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Highly Efficient VP & VL Solid Carbide End Mills Highly Efficient VP & VL End Mills For SUS Steels
TiXSIN 41°43°]40°,43°] 38 43° 44°48°)43°46°) 43° 48°
30 | 2.6D | 1.5D J4 Flute] i B! 30 | 2.6D ] 1.6D J4 Flute] iitFgE
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I ERAAY TIXSINZEE HVA300M BB RS REEN L REHE I FRASD+ NS & &AM RECEERZE DHIHR IRSHRE
1 — AR P TERR RN T AR ERET - T) Rk 1 M RR S S AN T REDRRE

8480-3D HRAER : 417,43 8482-3D HEAER : 44° 146°
D LT L d NT$ D L1 L d T NT$
3A 9 50 300 3A 9 50 300

g
4 4 4 4
4A 12 50 4 4 300 4A 12 50 4 4 300
3 9 50 6 4 400 3 9 50 6 4 400
4 12 50 6 4 400 4 12 50 6 4 400
6 18 50 6 4 400 6 18 50 6 4 400
8 24 60 8 4 800 8 24 60 8 4 800
10 30 75 10 4 1,200 10 30 7] 10 4 1,200
12 36 = 12 4 1,600 12 36 7 12 4 1,600
16 50 100 16 4 4,000 16 50 100 16 4 4,000
20 50 100 20 4 6,000 20 50 100 20 4 6,000
* 3ATERLA=IRTEARRESR * 3A-GEREA=IATEARRE SR
* ERMARHIRARNZEBFRBLKEST * EFNERHIRERAZERTRELKEST

8480-2.5D BEHER : 40° 143° 8482-2.5D HENER : 43°,46°

D L1 L ol T NT$ D LY L d T NT$

6 15 50 6 4 400 6 15 50 6 4 400

8 20 60 8 4 800 8 20 60 8 4 800

10 25 Ii6 10 4 1,200 10 215 T3 10 4 1,200

12 30 5 12 4 1,600 12 30 75 12 4 1,600
+ 7)R2.5DEMBETAHEH A Hi2022/07/01 * T R2.5DEMMAE AL BH#2022/07/01

8480-1.5D BEHER : 38°143° 8482-1.5D HEHER : 43°,48°

D L1 L d T NT$ D L L d T NT$
6 9 50 6 4 400 6 £ 50 6 4 400
8 12 60 8 4 800 8 12 60 8 4 800
10 15 5 10 4 1,200 10 15 73 10 4 1,200
12 18 73 12 4 1,600 12 18 T3 12 4 1,600
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Highly Efficient VP & VL Solid Carbide End Mills VP Solid Carbide End Mills For Die Steel & SUS Steel
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| REREE AR RETE. T EREES I ETEAERET P INToE SRR N EBEES
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8486 BRHER : 43°/45° 8488-3D(2.6D) BRHER : 407
D L] L d T NT$ D L1 L d NT$
4A 12 50 300 1A 3] 50 300

T
4 4 4 4

4 12 50 6 4 400 1.5A 4.5 50 4 4 300

6 18 50 6 4 400 2A 6 50 4 4 300

8 24 60 8 4 800 2.5A T/ 50 4 4 300

10 30 5 10 4 1,200 3A 9 50 4 4 300

12 36 7% 12 4 1,600 4A 12 50 4 4 300

* 3A-EAIRICANEEE 3 9 50 6 4 400
* EENERKIEAENE BB RBIKEAN 4 12 50 6 4 400
6 15 50 6 4 400

6 18 50 6 4 400

8 20 60 8 4 800

8 24 60 8 4 800

10 25 Ii5 10 4 1,200

10 30 72 10 4 1,200

12 30 [i5 12 4 1,600

12 36 '3 12 4 1,600

16 50 100 16 4 4,000

20 50 100 20 4 6,000
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VP Solid Carbide End Mills for Hardened Steel VP Power Mill Solid Carbide End Mills for Hardened Steel
A Plus A Plus Z %}% Cj
TiXSiN TiXSiN
Flute ms& 4 Flutel i 5 8¢
THEME Z B TEHE BES 7] 8 JLERACLE TEME ZE B TF4H8 WiER 7] B TR RELE

