O |EO T )Applicable Work Material( © Most suitable O suitable)

[oEs i A& =t i & 5 e a® aE MEE 8
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON [ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C SuUs NAK 65HRC)

B f7:Unit(mm)

BI5% nE IR EAH ER WE 78 EBE

Model Outside Length Shank Taper Overall Shank Number of Price
— Number Diameter of Cut Angle Length Diameter Fiute (NT)
4 L

K-VMSL 6060 6 26 — 70 6 2,400

K-VMSL 6080 8 36 — 90 8 3,000

K-VMSL 6100 10 46 — 100 10 4,000

| K-VMSL 6120 12 56 — 120 12 6 5,000
K-VMSL 6160 16 66 — 135 16 10,000

K-VMSL 6200 20 76 — 155 20 14,000

wN\g» 022
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K-VMSL 14&4sHEE5R List of milling for K-VMSL(3-6 flutes)

Ad: B EEIE (mm) Milling Amount *)‘ <«

Rd: 75 @142 (mm) Outside Diameter
D:##&(mm) Outside Diameter Ad=3D

()]
)
=]
g
AR e 40~50HRC 50~60HRC g
WORK MATERIAL HARDNESS
YIBIEE V=30m/minfij{% V=20m/mingii{&
Velocity around V=30m/min around V=20m/min
ik B X (214 ERE B ERE
Model Number Outside Diameter Speed Feed Speed Feed
(m/m) (m/in-1) (mm/min) (m/in-1) (mm/min)
3010 1 9,500 140~210 6,400 95~143
3020 2 4.700 80~120 3.200 75~115
3030 3 3,200 85~128 2,100 80~120
4040 4 2,400 90~135 1,600 85~128
4050 5 1,900 90~135 1,300 85~128
6060 6 1,600 170~255 1,100 120~180 3&69] g
6080 8 1,200 170~255 800 120~180 2
6100 10 950 170~255 640 100~150 =)
6120 12 800 170~255 530 90~135 8
6160 16 600 130~195 400 80~120
6200 20 480 105~158 320 70~105
[e3
I EE %)
$1EI& (mm) Milling amount for slotting Rd=0.02DMF

u'

023 =




R~fsI1ZzE ©0.3~320

o Hi 2 7] Bh B 1T 83t J]

Standard, 2 Flute Decimal END MILLS

-VMD

IRFERHNIT S
Super fine grain alloy is used M@,
for the carbide materal .

)?elgAngle%éggg'% )

Y

(O J|fEO TT)Applicable Work Material( © Most suitable O suitable)

VeS| BEH TR#H BREEMN A% as AEE B
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON|ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C SuUs NAK 65HRC)

B fi:Unit(mm)

B3R ) REY ER R
Model Outside Overall Shank
mumber Diameter Length Diameter
— K-VMD 2003 0.5
0.3
K-VMD2 2003 0.8 1,400
K-VMD 2004 0.4 0.6 45 4
K-VMD2 2004 ) 1
K-VMD 2005 0.8
0.5
K-VMD2 2005 1.2
- K-VMD 2006 1
0.6
K-VMD2 2006 1.5
K-VMD 2007 0.7 1
K-VMD2 2007 ) 1.5 45 4 800
K-VMD 2008 1.2
0.8
. K-VMD2 2008 2
K-VMD 2009 1.2
0.9
K-VMD2 2009 2
K-VMD 2010 : 2 700
K-VMD2 2010 2.5 45 4
K-VMD 2011 2
1.1
K-VMD2 2011 2.5
K-VMD 2012 2
1.2
K-VMD2 2012 3 . A
K-VMD 2013 13 2.5 800
K-VMD2 2013 ) 3
K-VMD 2014 14 2.5
M 024 K-VMD2 2014 ' 3
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Kuan Hung Cutting Tools Co.,Ltd.

