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SMCVP 4000 #2#Y] & (Regular Type)
g T JERKS & 2K S JI% TRE
MODE Stocked D L1 L d T NT$
SMCVP 4040-4 o 4 12 50 4 4 550
SMCVP 4040-6 o 4 12 50 6 4 600
SMCVP 4060 o 6 18 50 6 4 600
SMCVP 4080 o 8 24 60 8 4 1,100
SMCVP 4100 o 10 26/30 75 10 4 1,650
SMCVP 4120 o 12 36 75 12 4 2,200
SMCVP 4160 o 16 45 100 16 4 6,200
SMCVP 4200 o 20 45 100 20 4 9,000
@FT: A fE T . Stocked items  [IET: SEAERE - HTHAAE S
SMCVPLS 4000 £#%%! (Long Shank Type)
T FEE JERES I 2F RS AL HE
MODE Stocked D L1 L d T NT$
SMCVPLS 4060 () 6 18 75 6 4 800
SMCVPLS 4080 () 8 24 75 8 4 1,500
SMCVPLS 4100 o 10 26/30 100 10 4 2,250
SMCVPLS 4120 o 12 36 100 12 4 2,300
SMCVPLS 4160 o 16 45 150 16 4 7,800
SMCVPLS 4200 o 20 45 150 20 4 11,000
@F]: FTEE R Stocked items  [IEN: SEAERE S, - BTHA A L
SMCVPLL 4000 AR JJ% (Long Shank Long Flute Type)
A5 TEE RS & 2K EES I8 FE
MODE Stocked D L1 L d T NT$
SMCVPLL 4060 o 6 30 75 6 4 900
SMCVPLL 4080 o 8 40 100 8 4 1,650
SMCVPLL 4100 o 10 45 100 10 4 2,500
SMCVPLL 4120 o 12 55 100 12 4 3,200
SMCVPLL 4160 (] 16 75 150 16 4 8,500
SMCVPLL 4200 o 20 75 150 20 4 12,500
O] FAETE I . Stocked items  [CJEM: SELERESh - ATHUA A AL
FFEI T SUS Field Data
(ﬁ%ﬁ%ﬁﬂ%ﬁ) Wi ﬁﬂﬁm P (ap)* P 2 (ac) pm \{fji{; Cuttini::i;i:i; /D) IR [
2400 75.4 420 0.044
SMCVP 4100 SUS 630 15%0.5 2500 78.5 630 0.063 gL ﬁ%g?ﬁg%ﬁIﬁiﬁ?
10°304TT5L | (HRCAS) ' 2800 879 800 0.071 Air Dry %@%ﬁﬁﬂ%ﬁtm
3000 94.2 975 0.081
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4 Flute Highly Efficient End Mills For Side Milling Cutters Milling Conditions
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HEAIFE Work Material == oz IR e Lol

