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VICTORY'S WAY

Don't think about Japanese manufacturing within a
Japanese framework

There are many excellent tools and techniques in the world.
Our mission is to introduce such tools and technologies to Japan as the VICTORY
series, and to utilize them to create world-class products in Japan and create a

system to support the Japanese manufacturing industry.

Competitiveness to overcome global competition

Currently, the shortage of labor is becoming a serious problem at manufacturing sites
in Japan.
We propose high-efficiency machining to solve these problems.

Utilizing cutting knowledge and technology, we will improve productivity at the site.

From knowing the site to disseminating information

Every day, we travel between manufacturing sites all over Japan.
Under such circumstances, instead of just selling products in a uniform manner, we
will listen to what is happening at each site, accumulate that information, become a

source of information, and propose new uses for machining.
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Sx27hb
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FE X 1.5D

Victory XX hIXT =<2 X)) =X,
IEFEL AN, TIHEREMZ T,
EE ZIF. BEERMI Y8,
HRC48 LIT D#HEIFMDIMI TIERAL £ & W,

0~ -0.02
NE

= o — — ik o
R Ae El=t] S AFVURAE | cotrn [FUIEE| mag (957740 | Fovas| DROE | e
bi[=] 277 =] Heet Cl

Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . - : X

(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlloy | Graphite | Titanium Alloy | - Resistant Resin

(FC - FCD) Alloy

~ 40HRC ~ 48HRC ~B55HRC | ~6B60HRC |~65HRC ~ 35HRC ~ 350HB
o=xE O=#

B &
Model
V101-010
V101-015
V101-020
V101-025
V101-030
V101-035
V101-040
V101-045
V101-050
V101-055
V101-060
V101-080
V101-100
V101-120
V101-160
V101-200

EI—K

Item Code

12550010001

12550010002
12550010003
12550010004
12550010005
12550010006
12550010007
12550010008
12550010009
12550010010
12550010011

12550010012
12550010013
12550010014
12550010015
12550010016

5 &g
((a]))}
Tool Dia

A R
(e)
Flute Length

23

3.8
4.5
5.3

6.8
7.5
8.3

12
15
18
24
30

z R

(B]

Overall Length

50
50
50
50
50
50
50
50
50
50
65
75
80

100
120

VY IIORE
(o5}
Shank Dia

D

o o o o o o o » b b

12
16
20

A #
(F)

Nunber of Flutes

I

A MM MDD DM DA DMDdDDDDdMNDDND

TRAEAAE
(Yen)
Standerd Price
2,140
2,140
2,140
2,140
3,020
3,020

3,020

3,020
3,020
3,020
3,020
4,960
7,100
10,700
21,390
35,000




EIHISk{4FR Cutting Condition
{AlE LI Side Milling

R - 8% a2 - TER TYN— RV - REE 27U
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

[ElE52% EDIRE Bk e EDRE Bl XDRE B2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

47770 1120 38200 611 31800 380 25400

1.5 31800 1170 25400 560 21200 460 16900 370

2 23880 1140 19100 530 15900 440 12700 350

3 15900 1720 12700 1000 10600 1145 8500 680

4 11900 1580 9600 1150 8000 1050 6400 610

5 9500 1580 7600 1200 6400 840 5100 500

6 8000 1430 6400 1400 5300 950 4250 560

8 6000 1550 4800 1500 4000 1030 3200 610

10 4800 1400 3850 1350 3200 930 2500 550

12 4000 1240 3200 1200 2650 820 2100 490

16 3000 1020 2400 1000 2000 670 1600 400

20 2400 910 1900 830 1600 600 1300 350

D:);nj;%ﬁ%ut ap<1.6D ae<0.1D aap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;&I Slot Milling

RERH - B58K a2 - TEH TUN—RVH - A Z2F VU
il Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIEEE

Cutting Speed 100 (80-120) (60-100) 70 (50-100) 70 (50-100)

SHE [CIE5%% EDRE EIE EDIRE [ElE52% EDRE [EI%54% EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

31800 250 25400 140 22200 100 22200 100

1.5 21200 270 16900 150 14800 110 14800 110

2 15900 250 12700 145 11100 130 11100 130

3 10600 800 8500 470 7400 470 7400 470

4 8000 730 6400 510 5600 420 5600 420

5 6400 580 5100 520 4500 350 4500 350

6 5300 660 4250 610 3750 390 3750 390

8 4000 720 3200 600 2800 420 2800 390

10 3200 650 2500 580 2250 380 2250 350

12 2650 570 2100 530 1900 340 1900 340

16 2000 460 1600 450 1400 280 1400 280

20 1600 420 1300 360 1100 240 1100 240

ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 1.0D ap<0.2D ~ 1.0D

1. UIHIRGRIE. BRETRTENDTY, ENTTIIINTRAR. B, EREMICEYREERELTIZSL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN S RVGAXEEREEY REEZR VSIS TR TIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., IMITRRICEDE TEY GV -3V b ESEREST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREEREHRE T DHSFITIBIRGEREL TSIV,

please adjust it if chatter or abnormal vibration occurs.
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AT AERE/ AFV-FITRFIN 444®) 0~ -0.02
FEX 2.5D BRE

Victory XX hIXT =<2 X)) =X,
THERIR ZMZ T, EEY 2 &, SEEXRMITH A8,
HRC48 LITO#HEIMDIMIT T ZERAL £ & LY,

= o — — ik o
Rl Ao El=t] S AFVURAE | cotrn [FUIEE| mag (957740 | Fovas| DHEE | e
bi[=] 277 =] Heet Cl

Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . - : X

(S45C ~ S55C-SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlloy | Graphite | Titanium Alloy | - Resistant Resin

(FC - FCD) Alloy

~ 40HRC ~ 48HRC ~B55HRC | ~B60HRC |~65HRC ~ 35HRC ~ 350HB
o=&E O=#

- N " & z A vroE X B EEfit
Model Item Code <) s) . (F) (Yen) .
Tool Dia Flute Length Shank Dia Nunber of Flutes | Standerd Price

V102-010 12550020001 1 4 4 2,140
V102-015 12550020002 1.5 3.75 50 4 4 2,140
V102-020 12550020003 2 5 50 4 4 2,140
V102-025 12550020004 25 6.25 50 4 4 2,140
V102-030 12550020005 3 7.5 50 6 4 3,020
V102-035 12550020006 3.5 8.75 50 6 4 3,020
V102-040 12550020007 4 10 50 6 4 3,020
V102-045 12550020008 4.5 11.25 50 6 4 3,020
V102-050 12550020009 5 12.5 50 6 4 3,020
V102-055 12550020010 55 13.75 50 6 4 3,020
V102-060 12550020011 6 15 50 6 4 3,020
V102-080 12550020012 8 20 65 8 4 4,960
V102-100 12550020013 10 25 75 10 4 7,100
V102-120 12550020014 12 30 80 12 4 10,700
V102-160 12550020015 16 40 100 16 4 21,390
V102-200 12550020016 20 50 120 20 4 35,000




EIHISk{4FR Cutting Condition
LI Side Milling

R - 8% a2 - TER TYN— RV - REE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC + FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

[ElE5% EDIRE B e EDIRE Bl XD RE Bk 2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

47770 1120 38200 611 31800 380 25400

1.5 31800 1170 25400 560 21200 460 16900 370

2 23880 1140 19100 530 15900 440 12700 350

3 15900 1720 12700 1000 10600 1145 8500 680

4 11900 1580 9600 1150 8000 1050 6400 610

5 9500 1580 7600 1200 6400 840 5100 500

6 8000 1430 6400 1400 5300 950 4250 560

8 6000 1550 4800 1500 4000 1030 3200 610

10 4800 1400 3850 1350 3200 930 2500 550

12 4000 1240 3200 1200 2650 820 2100 490

16 3000 1020 2400 1000 2000 670 1600 400

20 2400 910 1900 830 1600 600 1300 350

D:);nj;%ﬁ%ut ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;&I Slot Milling

RERH - B58K a2 - TEH TUN—RVH - A Z2F VU
il Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIREE

Cutting Speed 100 (80-120) (60-100) 70 (50-100) 70 (50-100)

SHE [CIE5%% EDRE EIE EDIRE [ElE5%% EDIRE [EI%54% EDRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