{/
B {7:Unit(mm) A ()

2 g2 5} 1 2R o T g

Model Qutside Overall $hank )

mumber Diameter Length Diameter ; 3_
K-VMD 2015 15 3 45 4 700
K-VMD2 2015 ' 3 45 4
K-VMD 2016 3 45 4
K-VMD2 2016 1.6 4 45 4 27]
K-VMD 2017 17 3 45 4
K-VMD2 2017 ) 4 45 4 800
K-VMD 2018 18 3.5 45 4 ﬁ
K-VMD2 2018 ) 5 45 4
K-VMD 2019 3.5 45 4

1.9
K-VMD2 2019 5 45 4 9
K-VMD 2020 9 4 45 4 700 &
K-VMD2 2020 6 45 4 900 E
K-VMD 2021 21 4 45 4 800 )
K-VMD2 2021 ' 6 45 4 900
K-VMD 2022 99 4 45 4 800
K-VMD2 2022 ' 6 45 4 900
K-VMD 2023 4.5 45 4 800 @
2.3 L

K-VMD2 2023 6 45 4 900 w°/.
K-VMD 2024 2 4 4.5 45 4 800
K-VMD2 2024 8 45 4 900
K-VMD 2025 95 5 45 4 700
K-VMD2 2025 ' 8 45 4 900
K-VMD 2030 3 6 45 4 700
K-VMD2 2030 10 45 4 900
K-VMD 2035 3.5 10 45 4 700
K-VMD2 2040 4 8 45 4 700
K-VMD 2040 12 45 4 900
K-VMD2 2045 4.5 12 45 6 800 .
K-VMD 2050 5 8 50 6
K-VMD2 2050 15 50 6
K-VMD 2055 5.5 15 50 6 800
K-VMD2 2060 6 8 50 6
K-VMD 2060 15 50 6
K-VMD2 2065 6.5 15 60 8 =
K-VMD 2070 7 20 60 8 1,400
K-VMD2 2080 8 20 60 8
K-VMD 2085 8.5 20 75 10
K-VMD2 2090 9 20 75 10
K-VMD 2100 10 15 75 10 1,800
K-VMD2 2100 25 75 10 —=
K-VMD 2110 11 25 75 12
K-VMD2 2120 12 25 75 12 2,500
K-VMD 2160 16 40 100 16 5,000
K-VMD2 2180 18 45 100 20 8,200
K-VMD 2200 20 45 100 20 8,200

025 =




R~FfsIZE ©0.3~320

K-VMD 1al{&4s%RAZR List of milling for K-VMD(2 Flutes)

S
CARBON STEELS
S45C.S55C (~225HB)

A&
ALLOY STEELS
SK.SCM.SUS(225~325HB)

IR
PREHARDENED STEELS/HARDENED STEELS
NAK.SKD(30~45HB)

I #r%t

WORK MATERIAL.

ﬂ\Jﬁ{Etl:i‘ V=35m/min V=25m/min V=20m/min

RISk HiE By ERE BH ERE B/Y ERE
Model Number Outside Diameter Speed Feed Speed Feed Speed Feed

(m/m) (m/in-1) (mm/min) (m/in-1) (mm/min) (m/in-1) (mm/min)
K-VMD-2003 0.3 37,000 50 32,000 45 21,200 30
K-VMD-2005 0.5 25,000 60 20,000 50 12,700 30
K-VMD-2008 0.8 16,000 60 12,000 50 8,000 35
K-VMD-2010 1 12,700 75 9,500 55 6,400 35
K-VMD-2020 2 6,400 90 4,800 70 3,200 40
K-VMD-2030 3 3,700 100 3,180 85 2,100 50
K-VMD-2040 4 2,800 100 2,400 85 1,600 55
K-VMD-2050 5 2,230 100 1,900 85 1,300 55
K-VMD-2060 6 1,860 100 1,600 85 1,060 60
K-VMD-2100 10 1,120 110 960 90 650 60