147)ARE5E 35" B ARt BRI ENME SEEN TR 4R ERREE 45" BiEARRER AN ZRTIA
I KAREE RIS T AEREES VERARERE /RS MRREE, EREES
ERAAT TIXSINZE,B/REN CaREN I RESHE I ERAAT TIXSINEE B{LRE1100°CREEN T REGET
1 BERERESEEMEN L RIEEEE IV EERGRESEEME NI RET) RiEE

8490 WRHER : 35° 8492 HEHER : 45°
L1 NT$ L1 NT$
300

T T
4 4 4 4
1.5A 4.5 50 4 4 300 1.5A 4.5 50 4 4 300
2A 6 50 4 4 300 2A 6 50 4 4 300
2575 [ 50 4 4 300 2.5A g5 50 4 4 300
3A 9 50 4 4 300 3A 5 50 4 4 300
4A 11 50 4 4 300 4A 11 50 4 4 300
3 9 50 6 4 400 3 9 50 6 4 400
4 11 50 6 4 400 4 11 50 6 4 400
6 16 50 6 4 400 6 16 50 6 4 400
8 20 60 8 4 800 8 20 60 8 4 800
10 30 T 10 4 1,200 10 30 e 10 4 1,200
12 32 75 12 4 1,600 12 32 s 12 4 1,600
16 45 100 16 4 4,000 16 45 100 16 4 4,000
20 50 100 20 4 6,000 20 50 100 20 4 6,000
* SA-GEREA-IRTEAMREC R + 3A-GHREA-IRTE AR IR
* ERUIARHDIRE2RARESH R BNRELH * ERIAERHIRAERRZESERLBUIREEH

* 516 20RE] HEER * 5816V 20RET HEER
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Highly Efficient VP & VL Solid Carbide End Mills
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Classic Power Mill Solid Carbide End Mills

m Tixsin E ﬁ . . u
TiXSiN
4 Flutel i i B

TEME Z B TEHE Bs 7 B LR meas

%% DI = a3

1 47] Power Mill 45°8REEA, BIB0 R BIR D ESEE NI &R
VERARERE /A EaRaie, I EREES

DEFAT TIXSINEE BLRE1100CEBEEN T ESHER

1 SEEMN IR EENEDEH LR BRI A4

8300 #E e : 507
D L1l L d T NT$
12 50 6 400

12
16
20

 |: 83007A5HEH B #8:2022/07/01
* BBV 16&W20As] REES

18
24
30
36
50
50

50
60
s
5
100
100

6
8
10
2
16
20

5
3
3
8
3
3
3

400
800
1,200
1,600
4,000
6,000

8400-2.5D(3D) BRHER : 40°

D LT L d T NT$
1A 3 50 4 4 300
1.5A 4.5 50 4 4 300
2A 6 50 4 4 300
2.5A [EE 50 4 4 300
3A 9 50 4 4 300
4A 12 50 4 4 300
3 9 50 6 4 400

4 112 50 6 4 400
6 15 50 6 4 400
6 18 50 6 4 400
8 20 60 8 4 800
8 24 60 8 4 800
10 25 75 10 4 1,200
10 30 75 10 4 1,200
12 30 7 12 4 1,600
12 36 7] 12 4 1,600
16 50 100 16 4 4,000
20 50 100 20 4 6,000
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STC TOOL 8480 % 8482 ~NENETFEREMT] ( JJ&K3D & 2.5D)