31800 250 25400 140 22200 100 22200 100

1.5 21200 270 16900 150 14800 110 14800 110

2 15900 250 12700 145 11100 130 11100 130

3 10600 800 8500 470 7400 470 7400 470

4 8000 730 6400 510 5600 420 5600 420

5 6400 580 5100 520 4500 350 4500 350

6 5300 660 4250 610 3750 390 3750 390

8 4000 720 3200 600 2800 420 2800 390

10 3200 650 2500 580 2250 380 2250 350

12 2650 570 2100 530 1900 340 1900 340

16 2000 460 1600 450 1400 280 1400 280

20 1600 420 1300 360 1100 240 1100 240

ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 1.0D ap<0.2D ~ 1.0D

1. UIHIRGRIE. BRETRTENDTY, EINTTIIINTRAR. B, EREMICEYREERFELTIZSL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHEN LN S RVGAXEEREEY REEZR VSIS TR TIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., MIRRICEDE CEY GV -5V FEISEREST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEEREHRE T DHSFITBIRGEREL TSI,

please adjust it if chatter or abnormal vibration occurs.
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Victory XX hIXT7 =<2 X)) =X,
THERIR M Z T, EEY 2 &, SEEXRMI A A8,
HRC48 LITDO#HHEIMDINIT T ZERAL £ & LY,

= o — — ik o
Rl Ao El=t] S AFVLAE | cotrn [FUIEE| mag (957740 | Fovas| DHOE |
bi[=] 277 =] Heet Cl
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . - : X
(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlloy | Graphite | Titanium Alloy | - Resistant Resin
(FC - FCD) Alloy
~ 40HRC ~ 48HRC ~B55HRC | ~6B60HRC |~65HRC ~ 35HRC ~ 350HB

O=&# O=#

= IR

e LB ooy ) O T

Model Item Code c) )
Tool Dia Flute Length Overall Length Shank Dia

A #
(F)

Nunber of Flutes

TR
(Yen)
Standerd Price

V103-010 12550030001 1 4
V103-015 12550030002 1.5 4.5 50 4
V103-020 12550030003 2 6 50 4
V103-025 12550030004 2.5 7.5 50 4
V103-030 12550030005 3 9 50 6
V103-035 12550030006 3.5 10.5 50 6
V103-040 12550030007 4 12 50 6
V103-045 12550030008 4.5 13.5 50 6
V103-050 12550030009 5 15 50 6
V103-055 12550030010 55 16.5 50 6
V103-060 12550030011 6 18 50 6
V103-080 12550030012 8 24 65 8
V103-100 12550030013 10 30 75 10
V103-120 12550030014 12 36 80 12
V103-160 12550030015 16 48 100 16

V103-200 12550030016 20 60 120 20

I

A DM MDD DM D DMDdDDMD DD DD

2,140
2,140
2,140
2,140
3,020
3,020
3,020
3,020
3,020
3,020
3,020
4,960
7,100
10,700
21,390
35,000




PSR Cutting Condition
{AlE LI Side Milling

R - 8% a2 - TER TYN— RV - REE 27U
A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC + FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

[EIE52% EDIRE Bk e EDIRE Bl XD RE B2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

47770 1120 38200 611 31800 380 25400

1.5 31800 1170 25400 560 21200 460 16900 370

2 23880 1140 19100 530 15900 440 12700 350

3 15900 1720 12700 1000 10600 1145 8500 680

4 11900 1580 9600 1150 8000 1050 6400 610

5 9500 1580 7600 1200 6400 840 5100 500

6 8000 1430 6400 1400 5300 950 4250 560

8 6000 1550 4800 1500 4000 1030 3200 610

10 4800 1400 3850 1350 3200 930 2500 550

12 4000 1240 3200 1200 2650 820 2100 490

16 3000 1020 2400 1000 2000 670 1600 400

20 2400 910 1900 830 1600 600 1300 350

D:);nj;%ﬁ%ut ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;&I Slot Milling

RERH - B58K a2 - TEH TUN—RVH - A Z2F VU
1RHI# Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIREE

Cutting Speed 100 (80-120) (60-100) 70 (50-100) 70 (50-100)

SHE [CIE52% EDRE EIE EDIRE [ElE52% EDIRE [EI%54% EDRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

31800 250 25400 140 22200 100 22200 100

1.5 21200 270 16900 150 14800 110 14800 110

2 15900 250 12700 145 11100 130 11100 130

3 10600 800 8500 470 7400 470 7400 470

4 8000 730 6400 510 5600 420 5600 420

5 6400 580 5100 520 4500 350 4500 350

6 5300 660 4250 610 3750 390 3750 390

8 4000 720 3200 600 2800 420 2800 390

10 3200 650 2500 580 2250 380 2250 350

12 2650 570 2100 530 1900 340 1900 340

16 2000 460 1600 450 1400 280 1400 280

20 1600 420 1300 360 1100 240 1100 240

ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 1.0D ap<0.2D ~ 1.0D

1. UIHIRGRIE. BRETRTENDTY, ENTTIIINTRAR. B, EREMICEYREERELTIZSL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN S RVGAXEEREEY REEZRUEIETTIFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., MIRRICEDE TEY GV -3V hESEREST L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEEREHRE T DHSFITIBIRGEREL TSIV,

please adjust it if chatter or abnormal vibration occurs.
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aaSSE—
& x> Ihb
AKH RERE / RFEY-FI PRI 0~ -0.02
FE X 4.0D NE
Victory XX hIXT7 =<2 X)) =X,
AC7HARTHUHIER EMA T, EEV £40F).
SHEE M T A ] BE,
HRC48 LI T DHHIMDIMNT T ZHER £ E L%,
- - 5 = . A% =2 [E =
TRM DIW | [l el ool M el e e I I
(845C ~ S55C-SCMSCSS) (NAK - HPM) (SKD - SKS - DC - SKH) (sUs) ke oy Ay || ERED WAL Resin
~ 40HRC ~ 48HRC ~BBHRC|~B0HRC [~65HRC|  ~ 35HRC ~ 350HB
© ©) O © O O O O
o=@ O=8
= [y -
e maa = F 51(+Dc1; i 0 * 50 {_: o8 %(‘fﬂ’)fg_
Tool Dia Flute Length | Overall Length Shank Dia Nunber of Flutes | Standerd Price
V104-010 12550040001 1 4 4 2,270
V104-015 12550040002 1.5 6 50 4 4 2,270
V104-020 12550040003 2 8 50 4 4 2,270
V104-025 12550040004 25 10 50 4 4 2,270
V104-030 12550040005 3 12 50 6 4 3,110
V104-035 12550040006 3.5 14 50 6 4 3,110
V104-040 12550040007 4 16 55 6 4 3,510
V104-045 12550040008 4.5 18 55 6 4 3,510
V104-050 12550040009 5 20 60 6 4 4,020
V104-055 12550040010 515 22 65 6 4 4,190
V104-060 12550040011 6 24 65 6 4 4,190
V104-080 12550040012 8 32 90 8 4 7,520
V104-100 12550040013 10 40 100 10 4 10,020
V104-120 12550040014 12 48 110 12 4 13,850
V104-160 12550040015 16 64 160 16 4 39,080
V104-200 12550040016 20 80 200 20 4 67,200




PSR Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUN—RVA - AEHE ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE B2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

47770 780 38200 420 31800 260 25400 210

1.5 31800 810 25400 390 21200 320 16900 250

2 23880 790 19100 370 15900 300 12700 240

3 15900 1200 12700 700 10600 800 8500 470

4 11900 1100 9600 800 8000 730 6400 420

5 9500 1100 7600 840 6400 580 5100 350

6 8000 1000 6400 980 5300 660 4250 390

8 6000 180 4800 1030 4000 720 3200 420

10 4800 980 3850 940 3200 650 2500 380

12 4000 860 3200 840 2650 570 2100 340

16 3000 710 2400 700 2000 460 1600 280

20 2400 630 1900 580 1600 420 1300 240

D:);)J;%ﬁ%ut ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D

1. THIRHERB R, RERTENDTYT, ENTTIIINTRAR. BN, FEREMICE Y REERFELTIZS L,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LS RVGRXEEREEY REEZR VSIS TTIFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, IIFRICEDETEN R -3 b ESFERALIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREERIDRE T DHEFITIBIRMGEREL TS,

please adjust it if chatter or abnormal vibration occurs.

il




i)