B Hardness Range = = Cutting Condition D 4 D 6 D 8 @ 10 D 12 D 16 D 20
- e ap=1.5Dc S min-1 9.600 6.900 5,200 4,200 3,500 2.600 2.100
Carbon Steels High Speed ac=0.2Dc e R mm/min 1,200 1,500 1.500 1.500 1,400 1,200 980
e e SR ap=1.5Dc B min- | 7.960 5.310 3,980 3,180 2,650 1,990 1,590
General ae=0.2Dc et mm/min 960 1.060 1.110 1.020 950 800 760
2om B ap=1.5Dc S min-] 8.000 5,800 4,400 3,500 2,900 2,200 1.800
Alloy Steels High Speed ac=0.2Dc ML mm/min 1,000 1,300 1,300 1.300 1,200 1,000 800
(HB200~HB250) 2 L ap=1.5Dc B min-] 6.370 4,240 3,180 2.550 2.120 1,590 1.270
SCMA10- SNCM General ac=0.2Dc e mm/min 760 850 880 820 760 640 610
R R ap=1.5Dc JEE I min- 1 8.000 5.800 4,400 3,500 2,900 2.200 1,800
Tool Steels High Speed ac=0.2Dc et mm/min 1.000 1.300 1,300 1.300 1.200 1,000 800
(HRSLES*;‘;S“) 2 PRl ap=1.5Dc B min1 6,370 4,240 3,180 2,550 2,120 1,590 1,270
' General ae=0.2Dc e R mm/min 760 850 880 820 760 640 610
TR G ap=1.5Dc S Emin-1 6.400 4,800 3,600 3,000 2,400 1,800 1,400
PREHARDENED STEELS High Speed ae=0.1Dc ji % mm/min 760 1,000 1,000 920 760 680 600
(HRC35~HRC45) SRR ap=1.5Dc S R min1 6,370 4,240 3,180 2,550 2,120 1,590 1,270
HPMI NAK General ac=0.1Dc SELS R mm/min 640 680 640 610 590 540 510
— R ap=1.5Dc B min-1 5.600 4,000 3,000 2.400 2.000 1.500 1.200
Hardened Steels High Speed ae=0.05Dc HELS B mm/min 420 530 530 530 500 450 430
(HRC45-HRCSS) 2 R ap=1.5Dc B min-1 4,770 3,180 2,390 1,910 1,590 1,190 950
SKDo1 SKT4 General ac=0.05Dc e Emm/min 380 450 430 420 380 330 300
I ap=1.5Dc S min | 8.000 5.300 4,000 3,200 2.600 2.000 1.600
Auﬁ’ﬂzﬁjfiinﬁ?ﬁd High Speed ac=0.1Dc HELS R FE mm/min 960 1,000 1,000 760 720 570 520
SUSIM. SUS316 2 PR (E ap=1.5Dc S min-| 7,200 4,800 3.600 2.900 2.400 1,800 1,400
General ae=0.1Dc et mm/min 550 580 580 580 520 490 450
B ap=1.5Dc S min | 7.200 4,800 3,600 3,000 2,400 1.800 1,400
PR TR High Speed ac=0.2Dc ML T mm/min 760 1,000 1,000 920 760 680 600
Stainless Steel = LT ap=1.5Dc B min- | 7.200 4,800 3.600 2.900 2.400 1,800 1,400
SUS420 SUS430 General ae=0.2Dc et B mm/min 550 580 580 580 520 490 450
fitses R ap=1.5Dc S min-] 6.300 4,200 3,200 2,500 2,100 1,600 1,300
N‘;ﬁ?}ﬁ'}““ High Speed ae=0.05Dc A mm/min 720 800 800 650 600 500 460
T@ﬁﬁﬁuw e ap=1.5Dc S min-] 4,770 3,180 2.400 2.000 1,590 1.190 950
Ti6AI4V General ae=0.05Dc et B R mm/min 380 450 430 420 380 330 300
B R ap=1.5Dc ST min1 3,200 2.100 1,600 1.300 1,100 780 620
Super Heat-resistant Alloy High Speed ae=0.05Dc & mm/min 230 260 260 210 190 140 120
EHT18 52 FIfRIE ap=1.5Dc B min-1 1,990 1,330 990 800 660 400 320
Inconcl718 General ae=0.05Dc S mm/min 160 190 180 180 160 110 100
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4 Flute Highly Efficient End Mills For Side Milling Cutters Milling Conditions R et
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Wkt Work Material RS S T
Condition Depth of Cut 5 L
TEEE Hardness f— . Cutting Condition D 4 D 6 D 8 D 10 D 12 D 16 D 20
- R ap=3.5Dc EFE R min-1 6,800 5,300 4,000 3,200 2,650 2,000 1,600
Catbon Steels High Speed ac=0.04Dc HELSFE FEmm/min 1,200 1,500 1,500 1,500 1,350 1,000 850