Structural Steel
Carbon Steel
Cas lron

=
SCMINAK/HPM

Alloy Steel
Heat treated Steel

FABR
HPM/NAK/SKD

Prehardened Steel
Hardened Steel

Hardened Steel

i
04 /SUS316
20/SUS430

Hardened Steel

0 Bl % 4 =

Ti-BAI-4V

Nickel Allow
Titanium Alloy

25~35HRC 35~45HRC 45~55HRC
AL
Feed Feed
mm/min min* mm/min /m
&) 12700 1100 10600 930 8500 680 7400 400 7600 470 7600 470
4 9600 1200 8000 1000 6400 760 5600 420 5800 530 5600 500
6 6900 1500 5800 1300 4800 1000 4000 530 4300 700 3800 560
8 5200 1500 4400 1300 3600 1000 3000 530 3200 700 2900 &20)
10 4200 1500 3500 1300 3000 920 2400 530 2600 640 2300 450
1% 3500 1400 2900 1200 2400 760 2000 500 2200 550 1900 420
16 2600 1200 2200 1000 1800 680 1500 450 1600 460 1400 850)
20 2100 980 1800 800 1400 600 1200 430 1300 400 1100 320
ap
— 2DC (FIHIRE = i 2f5 7 &) Rl L
mmT PR Side
Rouehirs | se Dia<14.0=0.03DC 0.2DC il
%ﬁﬂt% o8 0.2DC (MAX 1.0mm) Dias14.0-0010C  (MAX 1.0mm) CEE ae
ofegut 2
il 2DC (SIHIRE < TV&*245T)E) ap
BT R
Finishing
0.05DC (MAX 0.3mm) 0.01DC 0.05DC 0.01DC
I8
3 12700 760 10600 640 7400 430 5300 340 10000 270 5700 250
4 9600 840 8000 700 5600 500 4000 380 5700 850 4200 260 BT
6 6900 1200 5800 960 3700 600 2600 400 4000 400 2900 270, Slotting
8 5200 1200 4400 950 2800 600 2000 400 2400 300 2100 270
10 4200 1000 3500 800 2200 500 1600 400 1400 200 1700 230 oc
12 3500 950 2900 700 1900 500 1300 380 1250 180 1400 200 ‘ﬂ
16 2600 700 2200 610 1400 380 1000 300 1250 220 1000 170 I|
20 2100 620 1800 530 1100 350 800 250 1000 220 850 150
FIHIE ap
Depth 1L 1DC (MAX 10 mm)  0.5DC (Dia>12mm) 0.2DC 0.5DC 0.2DC

of Cut Grooving £33

1/ EEAR R AR SR AN (62 A 3 T REDA R AR IS SR ZE S HI e SR a9 SI HI &
IHI A RS DB R LBl i B s R R A R
21 YRR R R kg sk REDH Bef3R2 8096722, R AR IR IB IRIR (R 45352 E 100%

LI R 2 A B
HEEE 31 LA ESIHI R R BT SR FE 54 Al B R A 20 282 I THYB 5,55 (2 F 2= B (AInTT B Bk, i 5 PR ST HI B R

4) PIHI R B A B SR AR B SR SR SR L) B BER - LD I e SR 2l LB AR LE B SR B E S EE A AR IR
5 FEERBHE RS B R R RS T EIRE 2R M E RS AL E R AR IS A0
6/ S HLNSREH, M A & <2, SR S 2SR HI M RS AR 2 E A S HIm A S a0



8488-3D ( 2.5D ) 4T] 7~ &N B T] {8 % 0 I+ B 16 14 =

wWEl B HIHIE LTI e )& Dc Tool Dia. (mm)

Work Material | condition Dfegth Cutting
s 4 Range of CUt | condition | @ 1 o2 o 3 O 4 8 o1 | ©12 [ @16 ©20
Hardness (mm)

R s ap=1.5Dc MEHREE 41,400 20,700 13,800 10,300 6,900 5200 4,00 3,400 2600 2,100
Carbon Steel High d

aé'fﬁﬁ?es e MEASTREE 990 1,060 1,120 1,170 1,240 1,250 1,230 1,100 1,060 1,010
Alloy Steels

RN s e ap=1.5Dc EEIEFEE 31,800 15900 10,600 8,000 5300 4,000 3,200 2,700 2,000 1,600
( ~30HRC )

General
ae=0.2Dc EHREE 760 810 860 910 950 960 960 870 820 770

TaE =mes ap=1.5Dc EEERE 31,800 15900 10,600 8,000 5300 4,000 3,200 2,700 2,000 1,600