AMAROITIT7IVFEN 5.0D

B &
Model

V105-010
V105-015
V105-020
V105-025
V105-030
V105-035
V105-040
V105-045
V105-050
V105-055
V105-060
V105-080
V105-100
V105-120
V105-160
V105-200

mEd—k

Item Code

12550050001

12550050002
12550050003
12550050004
12550050005
12550050006
12550050007
12550050008
12550050009
12550050010
12550050011

12550050012
12550050013
12550050014
12550050015
12550050016

5 &g
((a]))}
Tool Dia

A R
(e)
Flute Length

743
10
12.5

175
20
225
25
27.5
30
40
50
60
80
100

z R

(B]

Overall Length

50
50

50
55
60
60
65
65
75
75
920

100
110
160
200

VY IIORE
(o5}
Shank Dia

N

o o o o o o o » b b

12
16
20

A #
(F)

Nunber of Flutes

IN

A DM MDD DM DMDdDMDdDDDDDdMDdD DD

| |
e |
& >x2hb
AT RERE / AEY-FIRIN 444F) 0~ -0.02
FE X 5.0D NE
Victory XX hIXT7 =<2 X)) =X,
AC7HARTHUHIER EMA T, EEV £40F).
SHEE M T A ] BE,
HRC48 LI T D#HHEIMOIMI TIHEAL LS L,
B aeW | AEE SR 27UV | ot |71388| mas |s59rch| ovas| THER|
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel '9’7_74][:5& Aluminum | ooy | Graphite | Titanium Alloy He:;et;n( -
(S45C ~ S55C-SCMSCSS) (NAK - HPM) (SKD - SKS * DC - SKH) (sUs) Ductir Castlron [ Alloy Aoy
(FC - FCD)
~ 40HRC ~ 48HRC ~B55HRC | ~6B60HRC |~65HRC ~ 35HRC ~ 350HB
© ©) O © O O O O
o=@ O=8

TR
(Yen)
Standerd Price

3,020
3,020
3,020
3,020
3,510
4,020
4,020

4,190
4,190
5,020
5,020
8,360
10,850
15,020
45,330
70,340




PSR Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUN—RVA - AEHE ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE B2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

47770 780 38200 420 31800 260 25400 210

1.5 31800 810 25400 390 21200 320 16900 250

2 23880 790 19100 370 15900 300 12700 240

3 15900 1200 12700 700 10600 800 8500 470

4 11900 1100 9600 800 8000 730 6400 420

5 9500 1100 7600 840 6400 580 5100 350

6 8000 1000 6400 980 5300 660 4250 390

8 6000 180 4800 1030 4000 720 3200 420

10 4800 980 3850 940 3200 650 2500 380

12 4000 860 3200 840 2650 570 2100 340

16 3000 710 2400 700 2000 460 1600 280

20 2400 630 1900 580 1600 420 1300 240

D:);)J;%ﬁ%ut ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D ap<1.0D ae<0.1D

1. UIHIRMARIE. BRERTENDTY, EMNTTIIINTAAR. BN, FEREMICE Y REERFELTIZS L,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LS RVGRXEEREEY REEZR VSIS TTIFTIRZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, IIFRICEDETEN R -3 b ESFERALIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUREERIDRE T DHEFITIBIRMGEREL TS,

please adjust it if chatter or abnormal vibration occurs.

el
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V e@mnNImzITI7IVEIL
[RE&EHE / FEU— K]

V201 35°/38°xIL HE 3.5D P24-25

V  e@mnTE SY7IIVEIL
[(RZEHE] REU — K]

V202 35°/38°x%IL FE 2.5D P26-28
V203 35°/38°xIL HE 3.5D P29-31

V esmnImS7+vIIvRIN

V204 30°RIVL ZFA4TLVvVD P32-33

V205 30°xIL Oy T P34-35
V206 45°%RIVL Z=F4 T LV D P36-37
V207 45°x%IL OVI Vv T P38-39

V @7L=nIARIIFZIVESIL

V208 45°x%IL /3dA—b HAE 25D P40-41
V209 45°%3L DLC O— bk FNE 25D P42-43

V  e7L=mIRSY7IRIVRIL

V210 45°%3JL /23— FIE 25D P44-46
/

/

V4




ARAROILY TFE)V 35D

AT RERE/ AEY-FIRIN 4R $12=0~-0.02
H&x 3.5D $12=0~-0.03
Victory N X7+ =2 > X3 =X,

THEIEM 28 A T, EE V) 2. SEEXMI » A&,

Yy URPRWES, REHLEBEBEEICKET S

Z ENATRE,

HRC48 LIFT OHHIMOIMI TITHERL £ &L,

. - —~ = ek =
wEE oe@ | mES RS 2FYURE | corn |PNZER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . - et X
(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Gastlron |~ Aoy [ COPPerAley | - Graphite | Titanium Aloy | - Resetant Resin
(FC - FCD) ¥
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 350HB
® © © © © O O O O
7Y O=5; .
=K@ O=8#
B
. N & A R VY IIORE A # TRAEfHAS
1y =] —
2l LS ©o) ) (Ds) ) (Yen)

I toGtE! iz (Sttlz Tool Dia Shank Dia Nunber of Flutes | Standerd Price

Vv201-030 12550060001 3 10.5 6 4 4,390
VvV201-040 12550060002 4 14 60 6 4 4,390
VvV201-050 12550060003 5 17.5 60 6 4 4,390
V201-060 12550060004 6 21 60 6 4 4,390
VvV201-070 12550060005 7 24.5 70 8 4 7,080
V201-080 12550060006 8 28 75 8 4 7,080
V201-090 12550060007 9 31.5 80 10 a4 11,920
— V201-100 12550060008 10 35 80 10 4 11,920
v201-110 12550060009 11 38.5 100 12 4 17,520
VvV201-120 12550060010 12 42 100 12 4 17,520
V201-130 12550060011 13 45.5 100 12 a4 27,390
V201-140 12550060012 14 49 110 16 4 29,670
V201-150 12550060013 15 52.5 110 16 4 29,670
V201-160 12550060014 16 56 110 16 4 29,670
V201-170 12550060015 17 59.5 110 16 4 42,550
Vv201-180 12550060016 18 63 125 20 4 48,230
V201-190 12550060017 19 66.5 125 20 4 48,230
VvV201-200 12550060018 20 70 125 20 4 48,230




EIHEIS{EFR Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUIN— R - SAEH ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)
"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE B2 EDIRE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
15900 1720 12700 1000 10600 1145 8500
4 11900 1580 9600 1150 8000 1050 6400 610
5 9500 1580 7600 1200 6400 840 5100 500
6 8000 1430 6400 1400 5300 950 4250 560
8 6000 1550 4800 1500 4000 1030 3200 610
10 4800 1400 3850 1350 3200 930 2500 550
12 4000 1240 3200 1200 2650 820 2100 490
16 3000 1020 2400 1000 2000 670 1600 400
20 2400 910 1900 830 1600 600 1300 350 @u
ap<1.6D ae<0.2D ap<1.6D ae<0.2D ap<1.5D ae<0.2D ap<1.6D ae<0.2D %
BtHEl Slot Milling
RERH - BhEK a2l - TEH TUN—RV - SAEH ATV LA
1HEIE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD + SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC
el 100 (80-120) 80 (60-100) 70 (50-100) 70 (50-100)
"z B4 EDIRE Sk e EDEE CIERE EDEE Bk e EDEE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
10600 800 8500 470 7400 470 7400
4 8000 730 6400 510 5600 420 5600 420
5 6400 580 5100 520 4500 350 4500 350
6 5300 660 4250 610 3750 390 3750 390 L
8 4000 720 3200 600 2800 420 2800 390
10 3200 650 2500 580 2250 380 2250 350
12 2650 570 2100 530 1900 340 1900 340
16 2000 460 1600 450 1400 280 1400 280
20 1600 420 1300 360 1100 240 1100 240
ap<0.5D ~ 1.0D ap<0.5D ~ 1.0D ap<0.2D ~ 0.5D ap<0.2D ~ 0.5D

1. UIHIRERIE. BRERTENDTY, EMTTIEMIAAR. B, FEREMICE Y REEFEREL TIZTL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHN LN S RVGAXEEREEY REZR UEETTIFTIZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM, IMIFRICEDETEN R -5 b ECERALSESE L,

Use the appropriate coolant for the work material and machining shape.

4. EEUCEERENFEE T DIHEIIHIRMGEREL T,

please adjust it if chatter or abnormal vibration occurs.