BH

1412 (mm) Milling Amount for Slotting

D<03 Ad=0.5D
D03 Ad=1D
D:##&(mm) Outside Diameter

Ad
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. &
K-VMD2 #IEIF#4&HBAZR List of milling for K-VMD2(2 Flutes) 2
MIAR R a2 TEH ‘é’_
WORK MATERIAL. ARBON STEELS ALLOY STEELS PREHARDENED STEELS/HARDENED STEELS
S45C.S55C (~225HB) SK.SCM.SUS(225~325HB) NAK.SKD(30~45HB)
f{{lﬁ{ﬁf V=35m/min V=25m/min V=20m/min
ik HE oY EHRE Y ERE oY ERE ﬁ
Model Number Outside Diameter Speed Feed Speed Feed Speed Feed
(m/m) (m/in-1) (mm/min) (m/in-1) (mm/min) (m/in-1) (mm/min)
K-VMD2-2003 0.3 37,000 55 27,200 50 21,200 30
K-VMD2-2004 0.4 31,000 60 22,000 50 17,000 30
K-VMD2-2005 0.5 25,000 65 17,000 55 12,700 30
K-VMD2-2006 0.6 22,000 65 15,000 55 11,100 30
K-VMD2-2007 0.7 19,000 70 13,000 55 9,600 35
K-VMD2-2008 0.8 16,000 40 10,000 55 8,000 35 33
K-VMD2-2009 0.9 14,000 75 9,200 55 7,200 35 g
K-VMD2-2010 1 12,700 75 8,100 60 6,400 35 %
K-VMD2-2011 1.1 12,000 80 7,700 60 6,100 35
K-VMD2-2012 1.2 11,400 80 7,300 65 5,800 35
K-VMD2-2013 1.3 10,700 85 6,900 65 5,500 35
K-VMD2-2014 1.4 10,100 85 6,500 65 5,200 35 @
K-VMD2-2015 1.5 9,500 90 6,100 70 4,800 40 &}f
K-VMD2-2016 1.6 8,900 90 5,700 70 4,400 40 @
K-VMD2-2017 1.7 8,300 90 5,300 70 4,100 40
K-VMD2-2018 1.8 7,600 95 4,900 75 3,800 40
K-VMD2-2019 1.9 7,000 95 4,500 75 3,500 40
K-VMD2-2020 2 6,400 95 4,100 75 3,200 40
K-VMD2-2021 2.1 6,200 95 4,000 80 3,100 40
K-VMD2-2022 2.2 6,000 95 3,800 80 3,000 40
K-VMD2-2023 2.3 5,700 100 3,700 80 2,900 45
K-VMD2-2024 2.4 5,400 100 3,600 85 2,800 45
K-VMD2-2025 2.5 5,100 100 3,400 85 2,700 45 .
LA
1418 (mm) Milling amount for slotting
Ad=0.5D z

D:##(mm) Outside Diameter

Ad:Eh 7 EEIE (mm) Milling Amount

L

—

027 =




R~IsSIZE ©0.2~30.5

i M X B2 7) i &% T

2 Flute Long Neck END MILLS

-TV

27]

REBMILFES

Super fine grain alloy is used
for the carbide materal . M@/

. NANOZZIE
l : i‘IS'I(SSNego.ating process m

)—%IEAngIe%?:—BﬁE'% )

Y

IMIMEERR(O BEOT)Applicable Work Material( © Most suitable O suitable)

T R AR =t & im & fodo a® aE A& B
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON [ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C SuUs NAK 65HRC)

EBEf7:Unit(mm)

Ri5R AE AR IR B EBEA 2R WE KB

Model Outside Effective Length Neck Shank Taper Overall Shank Price

Number Diameter Length of Cut Diameter Angle Length Diameter (NT)
oD t 1% odi Bta L od

K-TVL 2002-0.5 0.5 1,700
K-TVL 2002-1 0.2 1 0.3 0.16 12° 45 4 2,350
K-TVL 2002-1.5 1.5 2,350
K-TVL 2003-1 1 1,700
= K-TVL 2003-2 0.3 2 0.4 | 0.26 12° 45 4 2,150
K-TVL 2003-3 3 2,150
K-TVL 2004-2 2 1,700
K-TVL 2004-3 0.4 3 0.6 | 0.36 12° 45 4 2,150
K-TVL 2004-4 4 2,150
K-TVL 2004-5 5 2,150
K-TVL 2005-2 2 1,100
KTVL 2005-4 0.5 |4 0.7 | 0.46 | 12° 45 4 | 1,100
K-TVL 2005-6 6 1,100
K-TVL 2005-8 8 1,250

NP 028
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EEf7:Unit(mm)