High d
TOT"E‘E;‘?*{'S ohSeeed o-02Dc BAEE 510 540 570 610 640 640 640 580 540 510

PREHARDENED .
S s mess ap=15Dc JEEERE 22,300 11,500 7,400 5600 3,700 2,800 2200 1,900 1,400 1,100

(HRC30-HRC40) [Rre;
2e=0.2Dc YEASHEE 360 380 400 430 440 450 440 410 380 350

R ap=1.5Dc AEEHIREE 31,800 15,900 10,600 8,000 5,300 4,000 3,200 2,700 2,000 1,600

High d | |
g HionSeeed 01D ASERE 510 540 570 610 640 640 640 580 540 510

Hardened Steels

(HRC40~-HRC55) :
SKD61 SKT4 [l g R el e PESEE 22,300 11,100 7,400 5,600 3,700 2,800 2,200 1,900 1,400 1,100

G | . A
e 2e=0.01Dc MAEFE 360 380 400 430 440 450 440 410 380 350

g ap=1.5Dc JEEERE 28,600 14,300 9,500 7,200 4,800 3,600 2,900 2,400 1,800 1,400

T HishSpeed . 0.oDc MASEE 460 490 510 550 580 580 580 520 490 450

Stainless Steel

A 2°=1.5Dc EEBE[E 19,100 9500 6400 4800 3200 2400 1,900 1,600 1,200 1,000
Gererdl  je-02Dc MEMGMEEE 310 320 350 360 380 380 380 350 330 320
smugr a=10c  EEERE 19,100 9,500 6400 4800 3200 2400 1,900 1600 1,200 1,000
e HishSeeed be-0.1Dc MEASEEEE 230 240 260 270 290 290 290 260 240 240

Titanium Allo
S oy ao-1Dc EEBEE 12700 6400 4200 3200 2,100 1600 1300 1,000 800 600

General

ae=0.1Dc E#EE 150 160 170 180 190 190 200 180 160 140

ap=1Dc  E®WEEE 15900 8,000 5300 4,000 2,700 2,000 1,600 1,300 1,000 800

T R R
HBmEes :
SRl fioh Soeed o gpc yseuERE 127 136 143 152 162 160 160 140 136 128
resistant alloy
izas ap=1Dc  EESEE 9,500 4,800 3,200 2,400 1,600 1,200 1,000 800 600 500
NEA ’imﬁ{f

General 0 _0.05Dc EHAELE 76 82 86 91 96 96 100 86 82 80

& EEEREr.om(min-1) & HELRREF(mm/min)

1 FEARSRH PR A% B M SR R R R PR A S B BT R AN TR AR B AN TR AR T B 9, RIEHNT Side Milling
e PR M PR 1A S PR R B LT M B _
2/ W LAAE R L {51 3 2 e BT R AR TR AL = ) 4= %, v LUAE (R L 1 S R o B A ap
e SR 3 FRRE(E A B SRS AL o R ACE S A3 R TR 5 40 S 04 2R 3 A0 3R 53 (o FR 41 et ) o 40 X
HEEE 4R R E YRR RSk L R
5/ w5 AR AT AEROARIE T B A0 0 IR Bk FE R T) R, 35 LR R Lh B 9B iR B R ap: EiSALIHIE

X , A N Axial Depth (mm)
6/ {57 F ZBh S 600 T 55, LB M0 T e 4FCEAS IR )R TE20%6,0.0 1DCIERE B 45 HE B (STEP FEED) se: AR IR

T EREMITREAA RS LU, IN TERAFGEAG R ) E LB RE I Te0%6 R 7E Radial Depth (mm)



8488-3D ( 2.5D ) 4T~ FHNEI#T] BEMNMIUHEESR

?Eﬁ”*jj’ {%{#Etﬁ ﬂ]ﬁ”i ﬂJ%u'ﬂ%‘f# yj‘/(ﬁ_é Dc  Tool Dia. (mm)