AWAS V7R TFZE)V 25D

YE X 2.5D

Victory NAINT -3 X)) =X,

PHHER A T, EEY £ 404, SHREXINT A AL, + 0.01
Sy IENEVESD, REHULBEEEICEET S RE

Z &N HIBE,

HRC48 LITOHHEIMDOINIT CIFEHL £ 3 W,

AMH AERE / AFE)-KFKZIT7XIRI L %@ 0~-0.02
NE

. - —~ = ek =
wEE oe@ | mES RS 2FYURE | corn |PNZER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . - et X
(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Gastlron |~ Aoy [ COPPerAley | - Graphite | Titanium Aloy | - Resetant Resin
(FC - FCD) ¥
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 350HB
® © © © © O O O O
] N .
2 o=ma O-=@
B
B OE BEO— R N’ J—F3R A R DAL PI TR
Model Item Code (Dc) (R) (Ds) F (Yen)

Tool Dia Corner Radius | Flute Length Shank Dia | Nunber of Flutes | Standerd Price

V202-04001 12550070001 4 4 4 4,490
V202-04002 12550070002 4 0.2 10 50 4 4 4,490
V202-04003 12550070003 4 0.3 10 50 4 4 4,490
V202-05001 12550070004 5 0.1 125 60 6 4 5,880
Vv202-05002 12550070005 5 0.2 12.5 60 6 4 5,880
Vv202-05003 12550070006 5 0.3 12.5 60 6 4 5,880
V202-05005 12550070007 5 0.5 12.5 60 6 4 5,880
- V202-06001 12550070008 6 0.1 1155 60 6 4 5,880
V202-06002 12550070009 6 0.2 15 60 6 4 5,880
V202-06003 12550070010 6 0.3 15 60 6 4 5,880
V202-06005 12550070011 6 0.5 15 60 6 4 5,880
V202-06010 12550070012 6 1 15 60 6 a4 5,880
V202-08002 12550070013 8 0.2 20 70 8 4 10,040
V202-08003 12550070014 8 0.3 20 70 8 a4 10,040
V202-08005 12550070015 8 0.5 20 70 8 4 10,040
V202-08010 12550070016 8 1 20 70 8 a4 10,040
V202-080115 12550070017 8 1.15 20 70 8 4 10,040
V202-08015 12550070018 8 1.5 20 70 8 4 10,040
V202-08020 12550070019 8 2 20 70 8 4 10,040
V202-10002 12550070020 10 0.2 25 80 10 4 14,410
V202-10003 12550070021 10 0.3 25 80 10 4 14,410
Vv202-10005 12550070022 10 0.5 25 80 10 4 14,410




N &g d—F#& A R 2 R VYV IORE
(3])) (R) (e) L) (Ds)
Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia | Nunber of Flutes

B X mmd— R
Model Item Code

V202-10010 12550070023 10 14,410
V202-100115 12550070024 10 1.15 25 80 10 4 14,410
V202-10015 12550070025 10 1.5 25 80 10 4 14,410
V202-10020 12550070026 10 2 25 80 10 4 14,410
V202-12002 12550070027 12 0.2 30 100 12 4 19,600
V202-12003 12550070028 12 0.3 30 100 12 4 19,600
V202-12005 12550070029 12 0.5 30 100 12 4 19,600
Vv202-12010 12550070030 12 1 30 100 12 4 19,600
Vv202-120115 12550070031 12 1.15 30 100 12 4 19,600
V202-12015 12550070032 12 115 30 100 12 4 19,600
V202-12020 12550070033 12 2 30 100 12 4 19,600

tIEISR{EFR Cutting Condition
{BlmEtDEl Side Milling
RERH - B5EK a2 - TEH TUN—RVH - REH Z2F VU
HRHEI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel

Work Material | (SS - S45C™S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

YIRERE

& Speed 150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)
Mz 1k e K DRE [EIE EDRE [ClE5%% EDRE [CIE5%% EDRE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
11900 1580 9600 1150 8000 1050 6400
5 9500 1580 7600 1200 6400 840 5100 450
6 8000 1430 6400 1400 5300 950 4250 560
8 6000 1550 4800 1500 4000 1030 3200 550
10 4800 1400 3850 1350 3200 930 2500 530
12 4000 1240 3200 1200 2650 820 2100 490
LA ap<1.6D ae<0.2D ap<1.5D ae<0.2D ap<1.5D ae<0.2D ap<1.6D ae<0.2D

Depth of Cut

1. UIHIRERIE. BRERTENDTY, EMTTIEMIAIR. B, FEREMICE Y REEFEREL TIZTL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHN LN S RVGAXEEREEY BEZR VSIS TR TIZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., IMITRRICEDE CEY GV -5V b ESERA<EST L,

Use the appropriate coolant for the work material and machining shape.

4. EEURCEERENFEE T DHTIFHIRMGEREL T,

please adjust it if chatter or abnormal vibration occurs.

el




i)

ABAS 7R ITFZ) 2.5D

EEISR{ER Cutting Con

7ABYIHEl Slot Milling

REREA - ek axifl - TEH TUN\— RV - FEH AT VLR
HHHIA Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel  Heat Treated Steel Stainless Steel
Work Material (SS - S45C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT « NAK - HPM) (SUS)
~ 38HRC ~ 48HRC 25 ~ 35HRC

100 (80-120) (60-100) 70 (50-100) 70 (50-100)

EIE2 EDIRE B4 EDRE Bk 2 EDRE EIE5E XDIRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
8000 730 6400 510 5600 420 5600

5 6400 580 5100 520 4500 350 4500 400

6 5300 660 4250 610 3750 390 3750 320

8 4000 720 3200 600 2800 420 2800 320

10 3200 650 2500 580 2250 380 2250 310

12 2650 570 2100 530 1900 340 1900 300

ap<1D ap<1D ap<0.5D ap<0.5D

1. UIHIRRIE. BRERTENDTY, EMTCIEINIAAR. B8N, FERERICE Y REZHEEBLTEZTL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHL ENSBVSEXEEREEYFEEZR UEISTTITITZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIH, MIFRICEDE TENR I -5 b ESERLET L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCEERSNFELET SHEIEIRMEREL TETL,

please adjust it if chatter or abnormal vibration occurs.



AKH RERE / AEY-RFFITFRI LRI 5% 0~ -0.02
A& X 3.5D NE

Victory N{INT 4 —< LX) =X,

PHER A T, EEY #4045, SEERMNI A AL, R ) £ 0.01
Sy IRPEVED, REHELEBZEEICHKET S BE

Z & A BE,

HRC48 LITO#WHEIMDIMIT TCZFERL & W,

ik

parey =t e — - =
wEM as® | @EE REEH RFYVAM | cmrn |PNEER| mag (557744 |Fovas| PO | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel | #7454V |  Aluminum ) o Heet .
(S45C ~ S55C-SCM-SCSS) (NAK - HPM) (SKD - SKS - DC + SKH) (SUS) Ductir Cast Iron Alloy Copper Alloy | Graphite | Titanium Alloy | - Resistant Resin
(FC - FCD) =y
~ 40HRC ~ 48HRC ~B5HRC | ~B60HRC | ~65HRC ~ 35HRC ~ 350HB

O=&E O=#

5 & J—F3#E S 2 R Iy IIE
(Dc) (R) (2) w (Ds)
Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia

B OB mEIJ—R
Model Item Code

V203-04001 12550080001 4 50 4
V203-04002 12550080002 4 0.2 14 50 4
V203-04003 12550080003 4 0.3 14 50 4
V203-05001 12550080004 5 0.1 17.5 60 6
V203-05002 12550080005 5 0.2 17.5 60 6
V203-05003 12550080006 5 0.3 17.5 60 6
V203-05005 12550080007 5 0.5 17.5 60 6
V203-06001 12550080008 6 0.1 21 60 6
V203-06002 12550080009 6 0.2 21 60 6
V203-06003 12550080010 6 0.3 21 60 6
V203-06005 12550080011 6 0.5 21 60 6
V203-06010 12550080012 6 1 21 60 6
V203-08002 12550080013 8 0.2 28 70 8
V203-08003 12550080014 8 0.3 28 70 8
V203-08005 12550080015 8 0.5 28 70 8
V203-08010 12550080016 8 1 28 70 8
V203-080115 12550080017 8 1.15 28 70 8
V203-08015 12550080018 8 {IE5) 28 70 8
V203-08020 12550080019 8 2 28 70 8
V203-10002 12550080020 10 0.2 35 80 10
V203-10003 12550080021 10 0.3 35 80 10