Ri5R HE BREK 71k 88 EA ZER WE

Model Outside Effective Length Neck Shank Taper Overall Shank

Number Diameter Length of Cut Diameter Angle Length Diameter

oD /1 / od1 Bta L od

K-TVL 2006-2
K-TVL 2006-4
K-TVL 2006-6 0.6
K-TVL 2006-8
K-TVL 2006-10
K-TVL 2007-2
K-TVL 2007-3
K-TVL 2007-4 0.7
K-TVL 2007-6
K-TVL 2007-8
K-TVL 2007-10
K-TVL 2008-4
K-TVL 2008-6
K-TVL 2008-8 0.8

1,000

0.9 0.56 12 45

; 1,250

1 0.66 | 12° 45 4 1,000

1,250

45 1,000
1.2 0.76 12° 4

N
& -
%y
e

o|la|=m|zm|o|o|s|=z|o|o|s|=|o o s w N =|o o

K-TVL 2008-10 0

K-TVL 2008-12 2 50 1,250

K-TVL 20094 S

K-TVL 2009-6

K-TVL 2009-8 0.9 1.3 0.86 1 20 45 1,000 4
K-TVL 2009-10 0

K-TVL 2009-15 5 50 1,250

K-TVL 2010-4

K-TVL 20106

K-TVL 20108 8 .

K-TVL 2010-10 1 10 1.5 | 0.93 12 45 4 1,100

K-TVL 2010-12 12

K-TVL 2010-16 16 50 .
K-TVL 2010-20 20 55 1,250

K-TVL 20126 6

K-TVL 2012-8 8 ,

K-TVL 2012-10 1.2 10 1.8 | 1.13 12 45 4 1,100

K-TVL 2012-12 12

K-TVL 2012-16 16 50 1,250 N
K-TVL 20146 6

K-TVL 2014-8 8

K-TVL 2014-10 10 , 45

K-TVL 2014-12 1.4 12 2.1 1.33 12 4 1,100

K-TVL 2014-14 14 o
K-TVL 2014-16 16 50 =
K-TVL 2014-22 22 55 1250

029 =




R~IsSIZE ©0.2~30.5

ik HE BRR TR B® EA 2K E B
Model Outside Effective Length Neck Shank Taper Overall Pruce
Number Diameter Length of Cut Diameter Angle Length (NT)
G ¢ od1 Bta L