(IR B0 = Rl ap=3.5Dc B min | 6.800 5.310 3,980 3,180 2,650 1,990 1,590
o General ae=0.04Dc G mm/min 960 1,060 1,110 1,020 950 800 760
o R ap=3.5Dc R min-] 5,700 4,500 3,350 2,700 2,250 1,700 1.350
&4
Alloy Steels High Speed ac=0.04Dc A REmm/min 1,000 1,300 1,300 1,300 1,150 860 750
S(g{aﬂ%ﬂngc?\)l EREE ap=3.5Dc G min- 1 5,600 3,840 2,880 2,280 1,920 1,440 1,200
o o General ae=0.04Dc LG mm/min 580 740 700 690 640 550 500
T EREE ap=3.5Dc S REmin-| 5,700 4,500 3,350 2,700 2,250 1,700 1.350
Tool Steels High Speed ac=0.04Dc e Emm/min 1,000 1,300 1,300 1,300 1,150 860 750
Mgﬁggﬁ” TR ap=3.5Dc A min-1 4,500 2,940 2,200 1,750 1,500 1,100 900
General ae=0.04Dc ;i 460 530 500 480 450 420 380
TERE E RN ap=3.5Dc 4,800 3,800 2,800 2,250 1,900 1.400 1.150
PREHARDENED STEELS High Speed ae=0.04Dc HEAS RS mm/min 730 910 900 900 820 600 520
(HRC35~HRC45) 37 L ap=3.5Dc HEEHE [ min-1 3,500 2,400 1,800 1,400 1,200 900 700
HPMI NAK General ae=0.04Dc HELE I mm/min 310 380 350 330 320 300 250
T R ap=3.5Dc EEE R min ] 3,850 3,000 2,300 1,800 1,500 1,150 900
Hardened Steels High Speed ac=0.03Dc 4G R mn/min 410 510 520 520 470 350 290
g&‘fﬁgﬁﬁ) TR ap=3.5Dc SEEREmin-1 2,950 1,600 1,450 1,200 900 750 600
General ae=0.03Dc 4G mm/min 240 310 300 300 270 200 180
i EEERE ap=3.5Dc Bl R min-1 2,400 2,100 1,600 1,300 1,100 800 600
TRH SR AT High Speed ae=0.01Dc L mm/min 350 500 500 500 450 330 250
Austenitic Stainless Steel = — .
SUS304 SUS316 o2 FIGIE ap=3.5Dc AR min-1 3,400 1,600 1,200 1,000 800 600 500
General ae=0.01Dc HELS PR mm/min 260 190 190 200 170 160 160
R FEBR 5 S5 i R ap=3.5Dc SR min-1 2,100 1,800 1,400 1,100 900 700 500
ES N 4 . N [
AL AT S High Specd 2e=0.01Dc 4 mm/min 300 450 450 450 370 300 220
Mertenstitic Feritic - " -
Stainless Steel Z R ap=3.5Dc HEE E min-1 3,400 2,300 1,700 1,400 1,100 850 650
SUS420  SUS430 General ae=0.01Dc L mm/min 260 270 270 280 240 230 210
M FAE <6 i ap=3.5Dc HBER [ min-1 2,000 1,680 1,280 1,000 880 640 480
N‘i;‘:lﬁﬂow High Speed ac=0.01Dc HEAS I Emm/min 280 360 360 340 320 240 200
Titam;‘n Alloy Z R ap=3.5Dc A min-1 1,600 1,060 800 640 530 400 320
Ti-6Al4V General ae=0.01Dc A mm/min 130 150 140 140 130 110 100
e s B ap=3.5Dc I min-1 1,200 1,000 750 600 500 380 300
Super Hea ant Alloy High Speed ae=0.01Dc LS E mm/min 120 150 150 150 130 100 80
Iﬁw ?77115 TR ap=3.5Dc R min-1 800 530 400 320 270 220 160
neone General 2e=0.01Dc et mm/min 60 75 70 70 65 55 50
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NOTE

1.Adjust depth of cut according to machine rigidity.

2.Final milling conditions are subject to machining profile, Purpose and machine status.
3.Adjust both spindle speed and feed at the same rate.

4.Air blow is recommended. Or please be sure to use water soluble coolant.
5.Non-water cutting fluid is recommended for cutting stainless steels.

6.Chip disposal is important.

77.Groove processing is not recommended, if used in groove processing limit ap below 0.5D.
8.0verhang of end mill should be as possible from spindle nose.

9.When the length of tool extension is long, please reduce speed and feed at same rate.
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