V203-10005 12550080022 10 0.5 35 80 10

DI
(F)

Nunber of Flutes

N

A D DM DM DD DMDDDdDDDNDDNDDDDDNSDD

TRAEAAE
(Yen)
Standerd Price
3,490
3,490
3,490
5,580
5,580
5,580
5,580
5,580
5,580
5,580
5,580
5,580
8,990
8,990
8,990
8,990
8,990
8,990
8,990
15,260
15,260
15,260

el




i)

N 7 d—F#& A E 2 R PA %3 R4
(s]0)) (R) (2) (D) (Ds) (Yen)
Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia Standerd Price

B X EmRI—R
Model Item Code

V203-10010 12550080023 10 1

V203-100115 12550080024 10 1.15 35 80
V203-10015 12550080025 10 1.5 35 80
V203-10020 12550080026 10 2 35 80
V203-12002 12550080027 12 0.2 42 100
V203-12003 12550080028 12 0.3 42 100
V203-12005 12550080029 12 0.5 42 100
V203-12010 12550080030 12 1 42 100
V203-120115 12550080031 12 1.15 42 100
V203-12015 12550080032 12 il 42 100
V203-12020 12550080033 12 2 42 100

EIIS{4ESR Cutting Condition
{AIEEDHE Side Milling

FREREE - BhEk a2l - TEH TUIN— RS - SHEHE ATV
1RHEI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel  Heat Treated Steel Stainless Steel
Work Material (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 38HRC ~ 48HRC 25 ~ 35HRC

150 (100-180) 120 (100-150) 100 (80-120) 80 (50-100)

basEs [EIE 2 EDERE [EIEREL EDEE [EIEREL EDEE [EIEREY EDRE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

11900 1580 9600 1160 8000 1050 6400
5 9500 1580 7600 1200 6400 840 5100 450
6 8000 1430 6400 1400 5300 950 4250 560
8 6000 1550 4800 1500 4000 1030 3200 550
10 4800 1400 3850 1350 3200 930 2500 530
12 4000 1240 3200 1200 2650 820 2100 490
D:{)Jiﬁzf%ut ap<1.6D ae<0.2D ap<1.5D ae<0.2D ap<1.6D ae<0.2D ap<1.5D ae<0.2D

1. YHIRGRIZ. BRETRTENDTY ., EINTTIIMIMR, BB, EREIRICKYRGERREL TSIV,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN ENS RV FEENEEY REZR UG TTRIFTIZE,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.

3. WHIM, IMITRRICENDE CEYG I -5 b ETFERA<SES W,

Use the appropriate coolant for the work material and machining shape.

4. EEUCEERENFELET DHAITRIRMEREL T,

please adjust it if chatter or abnormal vibration occurs.



~vEFZJb 3.5D

WIHEISEER Cu

&Yl Slot Milling

A%l - TEH TUN\—RUER - AR ATV LR
HHHEIE Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel + Heat Treated Steel Stainless Steel

Work Material (SS - S45C"S55C - FC « FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)

~ 38HRC ~ 48HRC 25 ~ 35HRC

100 (80-120) (60-100) 70 (50-100) 70 (50-100)
EDIRE Bl XD RE BG4 K DIRE EIE 2 EDIRE
Speed Feed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
8000 730 6400 510 5600 420 5600
5 6400 580 5100 520 4500 350 4500 400
6 5300 660 4250 610 3750 390 3750 320
8 4000 720 3200 600 2800 420 2800 320
10 3200 650 2500 580 2250 380 2250 310
12 2650 570 2100 530 1900 340 1900 300

ap<1D ap<1D ap<0.5D ap<0.5D

1. UIHIRGRIE. BRERTEDTY . EMTTIEINIAAR. B, FERABMRICEUREEREL TETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. EMOEERHN ENSRVIGEFEEHREEY FEZR UG TR TES L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIH, MIFRICEDE TENRI -5V FESERET L,
Use the appropriate coolant for the work material and machining shape.
4, EEUSEERSNRET SHEIEIRMEREL TETL,

please adjust it if chatter or abnormal vibration occurs.

el




QAU

i)

ABA>21

N ||
SEEs ) @
A H S T4 RKINL e b6 0~ -0.03
30°%XYL/TrALEyF/OLIAE BRE) $8~¢10 0~ -0.04
Victory N1 INT -7 > X 1) —X, H12 ~$20 0~ -0.05

SREER LTI T A Rl HE,
HRC48 LI T DEIMDINT T ZER L 72E W,

e o — ik —
RRE S2W HEE Sl AFVUAH | corn |PLIBE| mag (557740 |Fovan| TS |
(Siasrg": ?sesecgg‘:jl’ssg";;) Heiaxr:f"ﬁgj;”' (SK:?';:;’deS(:'fES'KH) S'z"‘(';zss)s‘“' gﬁ“?f Qﬁ A"ﬂ:‘;‘m Copper Alloy |  Graphite | Titanium Alloy He::lsot:m Resin
(FC - FCD)
~ 40HRC ~ 48HRC ~B5HRC | ~B0HRC |~ 65HRC ~ 35HRC ~ 350HB
© © O © O O
o=@E O=i&
B OE 2Eg— R 5 & 3 E 2R Ve IUR A #H J—FERDIE TR
Model T;em Code (Be) (2) L) (Ds) ) (C) (Yen)
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChemferingWidth | Standerd Price
V204-060 12550090001 6 25 100 6 4 0.2 15,380
V204-080 12550090002 8 30 100 8 4 0.2 16,150
V204-100 12550090003 10 35 100 10 4 0.3 17,830
V204-120 12550090004 12 40 125 12 4 0.3 22,410
V204-160 12550090005 16 55 125 16 4 04 39,930
V204-200 12550090006 20 65 150 20 4 0.5 59,410




EIilZR(4R Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUN—RVA - AEHE ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) 0 (60-100) 60 (50-80) 80 (60-100)
"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE Bk 2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
5300 530 4250 370 3180 290 4250

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN—RVH - REH Z2F VU
1HRHI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

el

YIREE

Cutting Speed (60-100) (50-80) 50 (40-60) 60 (50-80)
1= in 1ED IR EDIRE IL: X DR L EDRE
2 [EIEREL EDRE [EIEREY EDRE [EIEREL XD RE [EIEREL EDIRE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4250 340 3180 240 2650 190 3180
8 3200 380 2380 270 1990 210 2380 270
10 2500 390 1910 280 1570 230 1910 280
12 2100 390 1590 280 1320 220 1590 280
16 1600 290 1190 210 990 160 1190 210
20 1300 230 950 180 790 140 950 180
D:Q;%ﬁ%ut ap<0.5D ap<0.5D ap<0.4D ap<0.5D —

1. UIHIRGRIE. BRERTENDTT . ENMTCTIEIINIAAR. B, FEREMICE Y REZREELTIETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BMOEEHH ENSBVWBRIFEEREE Y FEERUEISTTITTEZETW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHEIM. MIFRICEDE TENRI -3 b ESER<IESE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCERBIRINRE T DSBS RBIHIRAEREL TS,

please adjust it if chatter or abnormal vibration occurs.