K-TVL 2015-6 6

K-TVL 2015-8 8

K-TVL 2015-10 10 45

K-TVL 2015-12 1.5 12 2.3 1.43 12° 1100

K-TVL 2015-14 14 50

K-TVL 2015-16 16

K-TVL 2015-18 18 55

K-TVL 2015-20 20

K-TVL 2016-6 6

K-TVL 2016-8 8 45

K-TVL 2016-10 10

K-TVL 2016-12 1.6 12 2.4 1.5 12° 1100

K-TVL 2016-14 14 50

K-TVL 2016-16 16

K-TVL 2016-18 18 55

K-TVL 2016-20 20

K-TVL 2016-26 26 60 1250

K-TVL 2018-6 6

K-TVL 2018-10 10 45

K-TVL 2018-12 12 °

TV 201814 1.8 ” 2.7 1.7 12 ” 1100

K-TVL 2018-16 16

K-TVL 2018-20 18 55

K-TVL 2018-25 25 60 1250

K-TVL 2020-6 6

K-TVL 2020-8 8

K-TVL 2020-10 10 45

K-TVL 2020-12 12

K-TVL 2020-14 2 14 3 1.9 12° 50 1000

K-TVL 2020-16 16

K-TVL 2020-18 18 55

K-TVL 2020-20 20

K-TVL 2020-25 25 60

K-TVL 2020-30 30 70 1250

K-TVL 2025-8 8

K-TVL 2025-10 10 45

K-TVL 2025-12 12

K-TVL 2025-14 14

K-TVL 2025-16 2.5 16 3.7 2.4 12° 50 1100

K-TVL 2025-18 18

K-TVL 2025-20 20 55

K-TVL 2025-25 25 60

K-TVL 2025-30 30 70 1250
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B {i7:Unit(mm) (0))
RgE @ ARRE DR BER BE 28 BE TE g
Model Outside Effective Length Neck Shank Taper Overall Shank Pruce )
Number Diameter Length of Cut Diameter Angle Length Diameter (NT) i 3_
oD 2 1% od1 Bta L od
K-TVL 2030-8 8 45 ﬁ
K-TVL 2030-10 10 2Y]
K-TVL 2030-12 12 50
K-TVL 2030-14 14
K-TVL 2030-16 16 o
K-TVL 2030-18 3 18 4.5 2.9 12 60 6 1,250
K-TVL 2030-20 20
K-TVL 2030-25 25 70
K-TVL 2030-30 30 80 8
K-TVL 2030-35 35 1600 $
K-TVL 2030-40 40 90 g
K-TVL 2035-12 12 50 8
K-TVL 2035-15 15
K-TVL 2035-16 16 60
K-TVL 2035-20 3.5 20 5 3.35 12° 6 1,250
K-TVL 2035-25 25 20 ‘ér
K-TVL 2035-30 30 &5
K-TVL 2035-35 35 80 1600
K-TVL 2040-12 12 50
K-TVL 2040-16 16 60
K-TVL 2040-20 20 1,250
K-TVL 2040-25 25 o
K-TVL 2040-30 4 30 6 3.8 12 70 6
K-TVL 2040-35 35 80 1600
K-TVL 2040-40 40
K-TVL 2040-45 45 90 1900
K-TVL 2040-50 50 100 2400 —
K-TVL 2050-16 16
K-TVL 2050-20 20 60
K-TVL 2050-25 25
K-TVL 2050-30 5 30 7.5 4.8 12° 6 1600
K-TVL 2050-35 35 80
K-TVL 2050-40 40 —
K-TVL 2050-50 50 110 2400
K-TVL 2060-20 20 80
K-TVL 2060-30 30 1600
K-TVL 2060-40 6 40 9 5.8 — 100 6
K-TVL 2060-50 50 120 2400 .
K-TVL 2060-60 60 3000 1

031 -




R~ISIZE ©0.2~30.5

K-TVL(27))14{&{4s4BA5R List of milling for K-TVL(2Flutes)

mI#rxd I8
WORK MATERIAL PREHARDENED STEELS/HARDENED STEELS

NAK.SKD
(30-45HRC)

BISR AxEd By EHE Ad
Model Number Outside Diameter Speed Feed
(m/m) (m/in-1) (mm/min) (mm/min)

2002-0.5 0.012
2002-1 0.2 26,000~36,000 200~300 0.009
2002-1.5 0.007
2003-1 0.015
20032 0.3 26,000~36,000 250~350 0.011
2003-3 0.007
2004-2 0.015
20043 0.4 26,000~36,000 300~400 0011
2004-4 0.007
2004-5 0.004
2005-2 0.0185
2004 0.5 26,000~36,000 300~400 0.098
2005-6 0.003
2005-8 0.002
2006-2 0.025
2006-4 0.015
2006-6 06 21,000"‘32,000 300"'400 0.006
2006-8 0.004
2006-10 0.003
2007-2 0.04
2007-3 0.035
2007-4 0.7 18,000~27,000 300~400 0.03
2007-6 0.02
— 20078 0.015
2007-10 0.01
2008-4 0.06
2008-6 0.05
2008-8 0.8 16,000~25,000 300~400 0.04
| 2008-10 0.03
2008-12 0.02
2009-4 0.06
2009-6 0.05
20098 0.9 14,000~22,000 400~600 0.04
2009-10 0.03
S— 2009-15 0.01

A\ gP 032
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I THH
WORK MATERIAL PREHARDENED STEELS/HARDENED STEELS
NAK.SKD
(30-45HRC)
BigR A& By EMRE Ad
Model Number Outside Diameter Speed Feed
(m/m) (m/in-1) (mm/min) (mm/min)
2010-4 0.06
2010-6 0.05
2010-8 0.04
oo 1 13,000~20,000 400~600 s
2010-12 0.02
2010-16 0.01
2010-20 0.004
2012-6 0.06
2012-8 0.05
2012-10 1.2 10,500~17,000 400~600 0.04
2012-12 0.03
2012-16 0.02
2014-6 0.08
2014-8 0.07
2014-10 0.06
1412 1.4 9,000~14,000 400~600 008
2014-14 0.045
2014-16 0.04
2014-22 0.03
2015-6 0.014
2015-8 0.12
2015-10 0.10
2015-12 1.5 8,500~13,000 400~600 0.085
2015-14 0.07
2015-16 0.05
2015-18 0.03
2015-20 0.015
2016-6 0.24
2016-8 0.21
2016-10 0.18
201612 1.6 8,000~12,500 400~600 015
2016-14 0.12
2016-16 0.09
2016-18 0.05
2016-20 0.02
2016-26 0.01