Wik My 2 Depth : _
TR Condition Ol Cutting
G Range Condition | ® 1 o2 o 3 D 4 ® 8 ® 10 o 12 D 16 20
Hardness (mm)

ES
Carbon Steels ?@_Eﬁ}?{ 28,600 14,300 9,500 7,200 4,800 3,600 2,900 2,400 1,800 1,400
aeM ZARBMHE  ap=1Dc

Alloy Steels General

g%;%jggat}qi&or; LR 360 430 500 580 720 720 730 650 610 560
TEH
Tool Steels OEZERE 15,900 8,000 5,300 4,000 2,700 2,000 1,600 1,300 1,000 800
TERE S =AYt ap=0.5Dc
PREHARDENED (s

STEELS : 160 190 220 260 320 320 320 280 270 260
(HRC30-HRC40Q) B

EEEEE 14,300 7,200 4,800 3,600 2,400 1,800 1,400 1,200 900 700
N if ZHBH  2p=0.5Dc

Stainless Steel G | " .
e WAAEE 110 130 150 170 220 220 210 190 180 170

doEEyRE 9,500 4,800 3,200 2,400 1,600 1,200 1,000 800 600 500

ap=0.25Dc
HREE 50 60 70 80 100 100 100 90 80 80

Hes =Rt
ANERIVOWAlSY General

EEES — JEEEERE 4,800 2,400 1,600 1,200 800 600 500 400 300 200
ap=0.25Dc

Super heat-
; i General . .
fal il HEARE 14 17 20 23 29 29 30 26 24 19

& PEEEL.p.m(min-1) & FELAIEEF(Imm/min)

11 FEIR PR A M MR ZE LD H R A 2R R AV LI B 2. B BN T RS iR R0 THZAR, E0HI B i,

(IR SR A R ARINL Slotting
21 475 LS AR R b 1) S0 Y R Y A £ T 5, S LA L S R M 4
IRIRAHERE ) 0 o s 0 A0 B PR AR M Y A AR S5 M A R 5 B A G P S 5 40 _
ERBE 4 s asEERReRSBERRERTRES apt
51 3 B AR AEIE T L e Hh B FE £ ) S, 3 LA ) L B i B bc

6/ {55 FR Z e #E ek h0 T AR5, LB IN TR CEAG IR AR 2 2096,0.0 1DCAE R &=\ 4G HE B (STEP FEED)
7 S ARESIN TR EA AR LI N TR CGERRE R E LIS T 70%E4FEE

AJ) 7IRMITTiE

G type [

R o3 SRIT S

PAES okl @ ﬁ
S type i

fEm  @IESEEENIGIEE PAER: 2PN e




8300 3V HEREAEIET] ) gl & 4 +*

bl e | gms | o ZERR R

Work Material Condition Depth of Cut Cutting
g Range (mm) Condition O 4 [ON:) ® 10 o 12 ® 16 20
Hardness

ap=15Dc EEEE 8,000 5,300 4,000 3,200 2,500 1,800 1,440
R BEINT(1Dc)  ae=0.3Dc

3 4 fiEmmNnT

e pidiepsdig 550 750 750 750 700 500 400
lliCast |
By . StepFeed JAEEE 8000 5300 4,000 3,200 2,500 1,800 1,440
(150~250HB) i i
R EREE 180 210 2 210 180 80 70
L BEmMT  ap=15Dc OERE 4,400 3,000 2,200 1,700 1,500 1,100 880
1(0.2D =[]k 5 3
Al PEHOZRS) mec0iDc | B 250 330 330 330 300 250 200
PREHARDENED
STEELS Drilling Step Feed OER[E 4,400 3,000 2,200 1,700 1,500 1,100 880
(HRC25-HRC35) b 7
REAEE  erme 100 120 120 120 100 60 50
BEMT  ap=15Dc BEERE 4,000 2,600 2,000 1,600 1,300 1,000 800
G BIT(0.2Dc) a2e=0.2DC sy ,n,
Heat Treated EhRE 180 200 200 200 180 150 120
Steel
BRI Orilling Step Feed SRR 4,000 2,600 2,000 1,600 1,300 1,000 800
el A HERRE 80 100 100 100 80 50 40
@EMT  ap-15Dc OWEE 4,300 2,900 2,100 1,700 1,400 1,100 880
A BNLOWDS  2e0Dc  sypry 230 300 300 300 270 230 185
Stainless Steel
Drilling Step Feed DR 4,300 2,900 2,100 1,700 1,400 1,100 880
s REBRRERE e 90 100 100 100 90 50 40
AT ap=1.50¢ iR T 2,000 1,300 1,000 800 660 500 400
REGORl #0200 ae<0.10c g 90 100 100 100 90 70 50
aS
Titanium Alloy Drilling Step Feed MR 2,000 1,300 1,000 800 660 500 400
B BETER  pese 30 35 35 30 25 20 16