QAU

i)

AAS24 9 TVF

AWK S T4>TITRINL e b5 ~ 6 0~ -0.03
/Aarg v )
Victory N /X7 —2 > XU — X, $12~¢20 0~-0.05
SRER LTI D A RE,

e IRPRWEYD, REELEZBREICEET S

Z &P AR,

HRC48 LI T DHEIMDINT T ZER L 72E W,

EE ae@ | @EE BEEE 2FUUAM | o |7h38%| mas |s57rck| Fovas| THEE|
bR B st [Waoiatta gl el Rl e R N R
(FC - FCD)
~ 40HRC ~ 48HRC ~BB5HRC|~60HRC|~65HRC|  ~ 35HRC ~ 350HB
© ©) O © O O
o=%#E O=H
5= 3 B 2 & |[vevor | = 5 |3-vrmEmor| msmE
Model Item Code (Dc)_ (e) L) (315) ; (F) (9] ; (Yen) ;
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChanferingWidth | Standerd Price
V205-050 12550100001 5 15 100 6 4 0.2 13,630
V205-060 12550100002 6 15 100 6 4 0.2 11,690
V205-080 12550100003 8 20 100 8 4 0.2 14,120
V205-080-6 12550100004 8 20 100 6 4 0.2 18,300
V205-100 12550100005 10 25 100 10 4 0.3 16,460
V205-100-8 12550100006 10 25 100 8 4 0.3 21,330
V205-120 12550100007 12 30 125 12 4 0.3 20,450
V205-120-10 12550100008 12 30 100 10 4 0.3 26,870
V205-160 12550100009 16 40 125 16 4 04 34,920
V205-200 12550100010 20 45 150 20 4 0.5 54,890



EIilZR(4R Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUN—RVA - AEHE ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) (60-100) 60 (50-80) 80 (60-100)
"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE Bk 2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6400 530 5100 370 3800 290 5100

6 5300 530 4250 370 3180 290 4250 370

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

el

&t Slot Milling

RS - $5EK & - TEM TUN— RV - HER A7V LA
1A Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - 845C"S55C * FC - FCD) (SCM - SKD - SKS) (SKD - SKT + NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC
BIEEE
g Speed (60-100) 60 (50-80) 50 (40-60) 60 (50-80)
Nz [EIEREL EDERE [EIEREL EDRE [EIEREL EDRE [EIEREL EDERE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
5100 270 3800 190 3180 150 3800 190
6 4250 270 3180 190 2650 150 3180 190
8 3200 300 2380 210 1990 170 2380 210
10 2500 310 1910 220 1570 180 1910 220
12 2100 310 1590 220 1320 170 1590 220
16 1600 230 1190 170 990 130 1190 170
20 1300 180 950 140 790 110 950 140

thAZRE
ap<0.4D ap<0.4D ap<0.3D ap<0.4D

1. UIHIRARIE. BRERTENDTY, ENTCIIINIAAR. BN, FEREMICEYREEZRFEEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH ENSBWSRIXEEREE Y EFEERUEIGT T TIZE W,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. WHIM. MIMRICEDE CEY)R I -5 b ETERASRES,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEERIDRE T DHSFITHIRMEREL TS,

please adjust it if chatter or abnormal vibration occurs.




QAU

BiE®

ABA>21

L |
N (5]
AWK S T4>TITRINL e b6 0~ -0.03
45° XYL/ TpALEyF/OLIAE BRE) $8~¢10 0~ -0.04
Victory N1 INT -7 > X 1) —X, H12 ~$20 0~ -0.05

SREER LTI T A Rl HE,
HRC48 LI T DEIMDINT T ZER L 72E W,

e o — ik —
RRE S2W HEE Sl AFVUAH | corn |PLIBE| mag (557740 |Fovan| TS |
(Siasrg": ?sesecgg‘:jl’ssg";;) Heiaxr:f"ﬁgj;”' (SK:?';:;’deS(:'fES'KH) S'z"‘(';zss)s‘“' gﬁ“?f Qﬁ A"ﬂ:‘;‘m Copper Alloy |  Graphite | Titanium Alloy He::lsot:m Resin
(FC - FCD)
~ 40HRC ~ 48HRC ~B5HRC | ~B0HRC |~ 65HRC ~ 35HRC ~ 350HB
© © O © O O
o=mE O=#
B OE 2Eg— R 5 & 3 E 2R Ve IUR A #H J—FERDIE TR
Model T;em Code (Be) (2) L) (Ds) ) (C) (Yen)
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChemferingWidth | Standerd Price
V206-060 12550110001 6 25 100 6 4 0.2 15,730
V206-080 12550110002 8 30 100 8 4 0.2 18,560
V206-100 12550110003 10 35 100 10 4 0.3 20,500
V206-120 12550110004 12 40 125 12 4 0.3 25,760
V206-160 12550110005 16 55 125 16 4 04 48,480
V206-200 12550110006 20 65 150 20 4 0.5 72,130



EIilZR(4R Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUN—RVA - AEHE ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

HIiEE

Cutting Speed 100 (80-120) 0 (60-100) 60 (50-80) 80 (60-100)
"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE Bk 2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
5300 530 4250 370 3180 290 4250

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

;&I Slot Milling

RERH - B5EK a2 - TEH TUN—RVH - REH Z2F VU
1HRHI Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material | (SS - S45C S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC

il o)

YIREE

Cutting Speed (60-100) (50-80) 50 (40-60) 60 (50-80)
1= in 1ED IR EDIRE IL: X DR L EDRE
2 [EIEREL EDRE [EIEREY EDRE [EIEREL XD RE [EIEREL EDIRE
Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
4250 340 3180 240 2650 190 3180
8 3200 380 2380 270 1990 210 2380 270
10 2500 390 1910 280 1570 230 1910 280
12 2100 390 1590 280 1320 220 1590 280
16 1600 290 1190 210 990 160 1190 210
20 1300 230 950 180 790 140 950 180
D:Q;%ﬁ%ut ap<0.5D ap<0.5D ap<0.4D ap<0.5D —

1. UIHIRGRIE. BRERTENDTT . ENMTCTIEIINIAAR. B, FEREMICE Y REZREELTIETL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BMOEEHH ENSBVWBRIFEEREE Y FEERUEISTTITTEZETW,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHEIM. MIFRICEDE TENRI -3 b ESER<IESE L,
Use the appropriate coolant for the work material and machining shape.
4 EEUCERBIRINRE T DSBS RBIHIRAEREL TS,

please adjust it if chatter or abnormal vibration occurs.




QA

i)

V207

AAS24 9 TVF

AWK S T4>TITRINL e b5 ~ 6 0~ -0.03
/Aarg v )
Victory N /X7 —2 > XU — X, $12~¢20 0~-0.05
SRER LTI D A RE,

e IRPRWEYD, REELEZBREICEET S

Z &P AR,

HRC48 LI T DHEIMDINT T ZER L 72E W,

EE ae@ | @EE BEEE 2FUUAM | o |7h38%| mas |s57rck| Fovas| THEE|
bR B st [Waoiatta gl el Rl e R N R
(FC - FCD)
~ 40HRC ~ 48HRC ~BB5HRC|~60HRC|~65HRC|  ~ 35HRC ~ 350HB
© ©) O © O O
o=®m#E O=i#&
5= 3 B 2 & |[vevor | = 5 |3-vrmEmor| msmE
Model Item Code (Dc)_ (e) L) (315) ; (F) (9] ; (Yen) ;
Tool Dia Flute Length | Overall Length | Shank Dia | Nunber of Flutes | ComerChanferingWidth | Standerd Price
V207-050 12550120001 5 15 100 6 4 0.2 8,590
V207-060 12550120002 6 15 100 6 4 0.2 13,440
V207-080 12550120003 8 20 100 8 4 0.2 16,250
V207-080-6 12550120004 8 20 100 6 4 0.2 21,040
VvV207-100 12550120005 10 25 100 10 4 0.3 17,930
VvV207-100-8 12550120006 10 25 100 8 4 0.3 23,240
V207-120 12550120007 12 30 125 12 4 0.3 28,330
V207-120-10 12550120008 12 30 100 10 4 0.3 29,280
V207-160 12550120009 16 40 125 16 4 04 51,990
VvV207-200 12550120010 20 45 150 20 4 0.5 84,530



EIilZR(4R Cutting Condition
{BEtDEl Side Milling

R - B8k A<l - TEH TUN—RVA - AEHE ATV LA
HHEI Carbon Steel - Cast Iron Alloy Steel + Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C°S55C - FC « FCD) (SCM - SKD - SKS) (SKD + SKT + NAK - HPM) (8SUS)
~ 30HRC ~ 38HRC ~ 48HRC 25 ~ 35HRC -

HIiEE

Cutting Speed 100 (80-120) (60-100) 60 (50-80) 80 (60-100)
"z [EIE52% EDIRE EIE2 EDIRE Bl XD RE Bk 2 EDIRE

Tool Dia Speed Feed Speed Feed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6400 530 5100 370 3800 290 5100