N
A

033
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M2 m e EERT]

Standard, 2 Flute Alloy END MILLS

—

27]

AW TEE
Micro grain is used for
the carbide materal .

|
|
1
|
|
1
|
|
1
1
|
1
1
. BA
/ | Sharp corner edge .
L Bta |
1
1
|
1
1
|
1
1
|

55° Z[eMA }
Helix Angle is 55°

A
Y

MIMEERR(O BEOTT)Applicable Work Material( © Most suitable O suitable)

[VES i AR TR i & 5 wmE af as WEE 2l
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON [ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C Sus NAK 65HRC)

EEf7:Unit(mm)

Ri5% = NE B ER WE

Model Outside Length Shank Taper Overall Shank

Number Diameter of Cut Angle Length Diameter
7 L od

K-SVM 2030-0450 3 9
K-SVM 2030-0900
K-SVM 2040-0600 0
4 12 12
. K-SVM 2040-1200 50 6 750
K-SVM 2050-0750 5 5
K-SVM 2050-1500
K-SVM 2060-0900 5 5 —
K-SVM 2060-1500 —
K-SVM 2080-1200 —
K-SVM 2080-2000 8 20 — 60 8 1,260
K-SVM 2100-1500 —
10 1
K-SVM 2100-2500 10 30 — 75 ,900
K-SVM 2120-1800 —
12
K-SVM 2120-3000 12 32 - 75 2,460

N\ gP 034
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K-SVM 1JJ8{&4s%BEZR List of milling for K-SVM

&ML Milling amount for slotting

|

N
A

BasS
ALMINIUM ALLOYS .etc

A50522

BIEK N ERE

Model Number Outsi?:q}::‘a)meter (:‘/)i\e_(:)
2030-0450 3 16,000 16,000
2040-0600 4 12,000 12,000
2050-0750 5 9,600 1,920
2060-0900 6 8,000 1,600
2080-1200 8 6,000 1,200
2100-1500 10 12,000 2,400
2120-1800 12 10,000 2,000

HIE (mm)

Milling amount for slotting
Ad=0.05D

D:# & (mm) Outside Diameter
Ad: B A EIHIE (mm)

Milling Amount

BT Milling amount for slotting

REEE
ALMINIUM ALLOYS .etc
A50522
sk _ ﬂf}% ERE ERE
Model Number Outsuzri}Dnlr‘a)meter (:}7::?) (m};e/er:in)

2030-0450
5030-0900 3 16,000 3,200
2040-0600

12, 2,4
2040-1200 4 000 00
2050-0750 5 9,600 1,920
2050-1500
2060-0900
2060-1500 ° 5,000 690
2080-1200

' 1,2

2080-2000 8 6.000 00
2100-1500 10 4,800 960
2100-2500
2120-1800
2120-3000 12 4,000 800

1412 (mm)

Milling amount for slotting
7)&=1.5D

Length of cut=2.5~3D
Ad=2.5D

Rd=0.1D

D:#4& (mm) Outside Diameter
Ad: B EIHIE (mm)
Milling Amount

Rd: & EHEIZE (mm)
Radial Depth

I

=

So
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& chehohck
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K-SVM 134 ERBAZR List of milling for K-SVM

SEMIIEY For high-speed milling

b1 =t
ALMINIUM ALLOYS .etc
A50522
sk _ 9#?‘5—5 B ERY
Model Number Outsuzlr:?n;a)meter (:;;;e-(:) (mfne/er:in)
2030-0450 3 20,000 4,000
2040-0600 4 18,200 3,640
2050-0750 5 17,000 3,400
2060-0900 6 16,000 3,200
2080-1200 8 14,400 2,880
2100-1500 10 13,200 2,640
2120-1800 12 12,000 2,400
$IHIE (mm)
Milling amount for slotting
Ad=1.5D
Rd=0.2D

D:# & (mm) Outside Diameter
Ad:BAFELIEIE (mm)

Milling Amount

Rd:EH EIHIE (mm)

Radial Depth H}M

ﬁl
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