& EEEREr pm.(min-1) & ELEREF(mm/min)

1/ SRR PRI A M SR B 2R P RO LTI B B BN T BS54RS0 TRAIR, L) B o9, (5 R M PR 4 S R B B LT Bk
2) B LU R L U3 B A 4 R B FE R ) B s LB R L BB B s B R 4
TIBIRIHERRS 3 e o0 P e % A3 B FR RGBS AL A 60 600 S5 A 5 B 2 5 P e 0
sl T BRI 8 e A BB R R T RIS
5/ {8 FRAEAL I TR 3 A A5 RE3° LU, M0 TR AR SR ) R LU I T 70% B30 2



RESE
Unequal tooth spacing
A frags | odal jag
EF’E% 40° [43°  43° [46° 43 [ 45 40° 35° 45° 50° 45°
Helix angle 38° / 43” 43" ,"480
JNEHE v
J]
Gash land G it Ea
ZE A Plus DS-ZrN A Plus A Plus A Plus A Plus Cr#& A Plus
Coating TiXSiN TiXSiN TiXSIiN TiXSIiN TiXSiN AITIN TiXSiN
- 3 1) 5 1] & 1 3 ] =)
L i i kit i AR ke womre MR e
Type General General General General Vertical
SR - SEH &-fRe S S E-Hte EIRe &R
Coating Color Gold-Copper Golden Yellow Gold-Copper Gold-Copper Gold-Copper Gold-Copper Black Gray Gold-Copper
HERER  RAIR
Coolar:t BT Dry + EINIL Wet
RE E]
&M&% 3~20 3~20 4~12 1~20 1~20 1~20 4~12 1~20
Diameter range
AMEAE E&D IMBAE E&D SMRINFE
Diameter tolerance D= 1% WD 0~-0.03 D= (%5 YWD 0~-0.05

B HI4BIER Work Material

JIEIheeHER AT AEREAFRIEA AT)AFEDE K% S I%J]
= FC250
Cas Iron 150~200HB o 2 = > 9 © © o
&S SS400 « S50C o o o o o = S o
Carbon Steel 180~220HB
| SCM440 « SNCM
TEH - #ABHN SKD + P20 o o o o - = o S
Tool Steel 25~35HRC
SETE NAKS0
Prehardened Steel 35~~45HRC © O © © © © @) ©
WEEE - WEM SO - P20
Hardened Steel 45~50HRC © O o © © © O ()
=R TR 4R SKD61 + STAVAX
Hardened Steels 50~~55HRC O O o o © (] O ©
A SUS304
Stainless Steel SUSB30 o © O © O @] O O
ME#EE - #$héEd Ti-6Al-4V
Titaniun Alloy el o © ) (¢} X X o) X
Ea® A5052
Aluminim Alloy ATOTS X g X X X X (@) X
& A B FERAFERAIEESENIOSHERLLETDESE O HExcellent O FGood XA FHNot recommended

EROH TARFEE TR FRETAEARNZETEFEE

& TH TREMADFERETRRGIEAREE E L EARARG SHRERE,
BeT AW TEIEREEE2ME

* KESHAHEFT ERENEE T EAEREME ZBABEB/ARTEA



STC TOOL END MILL
VP & VL Series
Evolution Version
for the Manufacturing