6 5300 530 4250 370 3180 290 4250 370

8 4000 600 3200 420 2380 330 3200 420

10 3200 610 2500 440 1910 360 2500 440

12 2650 610 2100 440 1590 360 2100 440

16 2000 460 1600 330 1190 260 1600 330

20 1600 370 1300 260 950 220 1300 260

ap<1.5D ae<0.3D ap<1.5D ae<0.3D ap<1.5D ae<0.2D ap<1.5D ae<0.3D

el

&Yl Slot Milling

RERH - B5EK a2 - TEH TUN—RV - REH Z2F VU
1RHI# Carbon Steel - Cast Iron Alloy Steel - Tool Steel Prehardened Steel - Heat Treated Steel Stainless Steel
Work Material (SS - S45C"S55C - FC - FCD) (SCM - SKD - SKS) (SKD - SKT - NAK - HPM) (SUS)
~ 38HRC ~ 48HRC 25 ~ 35HRC

(60-100) (50-80) 50 (40-60) 60 (50-80)
[ClE5%% EDbj EIE EDIRE [ElE52% EDIRE [CI54% EDRE
Speed Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
5100 270 3800 190 3180 150 3800 190
6 4250 270 3180 190 2650 150 3180 190
8 3200 300 2380 210 1990 170 2380 210
10 2500 310 1910 220 1570 180 1910 220
12 2100 310 1590 220 1320 170 1590 220
16 1600 230 1190 170 990 130 1190 170 -
20 1300 180 950 140 790 110 950 140

ap<0.4D ap<0.4D ap<0.3D ap<0.4D

1. UIHIRERIE. BRERTENDTY, EMTTIEMIAIR. B, FEREMICE Y REEFEREL TIZTL,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHN LN S RVGAXEEREEY BEZR VSIS TR TIZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM., IMITRRICEDE CEY GV -5V b ESERA<EST L,

Use the appropriate coolant for the work material and machining shape.

4. EEURCEERENFEE T DHTIFHIRMGEREL T,

please adjust it if chatter or abnormal vibration occurs.




IEEEDE

3KH />aA- b KIN 444®) 0~ -0.02
45° 2L/ AR X 2.5D

Victory N A INT =< > X 1) =X,

FHEE CEEERMI A,

DAY PIURPRWESD, REHLEZEHEICKET S

Z &N FlHE.

. . — — ik _
wEE oe@ | mES AEER 2FYURE | corn |PNZER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel | 975 |  Auminum } L Heet ’
e e o) ) Py et astron | Aly | COPPOTAleY | Greite | Tianium Aty | - Resistant Resin
(FC - FCD) 2
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 350HB
® O O © © O O
7Y 0=5; s
=K@ O=8#
B
. 5 & A R 2 R VeIIR A TR
1 = =
2l CEE ©o) ) L (©s) ) (Yen)

I toGtE! iz (Sttlz Tool Dia Flute Length Overall Length Shank Dia Nunber of Flutes | Standerd Price

Vv208-030 12550130001 3 6 3 4,050
V208-040 12550130002 4 10 60 6 3 4,050
V208-050 12550130003 5 12.5 60 6 3 4,050
V208-060 12550130004 6 15 60 6 3 4,050
VvV208-070 12550130005 7 17.5 70 8 3 7,100
V208-080 12550130006 8 20 75 8 3 7,100
V208-090 12550130007 9 225 80 10 3 9,700
— V208-100 12550130008 10 25 80 10 3 9,700
Vv208-110 12550130009 11 27.5 100 12 3 14,200
V208-120 12550130010 12 30 100 12 3 14,200
V208-130 12550130011 13 32.5 100 12 3 21,070
V208-140 12550130012 14 35 110 16 3 29,050
V208-150 12550130013 15 37.5 110 16 3 29,050
V208-160 12550130014 16 40 110 16 3 29,050
Vv208-170 12550130015 17 42.5 110 16 3 33,430
V208-180 12550130016 18 45 125 20 3 50,420
V208-190 12550130017 19 47.5 125 20 3 50,420
Vv208-200 12550130018 20 50 125 20 3 50,420




{AlE LI Side Milling

] ZILZZOLE: FIWIZOLEEHY fior=Fo
Work Material Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-Cc2-C3)

EIHERE
Cutting Speed 200 (60-300) 150 (60-250) 150 (60-250)

Nz [EIEREL EDIRE [EIEREL EDERE [EIEREY EDRE
Tool Dia Speed eed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
21000 2500 15900 1890 15900 1890
4 15900 1890 11900 1410 11900 1410
5 12700 1500 8800 1030 8800 1030
6 10600 1530 7900 1140 7900 1140
8 7900 1300 5900 970 5900 970
10 6300 1350 4700 1000 4700 1000
12 5300 1600 3980 1200 3980 1200
16 3980 1700 2980 1270 2980 1270
20 3100 1740 2380 1330 2380 1330

Dﬂ%ﬁ&t ap<1.6D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;BED4El Slot Milling

AL ZIL=ZOLE FIWIZOLEEHY bii=F

TR Nt Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-C2-C3)
= 200 (60-300) 150 (60-250) 150 (60-250)

[ElE548 XDIRE [EIE52% EDIRE EIL e XDIRE

Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

21000 1750 15900 1320 15900 1320
4 15900 1320 11900 980 11900 980
5 12700 1050 8800 720 8800 720
6 10600 1070 7900 790 7900 790
8 7900 910 5900 670 5900 670
10 6300 940 4700 700 4700 700
12 5300 1120 3980 840 3980 840
16 3980 1190 2980 880 2980 880
20 3100 1210 2380 930 2380 930

Dﬂ%ﬁgut ap<0.5D ap<0.5D ap<0.2D

1. UIHIRMARIE. BRERTENDTY, ENTCIIINIAAR. BN, FEREMICE Y REERFEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH ENSBVWSRIIEEREE Y EFRERUEIGT T TIZE W,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM. MIFRICEDETENR I -3 b EIERLIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEERINRE T DIHSEFITIBIRMGEREL TSIV,

please adjust it if chatter or abnormal vibration occurs.

el




i)

Victory N A INT =< > X 1) =X,
DLCO—hFEHWELTHY. MAEABEEICERTHNET,
FHEE CEERLEEE Y INI A,

e IRPRWAESD, REELELBERICEHTET 32 & AEE

[} |
S —
- x> Ihb
3¥H DLC a— MMFI > K3 4+4%) 0~-0.02
45° %YL/ WEX 2.5D BE

e 5 - — ik PN
Rl Ao El=t] S AFVLAE | cotrn [FUIEE| mag (957740 | Fovas| DHOE |
. X £ Heet Cl
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum § o € X
(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ductir Castlron |~ Alloy | CoPPerAlloy | Graphite | Titanium Alloy | - Resistant Resin
(FC - FCD) Alloy
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 350HB

O=&# O=#

= IR

e LB ooy ) O T

Model Item Code c) )
Tool Dia Flute Length Overall Length Shank Dia

VvV209-030 12550140001 3 6
V209-040 12550140002 4 10 60 6
V209-050 12550140003 5 12.5 60 6
V209-060 12550140004 6 15 60 6
V209-070 12550140005 7 17.5 70 8
V209-080 12550140006 8 20 75 8
V209-090 12550140007 9 225 80 10
V209-100 12550140008 10 25 80 10
VvV209-110 12550140009 11 27.5 100 12
V209-120 12550140010 12 30 100 12
V209-130 12550140011 13 32.5 100 12
V209-140 12550140012 14 35 110 16
V209-150 12550140013 15 37.5 110 16
V209-160 12550140014 16 40 110 16
V209-170 12550140015 17 42.5 110 16
V209-180 12550140016 18 45 125 20
V209-190 12550140017 19 47.5 125 20

V209-200 12550140018 20 50 125 20

Nunber of Flutes

A #
(F)

W

W WwoWwowowwowwowowowowowowowowow

i
(Yen)
6,870
6,870
6,870
6,870
10,750
11,010
18,830
18,830

29,030

29,030

42,790

48,810

48,810

48,810

63,710

78,550
78,550
78,550

Standerd Price



{AlE LI Side Milling

] ZILZZOLE: FIWIZOLEEHY fior=Fo
Work Material Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-Cc2-C3)

EIHERE
250 (60-350) 200 (60-300) 200 (60-300)

Nz [EIEREL EDIRE [EIEREL EDERE [EIEREY EDRE
Tool Dia Speed eed Speed Feed Speed Feed

(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

26500 3160 21000 2500 21000 2500

4 19900 2360 15900 1890 15900 1890
5 15900 1870 12700 1500 12700 1500
6 13200 1900 10600 1530 10600 1530
8 9950 1630 7900 1300 7900 1300
10 7950 1700 6300 1350 6300 1350
12 6600 1990 5300 1600 5300 1600
16 4970 2120 3980 1700 3980 1700
20 3980 2230 3100 1740 3100 1740

ap<1.5D ae<0.1D ap<1.5D ae<0.1D ap<1.6D ae<0.1D

;BED4El Slot Milling

HRHEI
rk Mate

rial
I3

ZIL=ZOLE FIWIZOLEEHY bii=F
Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-Cc2-C3)

250 (60-350) 200 (60-300) 200 (60-300)

[ElE548 XDIRE [EIE52% EDIRE EIL e XDIRE
Speed Feed Speed Feed Speed Feed

(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
26500 2200 21000 1750 21000 1750
4 19900 1650 15900 1320 15900 1320
5 15900 1300 12700 1050 12700 1050
6 13200 1330 10600 1070 10600 1070
8 9960 1140 7900 910 7900 910
10 7950 1190 6300 940 6300 940
12 6600 1390 5300 1120 5300 1120
16 4970 1480 3980 1190 3980 1190
20 3980 1560 3100 1210 3100 1210

Dﬂ%ﬁgut ap<0.5D ap<0.5D ap<0.2D

1. UIHIRMARIE. BRERTENDTY, ENTCIIINIAAR. BN, FEREMICE Y REERFEL T,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHH ENSBVWSRIIEEREE Y EFRERUEIGT T TIZE W,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM. MIFRICEDETENR I -3 b EIERLIESE L,
Use the appropriate coolant for the work material and machining shape.
4. EEUPEERINRE T DIHSEFITIBIRMGEREL TSIV,

please adjust it if chatter or abnormal vibration occurs.

el




V7R IFZ) 25D

| ] |
3KH />aA—-rZTPT7XIRIWL 9*?§ 0~ -0.02

45° 3L / FEX 2.5D NE

Victory N A INT =< > X 1) =X, R

— . + 0.01
LB TEEERNT A AL, 0.0
SrLIRFEVED, BRXHULBFEEICSEET S —

Z & HElEE,

- _ - _ % _ P
wEE oe@ | mES RS 2FYURE | corn |PNZER| mae |55774b|Fovag|TOT | g
Carbon Stee  Alloy Steel Heat Treated Steel Hardened Steel Stainless Steel 5954 )88% | Auminum . - et X
(S45C ~ S55C SCMSC-S8) (NAK - HPM) (SKD - SKS - DC - SKH) (sus) Ducti Cestiron [~ Aloy | COPPerAloY | Graphite | Titanium Alloy | - Fesistant Resin
(FC - FCD) Y
~ 40HRC ~ 48HRC ~BBHRC | ~60HRC | ~B65HRC ~ 35HRC ~ 350HB
® O O © © O O
] N .
2 o=ma O-=@
B
@ DA d—F3R A R v VIR A #H TRAEfHAS
| (== o
= b LS (Dc) (R) (Ds) G} (Yen)

Vit iz (ks Tool Dia Corner Radius | Flute Length Shank Dia | Nunber of Flutes | Standerd Price

V210-04001 12550150001 4 4 3,110
V210-04002 12550150002 4 0.2 10 50 a4 3 3,110
V210-04003 12550150003 4 0.3 10 50 4 3 3,110
V210-05001 12550150004 5 0.1 12.5 60 6 3 4,280
V210-05002 12550150005 5 0.2 12.5 60 6 3 4,280
V210-05003 12550150006 5 0.3 125 60 6 3 4,280
V210-05005 12550150007 5 0.5 125 60 6 3 4,280
— V210-06001 12550150008 6 0.1 15 60 6 3 4,280
V210-06002 12550150009 6 0.2 15 60 6 3 4,280
V210-06003 12550150010 6 0.3 15 60 6 3 4,280
V210-06005 12550150011 6 0.5 15 60 6 3 4,280
V210-06010 12550150012 6 1 15 60 6 3 4,280
V210-08002 12550150013 8 0.2 20 70 8 3 6,080
V210-08003 12550150014 8 0.3 20 70 8 3 6,080
V210-08005 12550150015 8 0.5 20 70 8 3 6,080
V210-08010 12550150016 8 1 20 70 8 3 6,080
V210-080115 12550150017 8 1.15 20 70 8 3 6,080
V210-08015 12550150018 8 15 20 70 8 3 6,080
V210-08020 12550150019 8 2 20 70 8 3 6,080
V210-10002 12550150020 10 0.2 25 80 10 3 10,800
V210-10003 12550150021 10 0.3 25 80 10 3 10,800
V210-10005 12550150022 10 0.5 25 80 10 3 10,800




B X
Model

V210-10010
V210-100115
V210-10015
V210-10020
V210-12002
V210-12003
V210-12005
V210-12010
V210-120115
V210-12015
V210-12020

tIEISE{%3R Cutting Condition

Emd— Rk

Item Code

N &g
(Dc)
Tool Dia

J—FE
(R)

Corner Radius

12550150023 10

12550150024 10 1.15
12550150025 10 1.5
12550150026 10 2
12550150027 12 0.2
12550150028 12 0.3
12550150029 12 0.5
12550150030 12 1
12550150031 12 1.15
12550150032 12 115
12550150033 12 2

{BIETEDHE]I Side Milling

A R
(e)
Flute Length

2 R
(D)
Overall Length

80

80

80

100
100
100
100
100
100
100

VYV IORE
(Ds)
Shank Dia

10
10
10
12
12
12
12
12
12
12

Nunber of Flutes

W W wWwowowowowowowow

TR (A%
(Yen)
Standerd Price

10,800

10,800
10,800
10,800
18,490
18,490
16,970
16,970
18,490
16,970
16,970

I FZILEZOLE FIWEZOLEEHY b=
) Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4) (C1-c2-C3)
250 (60-350) 200 (60-300) 200 (60-300)
[ElER4 XDRE Bl EDIRE [ElE XDRE
Speed Feed Speed Feed Speed Feed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
19900 1310 15900 1050 15900 1050
5 15900 1870 12700 1500 12700 1500
6 13200 1900 10600 1630 10600 1530
8 9950 1630 7900 1300 7900 1300
10 7950 1700 6300 1350 6300 1350
12 6600 1990 5300 1600 5300 1600

ap<1.5D ae<0.1D

HARE
Depth of Cut

ap<1.5D ae<0.1D ap<1.5D ae<0.1D

1. IHIZRMARIE. BRERTENDTY, EMITTIFIMIRIR. BB, ERAEMICEKYRGZREL TV,

These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. BOEEHN LN S RVGRXEEREEY REEZRUEIETTRFTIRZE L,

If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #HIM, MIFRICEDETEN R -5 b2 SERALIESE .

Use the appropriate coolant for the work material and machining shape.

4. EEUCEBRENRET SBGEITHIRAEREL TIESL,

please adjust it if chatter or abnormal vibration occurs.

el




3SWA /a—b SO7RA I VFE)N 25D

EEISR{ER Cutting Con

;BtHEl Slot Milling
I TIW==D LS FIVE= LEEEY wEs

Work Material Alminum Alloy Alminum Alloy Casting Copper Alloy
(AB052 - A7075) (ADC - AC4 ) (C1-C2-C3)

Cuttmgigpeed 250 (60-350) 200 (60-300) 200 (60-300)
SHE [ElE52% EDRE EIE2 EDIRE B8 EDEE
Tool Dia Speed Feed Speed Feed Speed Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
19900 890 15900 710 15900 710
5 15900 1300 12700 1050 12700 1050
6 13200 1330 10600 1070 10600 1070
8 9950 1140 7900 910 7900 910
10 7950 1190 6300 940 6300 940
12 6600 1390 5300 1120 5300 1120
Dﬂ%ﬁat ap<0.5D ap<0.5D ap<0.2D

1. HIRHERIE. BRETTEDTY ., RINTTIINIRR. BE. EREHICEURGEREL TESIL,
These conditions are for general guidance in actual machining conditions adjust the parameters according to your actual machine and work piece conditions.
2. B OEEHD ENSBVBSEEEHREEVFEREEZR VSIS TTIFTZE L,
If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
3. #WHIM, IMIRRICEDE TGEYR I —5 2 bEIEREETV,
Use the appropriate coolant for the work material and machining shape.
4. EEUDERERBNFELE T SHEIBIRMGEREL T<ETL,

please adjust it if chatter or abnormal vibration occurs.

i)
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